WWww.megacutting.com



http://www.megacutting.com/

Turning Inserts

General Index

Home Section

Index
Negative Inserts
Positive Inserts
Toolholders for External Operation
Toolholders for Internal Operation
Threading Insert
Tools Holder Threading Insert
Grooving Insert and Tools Holder
CBN-PCD insert

Ceramics-Cermet insert

WWww.megacutting.com

A2

A3
Al2
AT8
Al39
Al57
Al67-Al79
A180-A182
A194-A207
A209
A228


http://www.megacutting.com/

Turning Inserts

INDEX

Inserts Introduction
Insert Designation System
Grade Designation System
Inserts Selection Guide
Grade Description

Grade Application

Negative Inserts

Negative Inserts Section Index

Rhombic 80° Negative

Rhombic 55° Negative

RoundR Negative

Square 90° Negative

Triangular 60° Negative

Rhombic 35° Negative

Trigon 80° Negative

Parallelogram 55° Negative
Positive Inserts

Positive Inserts Section Index

Rhombic 80° Positive

Rhombic 55° Positive

Round RPositive

Square 90° Positive

Triangular 60° Positive

Rhombic 35° Positive
Toolholders for External Operations
Toolholders for Internal Operations

Theding insert and Tools Holder

Grooving Insert and Tools Holder

WwWw.megacutting.com A3



http://www.megacutting.com/

Turning Inserts

Insert Designation System

Ca N a2 M &

Insert Shape

Relief Angle

a

d: Inscribed Circle
t: Thickness

Tolerance

Form and Clamping

m: Refer to figure

=

- ] )
= =i Countersn;lk 70~ CountersTk 70°~
(mm)
Class d m t IE
A +0.025 +0.005 +0.025
€ £0.025 £0013 £0.025 = =L N
H +0.013 +0.013 +0.025
E +0.025 £0.025 £0.025 Countersink 70"
G £0.025 £0.025 +0.13
F +0.05~% 0.15 +0.005 +0.025
~—
K* +£0.05~+0.15 +0.013 +0.025 |:|
I +0.05~ 0.15 +0.025 +0.025 gﬁg
M* +£0.05~+0.15 +0.08~+0.20 +0.13 @ E
N* +0.05~ 0.15 +0.08~+0.18 +0.025 Countersink 70°~
U* +0.08~+0.25 +0.13~+0.38 +0.13
Sides are based on unground insert
/T T
=]
Tolerance on C,E,H,M,0,P,R,S,T,W Insert Shape @ E
Countersinl( 40°~ Countersinek 40°~
d (d) Tollerance (m) Tollerance
J,K,L,M,N ] M,N U
6.350 +0.05 +0.08 +0.08 +0.13
9.525 +0.05 +0.08 +0.08 +0.13 IZEZ IE
12.700 +0.08 +0.13 +0.13 +0.20 E Special
15.875 +0.10 +0.18 +0.15 +0.27 Type
19.050 +0.10 +018 +015 +027 Countersink 40°~ Countersink 40°~
25.400 +0.13 +0.25 +0.18 +0.38 s o
www.megacutting.com
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Turning Inserts

Insert Designation System

04"

08”7

MR

a Cutting Edge Lenght on Incribed Circle

a Thickness

Symbol t _
— D=L
| :l ] | B = @_ IC
Metric (@mm) | / f
03 04 03 06 03 - 02 3.97
04 05 04 08 04 08 03 4.76 )
05 06 05 09 05 09 03 556 Symbol Thickness
- - - - 06 - - 6.00 Metric mm
06 07 06 11 06 11 04 6.35
08 09 o7 13 o7 13 05 7.94 01 159
- - - - 08 - - 8.00 TO 1.79
09 11 09 16 09 16 06 9.525 . 108
- - - - 10 - - 10.00
1 13 1 19 11 19 o7 1111 02 238
- - - - 12 - - 12.00 T2 278
12 15 12 22 12 22 08 12.70 03 218
14 17 14 24 14 24 09 14.29
16 19 15 27 15 27 10 15.875 T3 397
- - - - 16 - - 16.00 04 476
17 21 17 30 17 30 1 17.46 05 556
19 23 19 33 19 33 13 19.05 6 o35
- - - - 20 - - 20.00 -
22 27 22 38 22 38 15 22225 07 7.94
- - - - 25 - - 25.00 09 952
25 31 25 a4 25 44 17 25.40 n 11
32 38 31 54 31 54 21 31.75 :
- - - - 32 - - 32.00 12 12.70
ﬂ Corner Radius B Chip Breaker
(08 B 8 MR |
CNMG-HZ CNMG-FP CNMG-BO CNMG-FM CNMG-FK
Re ] || Z&
;./f =) /
| / /
Symbol Corner Radius
Metric Metric
o1 01 (@)
02 02 C—o
04 04
08 08
12 12 s =
16 16 N | AN
20 20 | |1
24 24
2 28
32 32 o i -
MO Round insert (Metric) /f/;\ ( ,\f' //1—? \,,ﬂ'
] (l ) A=A =
\ 1) V=] X /
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Turning Inserts

Grade Designation System

Mﬂ

Ga Pa 14a

A6

B Brand (M= Mega)

B srand (c= cutting)

a

EEGEN:=N

Steel

Cast Iron

Stainless Steel

Non Ferrous
Heat Resistant Alloys
Hardened Materials

Universal Machining

Coating Type

0= Uncoated
1= MT-CVD-ALQ,
2= PVD TiAIN
3= PVD AITIN

4= Diamond

Application Range

Hardest

J

\

Toughest

10
15
20
25
30
35
40
45
50

——  Fine Finishing
——  Finishing

Medium to Roughing

—  Roughing

—  Heaw Roughing

WWww.megacutting.com
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Selection Guide for Negative Inserts

Turning Inserts

O

C

Chipbreaker* Example insert Form Operation Materials Group | Continuos Cutting Variable Cutting| Interrupt Cutting
MGP515 MGP515 MGP525
MF Finishing - - -
MGU515 MGUU525 MGUU525
Finishing to medium = . =
LC : - :
- MGUM720 -
Finishing t di
MS inishing to medium MGNOLO MGNOL0 i
MGM720 MGM720 -
MGP710 MGP710 MGM720
Finishing to medium - - -
SF : : :
MGM720 MGM720 MGM720
MGU515 MGU525 MGU540
MR Medium - - -
MGK510 MGK520 MGK520
ST Medium - - -
MGP710 MGP710 MGM720
Medium to Roughing - - -
ss : : :
MGM720 MGM720 MGM720
MGU515 MGU525 MGU540
MGU515 MGU525 MGU540
MGU525 MGU540 MGU540
H R Roughing _ _ -
- MGU525 MGU540
NM - HY Heavy Roughing . - -
MGU525 - -
MGU525 - -
NM - HS Heavy Roughing K . .
MGU525 MGU525 MGU540
MGK520 MGK520 MGU540
NM - HZ Heavy Roughing B R N
www.megacutting.com A7
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Turning Inserts

Selection Guide for Positive Inserts

O

@

()

) Example insert ) Materials Continuos Variable Interrupt
Chipbreaker* Form Operation Group Cutting Cutting Cutting
MGU515 MGU515 MGU525
F P Fine Finishing _ _ _
MGP710 MGP710 MGM720
B O Fine Finishing _ _ _
MGP710 MGM720 MGS725
F M Fine Finishing _ _ _
MGP710 MGM720 MGS725
EK Fine Finishing MGK510 MGK510 MGK520
MGU515 MGU525 MGU535
M P Finishing - - -
MGP710 MGM720 MGS725
M M Q ‘3 Finishing _ _ _
MGP710 MGM720 MGS725
fre—— - - -
/'2 ¢ -
MK [ ) Finishing MGK510 MGK520 MGK520
J R
Fine MGP710 MGM720 -
Finishing
FS © : i _
Finishing - - -
MGP710 MGM720 -
" —}\Q Fine - - -
LN tJD_,’ Fiihing - - -
\ / Finishing MGNO10 MGNO10 MGNO010
www.megacutting.com
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Grade Description

Turning Inserts

PVD

Grade Description
MGP710
AITiN PVD coated carbide grade with a very hard micro grain substrate improves
P05-P10 wear resistance, heat dissipation and avoid built-up edge. High performance on
MO5-M10 "gummy" materials. For light turning of stainless steels and HRSA.
S05-S15
MGM720
A micro grain size combined with the AITIN PVD coating make it suitable for
P10-P35 Roughing to Finishing operations under good cutting conditions to light interrupted
M10-M25 cuts at medium cutting speeds. Suitable for steels, stainless steel, HRSA.
S10-S30
MGS725 General grade for medium to finishing operations under good to medium cutting
conditions. The substrate balances hardness and toughness. The combination with a
M10-M30 wear resistant AITIN PVD coating make it suitable to stainless steel, HRSA at
$10-530 medium cutting speeds.
MGU610
TIAIN
P05-P10 TiAIN PVD coated carbide grade with a very hard micro grain substrate for light
MO5-M10 turning of steels, hardened steels, stainless steels and HRSA.
S05-S15
TIAIN
MGUGB20 An advanced TiAIN PVD coated grade over a tough wear resistant sub-micro substrate
P10-P35 for general machining of steels, stainless steels & titanium alloys.
M10-M25
S10-S30
Al

WwWw.megacutting.com 9
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Turning Inserts

Grade Description

Grade Description
MGU515 Medium temperature MT-CVD coating with Al2 O3 . Carbide grade with a
P01-P30 gradient layer close to the surface.
M01-M25 Suitable for high to medium cutting speeds on steels, cast steels & cast irons.
MGU525 Carbide grade suitable for medium machining of steels & cast steels at
medium cutting speeds. The substrate is suitable for the adhesion of the Alumina
P10-P35 coating Al203 medium temperature MT-CVD, improving the tool life.
MO05-M30
MGP535*
P20-P40 A MT-CVD Coated grade suitable for Grooving and parting off operations with single
: side inserts. The high toughness make it the first choice in a wide range of materials
M15-M35 with interrupted cuts.To be used at medium to low cutting speeds.
K15-K30
MGU540
P25-P45 Substrate with medium grain size combined with a medium temperature MT-CVD
M25-M45 coating. Suitable for roughing to heavy roughing operations with interrupted cuts at
K20-K40 low to medium cutting speeds.
MGK510 The substract grade with a very good wear resistance combined with the MT-CVD
coating allow to work at high to medium cutting speeds at stable conditions.
P01-P10 Recommend for turning of grey cast irons (GCI) or hardened steels. Can also be a
K05-K15 solution for high alloy steels.
Medium temperature MT-CVD coating Al203 combined with a hard substrate make it
MGK520 capable of withstanding
PO1-P15 interrupted conditions. Recommended as general choice for roughing of all cast
: irons at low to medium cutting speeds. Can also be a solution for high alloy
K01-K25 steels.
Uncoated
Uncoated carbide micrograin grade combining a good abrasive wear resistance and
MGNOlO thoughness. Suitable for rough to
NO1-N20 finish turning of HRSA, Titanium alloys, cast irons and Aluminium alloys.

Al10

WWww.megacutting.com
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MesACUT  GonraTuming nses A

Turning Inserts

Grade Application

PVD

Grade Application ISO

MGP710 steel / stainless steel / HRSA P(05-10), M(05-10), S(05-15)

MGM720 steel / stainless steel / HRSA P(10-35), M(10-25), S(10-30)

stainless steel / HRSA

MGS725 P(10-35), M(10-30), S(10-30)
MGU610 steel / stainless steel / HRSA P(05-10), M(05-10), S(05-15)
MGU620 steel / stainless steel / titanium P(10-35), M(10-25), S(10-30)

CVvD
Grade Application ISO
steel/stainless steel
MGU515 P (01-30), M (01-25)
steel/stainless steel
MGU525 P (10-35), M (05-30)
MGP535* steel/stainless/cast iron P(20-40), M(15-35), K(15-30)
MGU540 steel/stainless/cast iron P(25-45), M(25-45), K(20-40)
MGK510 steel/castiron P (01-10), K (01-25)
MGK520 steel/castiron P (01-15), K (05-15)

Uncoated
Grade Application ISO
MGNO10 Aluminium / Non Ferrous N (01-20)

WWW.megacutting.com
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Turning - Negative Inserts

Turning Inserts

Inserts Index

Rhombic 80° Negative
CNMA
CNMG-MF
CNMG-MS
CNMG-SF
CNMG-LC
CNMG-MR
CNMG-SS
CNMG-ST
CNMG-HR
CNMG-HY
CNMM-HS
CNMM-HZ

Rhombic 55° Negative
DNMA
DNMG-MF
DNMG-MS
DNMG-SF
DNMG-LC
DNMG-MR
DNMG-SS
DNMG-ST
DNMG-HR

Round R  Negative
RNMG-ST

Square 90° Negative
SNMA
SNMG-MF
SNMG-MR
SNMG-SS
SNMG-ST
SNMG-HR
SNMG-HM
SNMG-HY
SNMG-HZ

Triangular 60° Negative
TNMA
TNMG-MF
TNMG-MS
TNMG-SF
TNMG-LC
TNMG-MR
TNMG-SS
TNMG-ST
TNMG-HR

Rhombic 35° Negative
VNMA
VNMG-MF
VNMG-MS
VNMG-SF
VNMG-LC
VNMG-MR
VNMG-SS
VNMG-ST

Trigon 80° Negative
WNMA
WNMG-MF
WNMG-MS
WNMG-SF
WNMG-LC
WNMG-MR
WNMG-SS
WNMG-ST
WNMG-HR

Parallelogram 55° Negative

KNUX-01
KNUX-02

WWww.megacutting.com
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Turning - Negative Inserts

Turning Inserts

Rhombic 80° Negative

CN

Grade

Inserts

ISO Code

CNMA

CNMA120404

MGU515

MGU525

MGP710

MGM720

MGP710
MGM720

Roughing

CNMA120408

CNMA120412

CNMA120416

CNMA160608

CNMA160612

CNMA160616

CNMA190612

CNMA190616

CNMG-MF

CNMGO090304MF

Finishing

CNMGO090308MF

CNMGO09T304MF

CNMGO09T308MF

CNMG120404MF

CNMG120408MF

CNMG120412MF

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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General Tuming Inserts - MeaACUT

Turning Inserts

| S

Dimension Cutting Data
D S Re di ap Min | Max fn Min Max ISO Code Inserts
(mm) (mm/g)
127 | 476 | 04 | 516 | 250 | 020 | 500 | 020 |00 | 030 CNMA120404 CNMA

12,7 | 476 | 0,8 516 | 4,00 | 0,20 | 8,00 0,35 0,15 | 0,60 CNMA120408

12,7 | 4,76 1,2 516 | 4,00 | 0,30 | 8,00 0,45 0,20 | 0,80 CNMA120412

12,7 | 4,76 1,6 516 | 4,00 | 0,30 | 8,00 0,55 0,20 | 1,00 CNMA120416

15,875| 6,35 0,8 6,35 | 500 | 0,30 [10,00| 0,45 0,20 | 0,80 CNMA160608

15,875| 6,35 1,2 6,35 | 500 | 0,30 [10,00| 0,45 0,20 | 0,80 CNMA160612

15,875| 6,35 | 1,6 6,35 | 500 | 0,30 |10,00| 0,55 0,20 | 1,00 CNMA160616

19,05 | 6,35 12 794 | 6,00 | 030 |12,00| 045 0,20 | 0,80 CNMA190612

19,05 | 6,35 | 1,6 | 7,94 | 6,00 | 0,30 |12,00| 055 | 0,20 | 1,00 | CNMA190616 Roughing

9525| 318 | 04 | 381 | 035 | 010 | 1,50 | 015 | 0,05 | 0,25 | CNMG090304MF CNMG-MF

9,525| 3,18 0,8 381 | 035 | 0,10 | 1,50 0,20 0,10 | 0,40 | CNMGO090308MF

9,625| 3,97 0,4 381 | 035 | 0,10 | 1,50 0,15 0,05 | 0,25 | CNMGO09T304MF

9,625| 3,97 0,8 381 | 035 | 0,10 | 1,50 0,20 0,10 | 0,40 | CNMGO9T308MF

12,7 | 476 | 04 | 516 | 040 | 0,20 | 1,50 0,15 0,05 | 0,25 | CNMG120404MF

12,7 | 476 | 08 | 516 | 040 | 0,20 | 1,50 0,20 0,10 | 0,40 | CNMG120408MF

12,7 | 476 1,2 | 516 | 080 | 0,50 | 2,50 0,25 0,15 | 0,50 | CNMG120412MF

Finishing

AL www.megacutting.com &
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Turning Inserts

Turning - Negative Inserts @

Rhombic 80° Negative CN

Grade

Inserts ISO Code

MGU515
MGU525
MGP710

MGP710
MGM720
MGM720

CNMG-MS CNMG120404MS

CNMG120408MS

CNMG120412MS

CNMG120416MS

Finishing to Medium

CNMG-SF CNMG120404SF

CNMG120408SF

CNMG120412SF

Finishing to Medium

CNMG-LC CNMG120404LC

CNMG120408LC

Finishing to Medium

Ordering example: Insert Code + Grade

OFxR0
Of1sT: WwWw.megacutting.com
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Turning Inserts

Re
—
D at
80° %
/ ]

| S
Dimension Cutting Data
D S Re di ap Min | Max fn Min Max ISO Code Inserts

(mm) (mm/g)
127 | 476 | 04 | 516 | 150 | 020 | 360 | 015 | 0,10 | 0,20 | CNMG120404MS CNMG-MS
127 | 476 | 08 | 516 | 2,00 | 030|360 | 025 | 010 | 040 | CNMG120408MS
127 | 476 | 1,2 | 516 | 2,40 | 040 | 360 | 030 | 015 | 060 | CNMG120412MS
127 | 476 | 16 | 516 | 240 | 040 | 360 | 040 | 015 | 080 | CNMG120416MS
Finishing to Medium
12,7 | 476 | 04 | 516 | 150 | 060 | 300 | 015 | 010 | 0,23 CNMG120404SF CNMG-SF
127 | 476 | 08 | 516 | 1,50 | 0,60 | 3,00 | 025 | 012 | 0,38 CNMG120408SF 7 2
127 | 476 | 1,2 | 516 | 1,50 | 0,60 | 3,00 | 035 | 015 | 0,55 CNMG120412SF
Finishing to Medium

127 | 476 | 04 | 516 | 1,00 | 040 | 250 | 0,10 | 0,07 | 0,30 | CNMG120404LC
127 | 476 | 08 | 516 | 150 | 040 | 250 | 0,15 | 0,10 | 0,40 | CNMG120408LC

Finishingto Medium
E[E
AlS wWww.megacutting.com &
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MesACUT _ Genera Tuming s A

Turning Inserts

Turning - Negative Inserts

Rhombic 80° Negative

CN

_ J

Grade

M

n Ln o o o o
Inserts ISO Code B8 F|S S| S
2 2/g]¢ S g
CNMG-MR CNMGO090304MR S I I I I I R B .
CNMG090308MR A I I R A i ) i e e
CNMG120404MR A R A R i ) R
CNMG120408MR A R A R i ) R
CNMG120412MR A R T I i i B
CNMG120416MR A R A R i ) R
CNMG160608MR A R T i ) i B
CNMG160612MR A R A R i ) R
CNMG160616MR A R I R R R i (R I B
CNMG190612MR A R I R R R I () I
CNMG190616MR A R I R R R i (R I B

Medium

Ordering example: Insert Code + Grade

WwWw.megacutting.com A7
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Turning Inserts

e

fo]
]

D dt
S
Dimension Cutting Data
D S Re d1i ap Min | Max fn Min Max ISO Code Inserts
(mm) (mm/g)
9,525 | 318 | 04 | 381 | 200 | 040|400 | 020 | 010|030 | CNMG090304MR CNMG-MR
9,525 | 3,18 | 0,8 | 3,81 | 200 | 050|400 | 030 |05 | 050 | CNMGO90308MR
127 | 476 | 04 | 516 | 3,00 | 040 | 550 | 0,20 | 0,10 | 0,30 | CNMG120404MR
127 | 476 | 08 | 516 | 3,00 | 050 | 550 | 0,30 | 0,15 | 0,50 | CNMG120408MR
127 | 476 | 12 | 516 | 3,00 | 080 | 550 | 035 | 0,18 | 0,60 | CNMG120412MR
127 | 476 | 16 | 516 | 3,00 | 1,00 | 550 | 040 | 0,23 | 0,65 | CNMG120416MR
15,875/ 6,35 | 0,8 | 6,35 | 400 | 050 | 720 | 0,30 | 0,15 | 0,50 | CNMG160608MR
15,875/ 6,35 | 1,2 | 635 | 400 | 080 | 720 | 035 | 018 | 0,60 | CNMG160612MR
15,875/ 6,35 | 16 | 6,35 | 400 | 1,00 | 720 | 040 | 0,23 | 0,65 | CNMG160616MR
Medium
19,05 | 6,35 | 1,2 | 7,94 | 400 | 080|860 | 035 | 018 | 060 | CNMG190612MR
1905 | 6,35 | 16 | 7,94 | 400 | 1,00 | 860 | 040 | 023|065 | CNMG190616MR
(=] %[
AlS wWww.megacutting.com &
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Turning Inserts

Turning - Negative Inserts

Rhombic 80° Negative

CN

Grade

Inserts

ISO Code

CNMG-SS

CNMG090304SS

MGU515

MGU525

MGP710

MGM720

MGP710

MGM720

Medium to Roughing

CNMG090308SS

CNMG120404SS

CNMG120408SS

CNMG120412SS

CNMG120416SS

CNMG160608SS

CNMG160612SS

CNMG190612SS

CNMG190616SS

CNMGST

CNMG120404ST

Medium

CNMG120408ST

CNMG120412ST

CNMG120416ST

CNMG160608ST

CNMG160612ST

CNMG160616ST

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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General Tuming Inserts - MeaACUT

Turning Inserts

e

o)

D dt
%
S
Dimension Cutting Data
D S Re d1i ap Min | Max fn Min Max ISO Code Inserts
(mm) (mm/g)
9,525 | 318 | 04 | 381 | 200 | 050|250 | 020 | 010|025 | CNMG090304SS CNMG-SS
9,525 | 318 | 08 | 381 | 200 |050 | 250 | 025 |02 | 045 | CNMG090308SS
12,7 | 476 | 04 | 516 | 300 | 050|570 | 020 |010| 025  CNMG120404SS
12,7 | 476 | 08 | 516 | 300 | 050|570 | 025 |012| 045 CNMG120408SS
127 | 476 | 1,2 | 516 | 300 | 050 | 570 | 030 | 015|060 | CNMG120412SS
12,7 | 476 | 16 | 516 | 300 | 050 | 570 | 037 |018| 065 CNMG120416SS
15,875 6,35 | 08 | 635 | 400 | 050 | 7,20 | 025 | 012 | 045 | CNMG160608SS
15,875/ 6,35 | 12 | 635 | 4,00 | 050 | 720 | 030 |05 | 060 CNMG160612SS
19,05 | 635 | 1,2 | 7,94 | 400 | 050 | 850 | 030 | 0,15 | 0,60 | CNMG190612SS
1905 | 635 | 16 | 794 | 400 | 050 | 850 | 037 | 048 | 065 | CNMGI190616SS | MeciumteRoughing
12,700, 476 | 04 | 516 | 250 | 020 | 500 | 022 | 015|026 | CNMG120404ST CNMG-ST
12,700, 4,76 | 08 | 516 | 3,00 | 0,20 | 600 | 035 |05 |050  CNMG120408ST
12,700/ 476 | 12 | 516 | 300 [ 030 | 600 | 040 | 015|060 | CNMG120412ST
12,700, 4,76 | 16 | 516 | 3,00 | 030 | 600 | 045 |020 |070  CNMG120416ST
15,875/ 6,35 | 08 | 635 | 4,00 | 020|800 | 035 |015 | 050 | CNMG160608ST
15,875/ 6,35 | 1,2 | 635 | 400 | 030|800 | 040 |015 060 CNMG160612ST
15,875/ 6,35 | 16 | 635 | 400 | 030 | 800 | 045 |020 |070  CNMG160616ST
Medium
OFyH0
220 WWww.megacutting.com &
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Turning - Negative Inserts

Turning Inserts

Rhombic 80° Negative

CN

Grade

Inserts

ISO Code

CNMG-HR

CNMG120408HR

MGU515

MGU525

MGP710

MGM720

MGP710

MGM720

CNMG120412HR

CNMG120416HR

CNMG160608HR

CNMG160612HR

CNMG160616HR

CNMG190612HR

Roughing

CNMG190616HR

CNMG250924HR

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

‘ Re
‘ !
D dt
80° f
/ |
| S
Dimension Cutting Data
D S Re di ap Min | Max fn Min Max ISO Code Inserts
(mm) (mm/g)
12,7 | 476 | 08 | 516 | 4,00 | 1,00 | 700 | 035 | 0,20 | 055 | CNMG120408HR CNMG-HR
127 | 476 | 12 | 516 | 400 | 1,00 | 700 | 040 | 0,25 | 0,60 | CNMG120412HR
127 | 476 | 1,6 | 516 | 400 | 150 | 700 | 050 | 0,32 | 0,75 | CNMG120416HR
15,875/ 6,35 | 08 | 6,35 | 500 | 1,00 | 800 | 035 | 0,20 | 0,55 | CNMG160608HR
15,875/ 6,35 | 1,2 | 635 | 500 | 1,00 | 800 | 040 | 0,25 | 0,60 | CNMG160612HR
15,875 6,35 | 16 | 635 | 500 | 1,50 | 800 | 050 | 0,32 | 0,75 | CNMG160616HR
1905 | 6,35 | 12 | 7,94 | 550 | 2,00 [10,00/ 040 | 0,25 | 0,70 | CNMG190612HR
1905 | 635 | 1,6 | 7,94 | 550 | 2,00 10,00/ 050 | 0,32 | 0,80 | CNMG190616HR
254 | 952 | 24 | 912 | 600 | 2,00 1500/ 060 | 040 | 1,00 | CNMG250924HR Roughing
(=] %[
A wWww.megacutting.com &
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Turning Inserts

Turning - Negative Inserts

Rhombic 80° Negative

CN

Grade

Inserts ISO Code

MGU515
MGU525
MGP710
MGM720
MGP710
MGM720

CNMM-HY CNMM190612HY I N
CNMM190616HY A I R

CNMM190624HY = - . -

CNMM250924HY = - . -

Roughing to Heavy

CNMM-HS CNMM190616HS - A A R B R
— CNMM190624HS - - |- N R Y U

=

CNMM250924HS - - - = = - - - -

Roughing to Heavy

CNMM-HZ CNMM190612HZ N |-

CNMM190616HZ - - = = - - B
CNMM190624HZ - = = = - B, .
CNMM250924Hz - - = = - - .

Roughing to Heavy

Ordering example: Insert Code + Grade (JAvailable on request
(=] g4 [=]
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Turning Inserts

Re

e

Q

fo]
T

dai

Dimension Cutting Data
D S Re d1 ap Min | Max fn Min Max Inserts
(mm) (mm/g) ISO Code
19,05 | 635 | 12 | 794 | 6,00 | 2,00 12,00/ 050 | 035|080 | CNMM190612HY
19,05 | 6,35 | 16 | 794 | 6,00 | 2,00 12,00/ 060 | 035 | 1,00 CNMM190616HY
19,05 | 635 | 24 | 794 | 6,00 | 200 12,00 060 | 035 | 1,20 | CNMM190624HY
2540 | 952 | 24 | 912 | 800 | 250 [1500| 0,70 | 0,40 | 1,40 | CNMM250924HY
Roughing to Heavy
1905 | 635 | 16 | 794 | 7,00 | 1,80 12,00/ 055 | 0,35 | 0,90 | CNMM190616HS CNMM-HS
19,05 | 6,35 | 24 | 794 | 700 | 250 |12,00| 0,60 | 040 | 1,20 | CNMM190624HS - -
2540 | 952 | 24 | 912 | 9,00 | 250 [1500| 0,65 | 045 | 1,40 | CNMM250924HS
Roughing to Heavy
1905 | 635 | 1,2 | 7,94 | 10.00 | 2.40 12,00/ 065 | 0,50 | 0,80 | CNMM190612HZ CNMM-HZ
19,05 | 635 | 1,6 | 7,94 | 10,00 | 2,40 [12,00| 0,80 | 0,50 | 1,10 | CNMM190616HZ
19,05 | 6,35 | 24 | 7,94 | 10,00 | 320 |12,00| 1,00 | 0,60 | 1,60 | CNMM190624HZ
2540 | 952 | 24 | 912 | 10,00 | 3,20 [17,00/ 1,00 | 0,60 | 1,60 | CNMM250924HZ

Roughing to Heavy

A24
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Turning Inserts

Turning - Negative Inserts

Rhombic 55° Negative

DN

Grade

Inserts

ISO Code

DNMA

DNMA110404

MGM720

SCHRUPPEN
Roughing

DNMA150404

DNMA150408

DNMA150412

DNMA150416

DNMA150604

DNMA150608

DNMA150612

DNMA150616

DNMG-MF

DNMG110404MF

Finishing

DNMG110408MF

DNMG150404MF

DNMG150408MF

DNMG150412MF

DNMG150604MF

DNMG150608MF

DNMG150612MF

Tp) Te) o o
= N =1 I
Lo o ~ ~
2 ) o =
O] O] O] Q
= = = =
[ ] [ ] = =
[ ] ] = =
[ ] [ ] - -
[ ] ] = =
[ ] [ ] = =
[ ] ] - -
[ ] [ ] = =
[ ] ] - -

Ordering example: Insert Code + Grade

WwWw.megacutting.com

A25



http://www.megacutting.com/

General Tuming Inserts - MeaACUT

Turning Inserts

Re

e

)/

o

|

T
?f

|
\/ |

dt

Dimension Cutting Data
D S Re d1i ap Min | Max fn Min Max 1SO Code Inserts
(mm) (mm/g)

9525 | 476 | 04 | 381 | 200 | 020|350 | 015 | 0,10 | 030 | DNMA110404 DNMA
12,7 | 476 | 04 | 381 | 300 | 020 |400| 015 |00 | 030 | DNMA150404

12,7 | 476 | 08 | 516 | 300 | 020|600 | 035 |015 060 DNMA150408

127 | 476 | 1,2 | 516 | 3,00 | 0,30 | 6,00 | 045 | 020 | 080 | DNMA150412 Q 8
12,7 | 476 | 16 | 516 | 300 | 030 | 600 | 055 |020 100 DNMA150416

127 | 635 | 04 | 516 | 3,00 | 020 | 400 | 015 | 010|030 | DNMA150604

127 | 635 | 08 | 516 | 3,00 | 020|600 | 035 |015 060 | DNMA150608

12,7 | 635 | 1,2 | 516 | 300 | 030 | 600 | 045 |020|080 DNMA150612

127 | 635 | 16 | 516 | 300 | 030 | 600 | 055 |020|100| DNMA150616 Roughing
9525 | 476 | 04 | 381 | 040 | 010|150 | 015 | 005 | 025 | DNMG110404MF DNMG-MF
9525 | 476 | 08 | 381 | 040 | 010|150 | 020 | 010 040 | DNMG110408MF

12,7 | 476 | 04 | 516 | 040 | 010 | 150 | 015 | 005|025 | DNMG150404MF

12,7 | 476 | 08 | 516 | 040 | 010 | 1,50 | 020 | 0,10 | 0,40 | DNMG150408MF / /(@\
127 | 476 | 1,2 | 516 | 0,80 | 020 | 250 | 025 | 015|050 | DNMG150412MF

127 | 635 | 04 | 516 | 040 | 010 | 150 | 015 | 005 | 025 | DNMG150604MF

127 | 635 | 08 | 516 | 040 | 010 [ 150 | 020 | 010 | 0,40 | DNMG150608MF

12,7 | 635 | 1,2 | 516 | 080 | 020 | 250 | 025 | 015|050 | DNMG150612MF Finishing

(=] 34 [=]
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Turning Inserts

Turning - Negative Inserts

Rhombic 55° Negative

DN

Grade

Inserts

ISO Code

DNMG-MS

DNMG150404MS

MGM720

Finishing to Medium

DNMG150408MS

DNMG150412MS

DNMG150416MS

DNMG150604MS

DNMG150608MS

DNMG150612MS

DNMG-SF

DNMG110404SF

Finishing to Medium

DNMG110408SF

DNMG150404SF

DNMG150408SF

DNMG150412SF

DNMG150604SF

DNMG150608SF

DNMG150612SF

0 Lo o o
<4 | | 49|
w | W~ |
> =) o =
OO0 | O] 0O
= | = | =2 | =
- - a8
- - | B
- - LB
- - a8
- - LB
- - a8
- - LB
- - a8

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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General Tuming Inserts - MeaACUT

Turning Inserts

‘a7l
TACVE

S
Dimension Cutting Data
D S Re di ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
127 | 476 | 04 | 516 | 1,50 | 0,20 | 360 | 0,15 | 0,10 | 0,20 | DNMG150404MS DNMG-MS

12,7 4,76 | 08 516 | 2,00 | 0,30 | 3,80 0,25 0,10 | 0,40 | DNMG150408MS

12,7 4,76 12 516 | 2,50 | 0,40 | 4,00 0,30 0,15 | 0,60 | DNMG150412MS

12,7 4,76 16 516 | 2,80 | 0,40 | 4,50 0,40 0,15 | 0,80 | DNMG150416MS

12,7 6,35 | 04 516 | 1,50 | 0,20 | 3,60 0,15 0,10 | 0,20 | DNMG150604MS

12,7 6,35 | 08 | 516 | 2,00 | 0,30 | 4,00 0,25 0,10 | 0,40 | DNMG150608MS
Finishing to Medium

12,7 6,35 1,2 516 | 2,80 | 0,40 | 4,50 0,30 0,15 | 0,60 | DNMG150612MS

9525 | 476 | 04 | 381 | 150 | 060 | 300 | 015 | 010 | 023 | DNMG110404SF DNMG-SF

9525 | 476 | 08 | 381 | 150 | 0,60 | 3,00 0,25 0,12 | 0,38 DNMG110408SF

12,7 476 | 04 | 516 | 150 | 0,60 | 3,00 0,15 0,10 | 0,23 DNMG150404SF

12,7 476 | 08 | 516 | 150 | 0,60 | 3,00 0,25 0,12 | 0,38 DNMG150408SF

12,7 4,76 12 | 516 | 1,50 | 0,60 | 3,00 0,35 0,15 | 0,55 DNMG150412SF o

12,7 635 | 04 | 516 | 1,50 | 0,60 | 3,00 0,15 0,10 | 0,23 DNMG150604SF

12,7 63 | 08 | 516 | 1,50 | 0,60 | 3,00 0,25 0,12 | 0,38 DNMG150608SF

12,7 635 | 12 | 516 | 1,50 | 0,60 | 3,00 0,35 0,15 | 0,55 DNMG150612SF

Finishing to Medium

A8 www.megacutting.com &
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Turning Inserts

Turning - Negative Inserts

Rhombic 55° Negative

DN

Inserts

ISO Code

DNMG-LC

DNMG150404LC

Grade

MGU515

MGU525

MGP710

MGM720

MGP710
MGM720

Finishing to Medium

DNMG150408LC

DNMG150412LC

DNMG150604LC

DNMG150608LC

DNMG150612LC

DNMG-MR

DNMG110404MR

Medium

DNMG110408MR

DNMG150404MR

DNMG150408MR

DNMG150412MR

DNMG150604MR

DNMG150608MR

DNMG150612MR

DNMG150616MR

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

550/K

/@\/

o

dat

Dimension Cutting Data
D S Re d1i ap Min | Max fn Min Max ISO Code Inserts
(mm) (mm/g)

127 | 476 | 04 | 516 | 1,00 | 040 | 250 | 015 | 0,07 | 0,30 | DNMG150404LC DNMG-LC
127 | 476 | 08 | 516 | 1,50 | 040 | 250 | 020 | 0,10 | 0,40 | DNMG150408LC

12,7 | 476 | 1,2 | 516 | 200 | 080 | 300 | 025 | 045|050 | DNMG150412LC

127 | 635 | 04 | 516 | 200 | 040 | 300 | 015 | 007 | 030 | DNMG150604LC

127 | 635 | 08 | 516 | 200 | 040 | 300 | 020 | 010|040 | DNMG150608LC Finishing to Medium
12,7 | 635 | 1,2 | 516 | 250 | 080 | 350 | 025 | 045|050 | DNMG150612LC

9525 | 476 | 04 | 381 | 200 | 040 |500| 020 | 010 | 0,30 | DNMG110404MR DNMG-MR
9525 | 476 | 08 | 381 | 200 | 050|500 | 030 |05 050 | DNMG110408MR

127 | 476 | 04 | 516 | 300 | 040 | 600 | 020 | 010 | 0,30 | DNMG150404MR

127 | 476 | 08 | 516 | 300 | 050 | 600 | 030 | 015 | 050 | DNMG150408MR

12,7 | 476 | 1,2 | 516 | 3,00 | 080 | 6,00 | 035 | 018 | 0,60 | DNMG150412MR

12,7 | 635 | 04 | 516 | 3,00 | 040 | 6,00 | 020 | 0,10 | 0,30 | DNMG150604MR

12,7 | 635 | 08 | 516 | 3,00 | 050 | 6,00 | 030 | 015|050 | DNMG150608MR

127 | 635 | 12 | 516 | 300 | 080 | 600 | 035 | 018 | 0,60 | DNMG150612MR

127 | 635 | 16 | 516 | 300 | 1,00 | 6,00 | 040 | 023 | 0,65 | DNMG150616MR

Medium
(=] 34 [=]
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Turning Inserts
Turning - Negative Inserts

Rhombic 55° Negative

DN

Grade

M
Lo Lo o o o o
— [9\] — N — N
Inserts ISO Code S8 &5 5SS
Q O] o ) Q Q
=S| =| = | = = | =
DNMG-SS DNMG110408SS - -] - |
DNMG150404SS - - - -
DNMG150408SS = - - -
DNMG150412SS - - - -
DNMG150604SS = - - -
DNMG150608SS = - - -
DNMG150612SS - - - -
Medium to Roughing
DNMG150616SS = - - - = - - -
DNMG-ST DNMG110404ST A I O I R R o D I
DNMG110408ST - - - - = = -|e | . - -
DNMG150404ST - - - - = = - e . - -
DNMG150408ST - - - = = = - e . - -
DNMG150412ST - - - - = = - e . - -
DNMG150416ST - - - - = = -|e | . - -
DNMG150604ST - - - - - = - e . - -
DNMG150608ST - - - - - = -|e | . - -
DNMG150612ST - - - - = = - e . - -
Medium DNMG150616ST - - - - = = - el . - -
Ordering example: Insert Code + Grade (JAvailable on request
(=] Y=
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General Tuming Inserts - MeaACUT

Turning Inserts

550/K

/@\/

D

dat

Dimension Cutting Data
D S Re di ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9525 | 476 | 08 | 381 | 2,00 | 050|440 | 025 |012|045| DNMG110408SS DNMG-SS
127 | 476 | 04 | 516 | 3,00 | 030 | 600 | 025 | 010 | 0,30 | DNMG150404SS
127 | 476 | 08 | 516 | 3,00 | 050 | 640 | 025 | 012 | 045 | DNMG150408SS
127 | 476 | 1,2 | 516 | 3,00 | 050 | 6,40 | 0,30 | 0,15 | 0,60 | DNMG150412SS
127 | 635 | 04 | 516 | 3,00 | 030|600 | 025 | 010 030 | DNMG150604SS
127 | 635 | 08 | 516 | 3,00 | 050 | 640 | 025 | 012 | 045 | DNMG150608SS
127 | 635 | 1,2 | 516 | 3,00 | 050 | 640 | 030 | 015 | 0,60 | DNMG150612SS
Medium to Roughing
127 | 635 | 1,6 | 516 | 3,00 | 050 | 640 | 050 | 0,20 | 1,00 | DNMG150616SS
9525 | 476 | 04 | 381 | 200 | 02035 | 020 | 015|030 | DNMG110404ST DNMG-ST
9525 | 476 | 08 | 381 | 200 | 020|350 | 035 |0415|050 | DNMG110408ST
127 | 476 | 04 | 516 | 250 | 0,20 [ 500 | 020 | 015 | 0,30 | DNMG150404ST
127 | 476 | 08 | 516 | 250 | 0,50 | 500 | 035 | 015|050 | DNMG150408ST
127 | 476 | 12 | 516 | 300 | 050 | 600 | 050 | 025|070 | DNMG150412ST
127 | 476 | 16 | 516 | 300 | 030 | 600 | 060 | 025|100 | DNMG150416ST
127 | 635 | 04 | 516 | 250 | 0,20 | 500 | 020 | 015 | 0,30 | DNMG150604ST
127 | 635 | 08 | 516 | 250 | 0,20 | 500 | 035 | 015 | 050 | DNMG150608ST
127 | 635 | 12 | 516 | 300 | 030 | 600 | 050 | 015|070 | DNMG150612ST
127 | 635 | 16 | 516 | 300 | 030 | 600 | 060 | 025|100 | DNMG150616ST
Medium
(=] 34 [=]
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Turning Inserts

Turning - Negative Inserts

Rhombic 55° Negative

DN

Grade
M
S 1€ |8 |]
Inserts ISO Code L b e E
O] O} ) O]
= = = =
DNMG-HR DNMG150408HR
DNMG150412HR
DNMG150608HR
DNMG150612HR
. DNMG150616HR
Roughing

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

e

)/

o

/@
\/ |

dt

Dimension Cutting Data
D S Re di ap Min | Max fn Min Max ISO Code Inserts
(mm) (mm/g)
12,7 | 476 | 08 | 516 | 400 | 080 | 600 | 035 | 0,20 | 055 | DNMG150408HR DNMG-HR
127 | 476 | 12 | 516 | 400 | 1,00 | 600 | 040 | 0,25 | 0,70 | DNMG150412HR
127 | 635 | 08 | 516 | 400 | 080 | 600 | 035 | 020 | 055 | DNMG150608HR
127 | 635 | 1,2 | 516 | 400 | 1,00 | 600 | 040 | 0,25 | 0,70 | DNMG150612HR
127 | 635 | 16 | 516 | 400 | 1,50 | 6,00 | 050 | 0,30 | 0,80 | DNMG150616HR .
Roughing
(=] 25 =
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Turning Inserts

Turning - Negative Inserts

Round R Negative

RN

Grade

<

2 18 13 ] S R
Inserts ISO Code LOR Lo N E N E
Q Q V] O] ] O]
= = = = = =
RNMG-ST RNMG090300ST - - - - - A
RNMG120400ST - - = = - - - -
RNMG150600ST - - = = o - - -
RNMG190600ST - - = = - - - -
. RNMG250900ST - - = - - - - B
Medium
Ordering example: Insert Code + Grade a Avallableonrequest
(=] Y=
Sha WwWw.megacutting.com A35
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Turning Inserts

Dimension Cutting Data
D S Re di ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9,525 | 3,18 - 3,18 2,30 | 0,90 | 4,50 0,30 0,10 | 0,90 RNMGO090300ST
12,7 4,76 - 5,16 3,00 | 1,20 | 4,80 0,40 0,12 | 1,20 RNMG120400ST
15,875| 6,35 - 6,35 380 | 1,50 | 7,50 0,50 0,15 | 1,50 RNMG150600ST
19,05 | 6,35 - 7,94 450 | 1,90 | 7,60 0,65 0,20 | 1,90 RNMG190600ST
254 | 952 | - | 912 | 630 | 250 (10,00 080 | 025 | 250 | RNMG250900ST Medium
[=] 2% [=]
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Turning Inserts

Turning - Negative Inserts

Sgguare90° Negative O

Grade
M
Inserts ISO Code g g g E g E
212 |8 |8 g g
SNMA SNMA090304 A U U N oo
SNMA090308 B R ) L
SNMA120404 A R R N
SNMA120408 S R R L
[ o 1 SNMA120412 B R R L
@) SNMA120416 S R N
\ 1 SNMA150412 S R - -
. = SNMA150612 A R R N
SNMA190612 A R ) I N
SNMA190616 A R ) I L
SNMA190624 A R R N
SNMA250724 S R R N
Roughing

Ordering example: Insert Code + Grade

OFxR0
Of1sT: WwWw.megacutting.com
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Turning Inserts

Re

Dimension Cutting Data
D S Re d1i ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9525 | 318 | 04 | 381 | 250 | 020|450 020 |015|030 | SNMA090304 SNMA
9525 | 318 | 08 | 381 | 250 | 040 | 450 | 040 | 020|060 SNMA090308
127 | 476 | 04 | 516 | 400 | 0,20 | 800 | 020 | 015|030 | SNMA120404
127 | 476 | 08 | 516 | 400 | 0,20 | 800 | 040 | 020|060 | SNMA120408
127 | 476 | 1,2 | 516 | 400 | 0,30 | 800 | 045 | 020|080 | SNMA120412 P |
127 | 476 | 1,6 | 516 | 400 | 0,30 | 800 | 055 | 020|100 | SNMA120416 @
15,875 4,76 | 1,2 | 6,35 | 500 | 0,30 | 900 | 045 | 020|080 | SNMA150412 1l
15,875 6,35 | 1,2 | 6,35 | 500 | 0,30 10,00/ 045 | 0,20 | 0,80 | SNMA150612 -
19,05 | 635 | 1,2 | 7,94 | 6,00 | 0,30 12,00/ 045 | 0,20 | 0,80 | SNMA190612
19,05 | 635 | 1,6 | 7,94 | 6,00 | 0,30 12,00/ 055 | 0,20 | 1,00 | SNMA190616
19,05 | 635 | 24 | 794 | 600 | 0,30 12,00 060 | 020 | 120 | SNMA190624
254 | 794 | 24 | 912 | 600 | 040 [12,00/ 060 | 020 | 1,40 | SNMA250724
Roughing
(=] 25 =
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Turning Inserts

Turning - Negative Inserts

Square 90° Negative O
SN
W,
Grade
M
Inserts 5 § g g 5 g
ISO Code 3 13 |6 |3 5 12
= = = = = =
SNMG-MF SNMG120404MF o
SNMG120408MF
SNMG120412MF
Finishing
SNMG-MR SNMG120404MR ™ .
SNMG120408MR = -
SNMG120412MR = -
SNMG120416MR e -
SNMG150608MR = ) )
SNMG150612MR . }
SNMG150616MR o -
) ’ SNMG190612MR P )
Vedium SNMG190616MR - )

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

| Re
/ '\ i
90° I\ !
d s
Dimension Cutting Data
D S Re d1 ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
12,7 | 476 | 04 | 516 | 040 |00 | 150 | 0,10 | 0,05 | 0,25 | SNMG120404MF SNMG-MF
127 | 476 | 08 | 516 | 040 | 0,10 | 1,50 | 020 | 0,10 | 0,40 | SNMG120408MF
127 | 476 | 12 | 516 | 080 | 015|250 | 030 | 020 | 060 | SNMG120412MF
Finishing
12,7 | 476 | 04 | 516 | 3,00 | 040 | 6,00 | 020 | 0,10 | 0,30 | SNMG120404MR SNMG-MR
12,7 | 476 | 08 | 516 | 3,00 | 050 | 6,00 | 030 | 0,5 | 0,50 | SNMG120408MR
127 | 476 | 12 | 516 | 300 | 080 [ 600 | 035 |0,18 | 060  SNMG120412MR
12,7 | 476 | 1,6 | 516 | 3,00 | 1,00 | 6,00 | 040 | 023 | 0,65 | SNMG120416MR
15,875/ 6,35 | 08 | 635 | 400 | 060 | 750 | 030 | 0,5 | 050 | SNMG150608MR
15,875/ 635 | 12 | 635 | 400 | 080 | 750 | 035 | 0,18 | 0,60 | SNMG150612MR
15,875 6,35 | 16 | 635 | 400 | 1,00 | 750 | 040 | 0,23 | 0,65 | SNMG150616MR
o J
19,05 | 635 | 12 | 794 | 500 | 080 [ 900 | 035 |08 060  SNMG190612MR
19,05 | 635 | 1,6 | 7,94 | 500 | 1,00 | 900 | 040 | 023|065 | SNMG190616MR Vedium
[=] £%:[=]
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Turning Inserts

Turning - Negative Inserts

( )
Square 90° Negative O
SN
_ J
Grade
M
Inserts ISO Code g g g E E é
S 8 2 8 s 2
SNMG-SS SNMG090304SS A D N -
SNMG090308SS N S|
) SNMG120404SS S S
SNMG120408SS S S
SNMG120412SS - - - S
L J SNMG120416SS e A I R
SNMG150608SS S N R
SNMG150612SS S A I R
Medium to Roughing
SNMG190616SS - - - N R
SNMG-ST SNMG090308ST S D T T R
SNMG120408ST A I R o O B
SNMG120412ST A I I R T T R I
SNMG120416ST S I R 0 T B
L | SNMG190612ST A T 7 T B
SNMG190616ST I R o O B
Medium

Ordering example: Insert Code + Grade

Of1sT: WwWw.megacutting.com a1
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Turning Inserts

| Re
/ ' \ *
90° I\, %
N s
Dimension Cutting Data
D S Re di | @ | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9525 | 318 | 04 | 381 | 200 | 050 | 450 | 020 | 010|030 | SNMG090304SS SNMG-SS
9525 | 318 | 08 | 381 | 200 | 050|450 | 025 | 012|045 | SNMG090308SS
127 | 476 | 04 | 516 | 3,00 | 050 | 640 | 020 | 012 | 030 | SNMG120404SS N
127 | 476 | 08 | 516 | 3,00 | 050 | 640 | 025 | 012 | 045 | SNMG120408SS
127 | 476 | 1,2 | 516 | 3,00 | 050 | 640 | 030 | 015|060 | SNMG120412SS
127 | 476 | 16 | 516 | 300 | 050 | 640 | 045 | 015|080 | SNMG120416SS J
15,875 6,35 | 08 | 635 | 4,00 | 050 | 8,00 | 025 | 012|045 | SNMG150608SS
15,875 6,35 | 1,2 | 635 | 4,00 | 050 | 8,00 | 030 | 015|060 | SNMG150612SS
Medium to Roughing
19,05 | 635 | 1,6 | 794 | 400 | 050 | 800 | 045 | 015|080 | SNMG190616SS
9525 | 318 | 08 | 381 | 250 020 | 450 | 035 | 015|050 | SNMGO090308ST SNMG-ST
127 | 476 | 08 | 516 | 300 | 020 [ 600 | 035 | 0415|050 | SNMG120408ST
127 | 476 | 12 | 516 | 300 | 030 [ 600 | 040 | 015|060 | SNMG120412ST
127 | 476 | 16 | 516 | 300 | 030 [ 600 | 045 | 020|070 | SNMG120416ST
19,05 | 635 | 1,2 | 794 | 450 | 030 | 900 | 040 | 015|060 | SNMG190612ST |
19,05 | 635 | 1,6 | 7,94 | 450 | 030 | 900 | 045 | 020 | 0,70 | SNMG190616ST Medium
(=] 25 =
A2 www.megacutting.com &



http://www.megacutting.com/

Turning Inserts

Turning - Negative Inserts

o -
Square 90° Negative O
Grade
M
2 |8 |8 ] S I8
Inserts ISO Code L o |~ E = E
Q Q Q Q O] Q
= = = = = =
SNMG-HR SNMG120408HR
SNMG120412HR
)
>\f°? SNMG120416HR
= =,
>\©/< SNMG150612HR
CZNZNY
SNMG150616HR
SNMG190612HR
SNMG190616HR
Roughing SNMG250924HR
SNMG-HM SNMG250924HM - :

Roughing

Ordering example: Insert Code + Grade
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Turning Inserts

Dimension Cutting Data
D S Re d1 ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
127 | 476 | 08 | 516 | 400 | 080 | 700 | 035 | 0,20 | 055 | SNMG120408HR SNMG-HR
127 | 476 | 12 | 516 | 400 | 1,00 | 700 | 040 | 025|070 | SNMG120412HR
0\
— P
127 | 476 | 16 | 516 400 150|700 050 | 032 080 | SNMGL20416HR | || 2 2
= =,
& /
15,875 6,35 | 1,2 | 6,35 | 4,00 | 1,00 | 800 | 040 | 025|070 | SNMG150612HR D) C
TR ND
15,875 6,35 | 16 | 635 | 4,00 | 150 | 800 | 050 | 032|080 | SNMG150616HR
- J
19,05 | 635 | 12 | 794 | 500 | 1,00 10,00/ 040 | 025|070 | SNMG190612HR
19,05 | 635 | 1,6 | 794 | 500 | 1,50 10,00/ 050 | 0,32 | 0,80 | SNMG190616HR
Roughing

254 9,52 2,4 912 | 6,00 | 2,00 |[15,00| 1,00 0,40 | 1,20 SNMG250924HR

254 | 952 | 24 | 912 | 6,00 | 2,00 |1500f 1,00 | 040 | 1,20 SNMG250924HM SNMG-HM

Roughing

WWww.megacutting.com
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Turning Inserts

Turning - Negative Inserts

Square 90° Negative

Grade

Inserts

ISO Code

SNMM-HY

SNMM190612HY

MGU515

MGU525

MGP710

MGM720

MGP710

MGM720

SNMM190616HY

SNMM190624HY

SNMM250724HY

Roughing to Heavy

SNMM250924HY

SNMM-HZ

SNMM190612HZ

Roughing to Heavy

SNMM190616HZ

SNMM190624HZ

SNMM250724HZ

SNMM250924HZ

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

Dimension
Cutting Data
D S Re d1 ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
19,05 | 635 | 1,2 | 7,94 | 6,00 | 2,00 12,00/ 0,60 | 0,35 | 090 | SNMM190612HY SNMM-HY
19,05 | 635 | 16 | 794 | 600 | 200 1200 060 | 035 | 120 | SNMM190616HY o)
L J
19,05 | 635 | 24 | 7,94 | 6,00 | 200 12,00/ 1,00 | 0,60 | 1,60 | SNMM190624HY 2 e
- L
254 | 794 | 24 | 912 | 850 | 250 1500 1,00 | 060 1,60 | SNMM250724HY s .
254 | 952 | 24 | 912 | 850 | 3,00 [1500| 1,00 | 0,60 | 1,60 | SNMM250924HY
Roughing to Heavy
SNMM-HZ
19,05 | 635 | 1,2 | 7,94 | 10,00 | 2,40 |13,00| 060 | 035 | 0,90 | SNMM190612HZ
19,05 | 6,35 | 1,6 | 7,94 | 10,00 | 2,40 |13,00| 060 | 0,535 | 1,20 | SNMM190616HZ
19,05 | 635 | 24 | 7,94 | 10,00 | 320 |13,00| 1,00 | 060 | 1,60 | SNMM190624HZ
254 | 794 | 24 | 912 | 10,00 | 3,20 [17,00| 1,00 | 0,60 | 1,60 | SNMM250724HZ
. =,
254 | 952 | 24 | 912 | 10,00 | 3,20 |17,00| 1,00 | 0,60 | 1,60 | SNMM250924HZ Roughing to Heavy

WWww.megacutting.com
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Turning Inserts

Turning - Negative Inserts

Triaangular 60° Negative

TN

Grade

Inserts

ISO Code

MGU515

MGU525

MGP710

MGM720

TNMA

TNMA110304

MGP710

MGM720

TNMA110308

TNMA160304

TNMA160308

TNMA160404

TNMA160408

TNMA160412

TNMA160416

TNMA220404

TNMA220408

TNMA220412

Roughing

TNMA220416

TNMA270608

TNMA270612

TNMA270616

TNMA330724

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

Dimension Cutting Data
D S Re d1i ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)

635 | 318 | 04 | 226 | 2,00 | 015|400 | 020 |010 | 030 | TNMA110304 TNMA
635 | 318 | 08 | 226 | 200 | 015|400 | 035 | 015|060 | TNMA110308

9525 | 318 | 04 | 381 | 250 020 |500| 020 |010 030 | TNMA160304

9525 | 318 | 08 | 381 | 250 |020|500| 035 |015| 060 TNMA160308

9525 | 476 | 04 | 381 | 250 |020|500| 020 |00 030 | TNMA160404

9525 | 476 | 08 | 381 | 350 |020|700| 035 |015|060 | TNMA160408

9525 | 476 | 1,2 | 381 | 350 | 030 |700| 045 | 020|080 | TNMA160412

9525 | 476 | 16 | 381 | 350 | 030 |700| 055 | 020|100 | TNMA160416

127 | 476 | 04 | 516 | 400 | 0,20 [10,00/ 020 | 0,0 | 0,30 | TNMA220404

127 | 476 | 08 | 516 | 500 | 0,20 10,00/ 035 | 0,5 060 | TNMA220408

127 | 476 | 12 | 516 | 500 | 0,30 [10,00/ 045 | 0,20 | 0,80 | TNMA220412

127 | 476 | 16 | 516 | 500 | 0,30 [10,00/ 055 | 0,20 | 1,00 | TNMA220416

15,875 6,35 | 08 | 635 | 500 | 0,30 [12,00/ 035 | 0,15 060  TNMA270608

15,875/ 6,35 | 1,2 | 6,35 | 500 | 0,30 [12,00| 045 | 020 | 0,80 | TNMA270612

15,875 635 | 16 | 635 | 500 | 0,30 [12,00/ 055 | 0,20 | 1,00 | TNMA270616

19,05 | 794 | 24 | 794 | 650 | 0,30 {1500 060 | 0,30 | 200 | TNMA330724 Roughing

(=] 25 =
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Turning Inserts

Turning - Negative Inserts

Triaangular60° Negative

TN

Grade

Inserts

ISO Code

<

TNMG-MF

TNMG160404MF

T}
i
T}
>
]
=

MGU525

MGP710

MGM720

MGP710

MGM720

TNMG160408MF

TNMG160412MF

TNMG220408MF

Finishing

TNMG-MS

TNMG160404MS

Finishing to Medium

TNMG160408MS

TNMG160412MS

TNMG-SF

TNMG160404SF

Finishing to Medium

TNMG160408SF

TNMG160412SF

TNMG220408SF

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

Dimension Cutting Data
D S Re d1 ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9525 | 476 | 04 | 381 | 040 | 010 | 1,50 | 0,15 | 0,05 | 0,25 | TNMG160404MF TNMG-MF
9525 | 476 | 08 | 381 | 040 | 010|150 | 020 | 0,0 | 040 | TNMG160408MF
9525 | 476 | 1,2 | 381 | 1,00 | 020 | 250 | 0,30 | 0,15 | 0,60 | TNMG160412MF
127 | 476 | 08 | 516 | 150 | 025|250 | 020 |00 | 040 | TNMG220408MF
Finishing
9525 | 476 | 04 | 381 | 200 | 030|380 | 015 | 010 | 0,20 | TNMG160404MS TNMG-MS
9525 | 476 | 08 | 381 | 200 | 030|380 | 025 | 010 | 040 | TNMG160408MS
9525 | 476 | 12 | 381 | 200 | 040 | 380 | 030 | 015 | 060 | TNMG160412MS
Finishing to Medium
9525 | 476 | 04 | 381 | 150 | 060 | 300 | 015 | 010 | 023 | TNMG160404SF TNMG-SF
9525 | 476 | 08 | 381 | 1,50 | 060 | 300 | 025 | 012 | 038 | TNMG160408SF
9525 | 476 | 12 | 381 | 150 | 060 | 300| 035 | 0415|055 | TNMG160412SF
127 | 476 | 08 | 516 | 150 | 0,60 | 300 | 025 | 012|038 | TNMG220408SF

Finishing to Medium

WWww.megacutting.com
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Turning Inserts

Turning - Negative Inserts

Triaangular60° Negative

TN

Grade

Inserts

ISO Code

TNMG-LC

TNMG160404LC

MGU515

MGU525

MGP710

MGM720

MGP710

MGM720

Finishing to Medium

TNMG160408LC

TNMG160412LC

TNMG220408LC

TNMG220412LC

TNMG-MR

TNMG160308MR

Medium

TNMG160404MR

TNMG160408MR

TNMG160412MR

TNMG220404MR

TNMG220408MR

TNMG220412MR

TNMG220416MR

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

Dimension Cutting Data
D S Re d1 ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9,525 | 476 | 04 | 3,81 | 1,00 | 040 | 250 | 015 | 0,07 | 0,30 | TNMG160404LC TNMG-LC
9525 | 476 | 08 | 381 | 150 | 040 | 250 | 020 | 0,10 | 0,40 | TNMG160408LC
9525 | 476 | 1,2 | 381 | 200 | 080 |300| 025 |015|050 | TNMG160412LC
127 | 476 | 08 | 516 | 200 | 040 | 300 | 020 |00 |040 | TNMG220408LC
127 | 476 | 12 | 516 | 250 | 080 | 350 | 025 | 015|050 | TNMG220412LC
Finishing to Medium
9525 | 318 | 08 | 381 | 280 | 030 |500| 030 | 015 | 050 | TNMG160308MR TNMG-MR
9525 | 476 | 04 | 381 | 3,00 |040 | 500 | 020 | 010 | 030 | TNMG160404MR
9525 | 476 | 08 | 381 | 3,00 | 050 | 500| 030 |015 /| 050 | TNMG160408MR
9525 | 476 | 1,2 | 381 | 3,00 | 080 |500| 035 |018 | 060 | TNMG160412MR
127 | 476 | 04 | 516 | 400 | 040 | 660 | 020 | 0,10 | 0,30 | TNMG220404MR
127 | 476 | 08 | 516 | 400 | 050 | 660 | 030 | 015 | 050 | TNMG220408MR
127 | 476 | 12 | 516 | 400 | 080 | 660 | 035 | 0,18 | 0,60 | TNMG220412MR
127 | 476 | 16 | 516 | 400 | 1,00 | 660 | 040 | 023 | 0,70 | TNMG220416MR _
Medium
(=] 25 =
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Turning Inserts

Turning - Negative Inserts

Triaangular60° Negative

TN

Grade
M
Inserts ISO Code g § E E E §
S g 12 8 S 2
TNMG-SS TNMG160404SS . -

TNMG160408SS -

TNMG160412SS -

TNMG220408SS -

TNMG220412SS -

Medium to Roughing

TNMG-ST TNMG110308ST | = -
TNMG160304ST - | m i
TNMG160308ST = .
TNMG160404ST | 8 -
TNMG160408ST | 8 -
TNMG160412ST a8 -
TNMG160416ST | 8 -
TNMG220404ST a8 -
TNMG220408ST a | 8 -
TNMG220412ST | 8 -
Medium TNMG220416ST a s -

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

di
f
S
Dimension Cutting Data
D S Re d1 ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9525 | 476 | 04 | 381 | 200 | 050 | 400 | 020 | 010 | 0,30 | TNMG160404SS TNMG-SS

9,525 | 476 | 08 381 | 3,00 | 0,50 | 4,80 0,25 0,12 | 0,45 | TNMG160408SS

9,525 | 4,76 1,2 381 | 3,00 | 0,50 | 4,80 0,30 0,15 | 0,60 | TNMG160412SS

12,7 4,76 0,8 516 | 4,00 | 0,50 | 6,60 0,25 0,12 | 0,45 TNMG220408SS

12,7 4,76 1,2 516 | 4,00 | 0,50 | 6,60 0,30 0,15 | 0,60 TNMG220412SS

Medium to Roughing

635 | 318 | 08 | 226 | 200 | 015|450 | 035 |015| 050  TNMG110308ST TNMG-ST

9525 | 318 | 04 | 381 | 3,00 | 0,20 | 5,50 0,22 0,15 | 0,30 | TNMG160304ST

9525 | 318 | 0,8 | 3,81 | 3,00 | 0,20 | 550 0,35 0,15 | 0,50 | TNMG160308ST

9525 | 476 | 04 | 381 | 3,00 | 0,20 | 550 0,22 0,15 | 0,30 | TNMG160404ST

9525 | 476 | 08 | 381 | 3,00 | 0,20 | 550 0,35 0,15 | 0,50 | TNMG160408ST

9,525 | 4,76 12 | 381 | 3,00 | 030 | 550 0,40 0,15 | 0,60 | TNMG160412ST

9,525 | 4,76 16 | 381 | 3,00 | 0,30 | 550 0,40 0,15 | 0,60 | TNMG160416ST

12,7 4,76 | 04 | 516 | 4,00 | 0,20 | 8,00 0,22 0,15 | 0,30 | TNMG220404ST

12,7 4,76 | 0,8 | 516 | 4,00 | 0,20 | 8,00 0,35 0,15 | 0,50 | TNMG220408ST

12,7 4,76 12 | 516 | 400 | 0,30 | 8,00 0,40 0,15 | 0,60 | TNMG220412ST

12,7 4,76 16 | 516 | 4,00 | 0,30 | 8,00 0,45 0,20 | 0,70 | TNMG220416ST Medium

WWW.megacutting.com =
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MesACUT _ Genera Tuming s A

Turning Inserts

Turning - Negative Inserts

Triaangular60° Negative

TN

Grade

Inserts ISO Code

MGU515
MGU525
MGP710
MGM720
MGP710
MGM720

TNMG-HR TNMG160408HR S o

TNMG160412HR - - - -

TNMG220408HR - - - -

TNMG220412HR - - - -

TNMG220416HR - - - -

Roughing

Ordering example: Insert Code + Grade
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Turning Inserts

7
sl
Dimension Cutting Data
D S Re d1 ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
95525 | 476 | 08 | 381 | 300 | 080 | 600 | 035 | 0720|055 | TNMG160408HR TNMG-HR

9,525 | 4,76 12 381 | 3,00 | 1,00 | 6,00 0,40 0,25 | 0,70 | TNMG160412HR

12,7 4,76 | 08 516 | 4,00 | 0,80 | 6,50 0,35 0,20 | 0,55 | TNMG220408HR

12,7 4,76 12 516 | 4,00 | 1,00 | 7,00 0,40 0,25 | 0,70 TNMG220412HR

12,7 | 476 | 16 | 516 | 400 | 150 | 7,00 | 060 | 025|090 | TNMG220416HR Roughing
&
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Turning - Negative Inserts

Turning Inserts

Rhombic 35° Negative

VN

Grade
M
Lo o o o o o
— (9V] — N — N
Inserts ISO Code g g ~ E A E
(O] (O] O O] ) (O]
= = = = = =
VNMA VNMA160404 S
VNMA160408 N
Roughing
VNMG-MF VNMG160404MF I
VNMG160408MF I
Finishing
VNMG-MS VNMG160404MS -] :
VNMG160408MS -] - :

Finishing to Medium

Ordering example: Insert Code + Grade

WwWw.megacutting.com

AS7



http://www.megacutting.com/

Turning Inserts

di1
S
Dimension Cutting Data
D S Re d1 ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9,525 | 476 | 04 | 381 | 020 |010 330 | 015 | 0,08 | 025 VNMA160404 VNMA
9,525 | 476 | 08 | 381 | 020 |010 330 | 030 |00 050 VNMA160408
Roughing
9525 | 476 | 04 | 381 | 040 |00 | 150 | 015 | 005 | 025 | VNMG160404MF VNMG-MF
9525 | 476 | 08 | 381 | 040 |00 | 1,50 | 020 | 0,10 | 0,40 | VNMG160408MF
A @
Finishing
9525 | 476 | 04 | 381 | 200 | 020 | 400 | 015 | 010 | 0,20 | VNMG160404MS VNMG-MS
9525 | 476 | 08 | 381 | 250 | 020 | 400| 025 | 015|040 | VNMG160408MS

Finishing to Medium

WWww.megacutting.com
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Turning Inserts

Turning - Negative Inserts

Rhombic 35° Negative

VN

Grade
M
Lo o o o o o
— (9\] — N — N
Inserts ISO Code g 8 E E E E
O] (O] O O] O (O]
s 2 = |Z s [S
VNMG-SF VNMG160402SF :
VNMG160404SF :
VNMG160408SF N
VNMG160412SF
Finishing to Medium
VNMG-LC VNMG160404LC A N
VNMG160408LC N
Finishing to Medium
VNMG-MR VNMG160404MR N
VNMG160408MR N
VNMG220408MR - - -

Medium

Orderingexample: InsertCode + Grade

WwWw.megacutting.com
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Turning Inserts

di
S
Dimension Cutting Data
D S Re d1 ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9525 | 476 | 02 | 381 | 150 |060 | 300 | 015 | 010|023 | VNMG160402SF VNMG-SF
9525 | 476 | 04 | 381 | 1,50 | 060 | 300 | 025 | 012|038 | VNMG160404SF
9525 | 476 | 08 | 381 | 1,50 | 060 | 300 | 035 | 0415|055 | VNMG160408SF
9525 | 476 | 12 | 381 | 1,50 | 060 | 300 | 035 | 015|055 | VNMG160412SF
Finishing to Medium
9525 | 476 | 08 | 381 | 150 | 040 | 250| 0415 | 0,10 | 0,40 VNMG160408LC VNMG-LC
Finishing to Medium
9525 | 476 | 04 | 381 | 300 | 100 |400| 025 | 010 | 0,30 | VNMG160404MR VNMG-MR
9525 | 476 | 08 | 381 | 300 | 100 |400| 030 | 015|050 | VNMG160408MR
12,7 | 476 | 08 | 516 | 400 | 1,50 | 500 | 035 | 0,15 | 0,50 | VNMG220408MR @ —=

Medium

AGO
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Turning Inserts

Turning - Negative Inserts

; ° .
Rhombic 35° Negative E
Grade
M
L0 Ln o o o o
Inserts ISO Code § % E § E g
(O] (O] Q O] Q (O]
= = = = = =
VNMG-SS VNMG160404SS
VNMG160408SS
Medium to Roughing
VNMG-ST VNMG160404ST
VNMG160408ST
Medium

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

35° ‘T
T s
Dimension Cutting Data
D S Re di ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9525 | 476 | 04 | 381 | 150 | 050 | 400 | 020 |00 030 | VNMG160404SS VNMG-SS
9525 | 476 | 08 | 3,81 | 200 | 050 | 400 | 025 | 012 | 045 | VNMG160408SS
Medium to Roughing
9525 | 476 | 04 | 381 | 200 | 020 | 350 | 030 | 015|040 | VNMG160404ST VNMG-ST
9525 | 476 | 08 | 381 | 200 | 030|350 | 035 |015|050 | VNMG160408ST
Medium
(=] %[
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Turning Inserts

Turning - Negative Inserts

Tiggon 80° Negative

WN

Grade

18138 S| 8
Inserts ISO Code § % g % g %
= = = = = =
WNMA WNMA060408 L
WNMA080404
WNMA080408
WNMA080412
- WNMA080416
Roughing
WNMG-MF WNMGO6T304MF 2| = : :
WNMG06T308MF sl . . :
WNMGO6T312MF sl = : .
WNMG060404MF sl e : :
WNMG060408MF sl = . : ;
WNMG060412MF sl s : .
WNMG080404MF sl s . ;
WNMG080408MF sl s : )
WNMG080412MF al s : :

Finishing

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

Dimension Cutting Data
D S Re di ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9,525 | 476 | 0,8 | 381 | 250 | 020|400 | 035 | 015 | 060 WNMA060408 WNMA
127 | 476 | 04 | 516 | 2,80 | 020 | 500 | 022 | 0,15 | 0,30 WNMA080404
127 | 476 | 08 | 516 | 3,00 | 020 | 500 | 035 | 0,15 | 0,60 WNMAO080408
12,7 | 476 | 1,2 | 516 | 3,00 | 0,30 | 500 | 045 | 0,20 | 0,80 WNMA080412
127 | 476 | 16 | 516 | 3,00 | 030 | 500 | 055 | 0,20 | 1,00 WNMA080416 —
Roughing
9525 | 397 | 04 | 381 | 040 0,10 | 150 | 015 | 005 | 0,30 | WNMGO6T304MF VWNIMGMF
9,525 | 397 | 08 | 381 | 040 |0,10 | 1,50 | 0,20 | 0,10 | 0,40 | WNMGO6T308MF
9525 | 397 | 1,2 | 381 | 040 |015| 150 | 030 | 015|060 | WNMGO6T312MF
9,525 | 476 | 04 | 3,81 | 040 | 010 | 1,50 | 0,15 | 0,05 | 0,30 | WNMGO60404MF
9,525 | 476 | 0,8 | 3,81 | 040 | 010 | 1,50 | 020 | 0,20 | 0,40 | WNMGO60408MF
9525 | 476 | 1,2 | 381 | 040 | 0415|150 | 030 | 015 | 0,60 | WNMG0O60412MF
12,7 | 476 | 04 | 516 | 060 | 010 | 200 | 015 | 0,05 | 0,30 | WNMGO80404MF
12,7 | 476 | 08 | 516 | 060 | 010 | 200 | 020 | 0,20 | 0,40 | WNMGO80408MF
127 | 476 | 12 | 516 | 060 | 015|200 | 030 | 015|060 | WNMGO80412MF Finishing
(=] %[
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Turning Inserts

Turning - Negative Inserts

Tiggon80° Negative

WN

Grade

<

Inserts ISO Code

MGU515
MGU525
MGP710
MGM720

MGP710
MGM720

WNMG-MS WNMG060404MS
WNMG060408MS

WNMG080408MS

WNMG080412MS

Finishing to Medium

Ordering example: Insert Code + Grade
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Turning Inserts

Dimension
Cutting Data

D S Re di ap | Min | Max fn Min | Max ISO Code Inserts

(mm) (mm/g)
9525 | 476 | 04 | 381 | 1,20 | 030 | 220 | 015 | 0,10 | 0,20 | WNMG060404MS WNMG-MS
9525 | 476 | 08 | 381 | 1,20 | 030 | 220 | 025 | 020 | 0,40 | WNMG060408MS
127 | 476 | 08 | 516 | 250 | 070 | 400 | 025 | 020|040 | WNMG080408MS
127 | 476 | 1,2 | 516 | 250 | 1,00 | 400| 030 | 025|055 | WNMG080412MS Finishing to Medium

AB6
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Turning Inserts

Turning - Negative Inserts

Tiggon80° Negative

WN

Grade

Inserts

ISO Code

<

WNMG-SF

WNMG060404SF

o)
—
o)
=)
O
=

MGU525

MGP710

MGM720

MGP710

MGM720

Finishing to Medium

WNMGO060408SF

WNMG060412SF

WNMGO080404SF

WNMGO080408SF

WNMG080412SF

WNMG-LC

WNMG080408LC

Finishing to Medium

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

Re

S
Dimension Cutting Data
D S Re di ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9525 | 476 | 04 | 381 | 1,50 | 0,60 | 300 | 0,15 | 0,10 | 0,23 | WNMGO060404SF WNMG-SF

9,525 | 476 | 08 381 | 150 | 0,60 | 3,00 0,25 0,12 | 0,38 | WNMGO060408SF

9,525 | 476 | 12 381 | 150 | 0,60 | 3,00 0,35 0,15 | 0,55 | WNMG060412SF

12,7 4,76 | 04 381 | 150 | 0,60 | 3,00 0,15 0,10 | 0,23 | WNMG080404SF

12,7 4,76 | 08 381 | 150 | 0,60 | 3,00 0,25 0,12 | 0,38 | WNMGO080408SF

12,7 4,76 | 1.2 381 | 150 | 0,60 | 3,00 0,35 0,15 | 0,55 | WNMGO080412SF

Finishing to Medium

127 | 476 | 08 | 516 | 150 | 0,40 | 250 | 0,15 | 0,10 | 0,40 WNMG080408LC WNMG-LC

Finishing to Medium

AGS wWww.megacutting.com &
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Turning Inserts

Turning - Negative Inserts

Triggon 80° Negative

WN

Grade

<

Inserts

ISO Code

MGU515

MGU525

MGP710

MGM720

MGP710

WNMG-MR

WNMGO06T304MR

MGM720

Medium

WNMGO06T308MR

WNMGO06T312MR

WNMG060404MR

WNMG060408MR

WNMGO060412MR

WNMGO080404MR

WNMGO080408MR

WNMG080412MR

WNMG080416MR

WNMG-SS

WNMGO060404SS

Medium to Roughing

WNMG060408SS

WNMGO080404SS

WNMG080408SS

WNMG080412SS

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

Dimension Cutting Data
ap . fn . ISO Code Inserts
D S Re dil (mm Min | Max (mm/g Min | Max
) )
9525 | 397 | 04 | 381 | 200 | 050|300 /| 022 | 010 | 030 | WNMGO6T304MR WNMG-MR
9525 | 397 | 0,8 | 381 | 200 | 050 |300| 030 | 015|050 | WNMGO6T308MR
9525 | 397 | 1,2 | 381 | 200 | 080|300 | 035 | 018 | 0,60 | WNMGO6T312MR
9,525 | 476 | 04 | 381 | 200 | 050|300 | 022 | 010 | 030 | WNMG060404MR
9525 | 476 | 0,8 | 3,81 | 200 | 050|300 | 030 | 015 | 050 | WNMGO60408MR
9525 | 476 | 12 | 381 | 200 | 080 |300| 035 | 018 | 0,60 | WNMG060412MR
127 | 476 | 04 | 516 | 250 | 050 | 400 | 022 | 0,10 | 0,30 | WNMGO080404MR
127 | 476 | 08 | 516 | 250 | 050 | 400 | 030 | 0,15 | 050 | WNMGO80408MR
12,7 | 476 | 1,2 | 516 | 250 | 0,80 | 400 | 035 | 0,18 | 0,60 | WNMGO080412MR
12,7 | 476 | 16 | 516 | 3,00 | 1,00 | 400 | 040 | 0,23 | 0,65 | WNMG080416MR Medium
9525 | 476 | 04 | 381 | 200 | 050 | 300 | 020 | 012|030 | WNMG060404SS WNMG-SS
9,525 | 4,76 | 0,8 | 3,81 | 2,00 | 050 | 300 | 025 | 012 | 045 | WNMG060408SS
12,7 | 476 | 04 | 516 | 200 | 050 | 3,00 | 020 | 0,12 | 0,30 | WNMG080404SS
12,7 | 476 | 08 | 516 | 250 | 050 | 400 | 025 | 0,12 | 0,45 | WNMG080408SS
12,7 4,76 1,2 5,16 2,50 0,50 | 4,00 0,30 0,15 | 0,60 WNMG080412SS Medium to Roughing
(=] %[
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Turning Inserts

Turning - Negative Inserts

Tiggon 80° Negative

WN

Grade

<

Te) L o o o o
5 |8 | |8 2 IR
Inserts ISO Code 10 ie K~ = N S
0o |0 |0 |o 0 |o
s S |2 |= s S
WNMG-ST WNMG080404ST
WNMGO080408ST
WNMG080412ST
WNMGO080416ST
Medium
WNMG-HR WNMGO80408HR ® = ® ® ® - - = = =
WNMGO080412HR 8 8 8 B8 - - [ ] T

Roughing

Ordering example: Insert Code + Grade

EEE
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Turning Inserts

ADYr
}
5
Dimension Cutting Data
D S Re d1 ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
127 | 476 | 04 | 516 | 250 | 020 | 500 | 022 | 0,15 |0,30  WNMG080404ST WNMG-ST
127 | 476 | 08 | 516 | 250 | 0,20 | 500 | 035 | 0,15 | 050 WNMG080408ST
127 | 476 | 12 | 516 | 250 | 030 | 500 | 040 | 0,15 | 0,60 WNMG080412ST
127 | 476 | 16 | 516 | 250 | 030 | 500 | 045 | 020 | 0,70 | WNMGO080416ST
Medium
12,7 | 476 | 08 | 516 | 400 | 080 | 500 | 035 | 020|055 WNMG080408HR WNMG-HR
127 | 476 | 12 | 516 | 400 | 1,50 | 500 | 040 | 0,25 | 0,70 | WNMGO080412HR

Roughing

AT72
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Turning Inserts

Turning - Negative Inserts

Parrallelogram 55° Negative

KN

Grade
M
2 18 12 R S R
Inserts ISO Code v s E = E
Q Q Q Q O] Q
= = = = = =
KNUX-01 KNUX160405L01
KNUX160405R01
Finishing
KNUX-02 KNUX160410L02 e 8 - ==
KNUX160410R02 [ I | - || e
\‘\
Medium
Ordering example: Insert Code + Grade
(=] Y=
Sha WwWw.megacutting.com AT3
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Turning Inserts

55

ye

/

~

A

—_0) __,.>{°

AL

R !
= L | g
Dimension Cutting Data
L C Re S b ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
16,5 |9,525| 05 | 4,76 | 25 3,00 | 1,00 | 6,00 0,30 0,20 | 0,35 | KNUX160405L01 KNUX_O]_
16,5 |9,525| 05 | 4,76 | 25 3,00 | 1,00 | 6,00 0,30 0,20 | 0,35 | KNUX160405R01 \
Finishing
16,5 [9,525| 10 | 4,76 | 3,2 4,00 | 1,50 | 6,00 0,50 0,40 | 0,70 | KNUX160410L02 KNUX-02
16,5 |9,525| 1,0 | 476 | 3,2 4,00 | 1,50 | 6,00 0,50 0,40 | 0,70 | KNUX160410R02
Medium
[=] 2% [=]
www.megacutting.com &
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Turning

Inserts

Positive







Turning - Positive Inserts

Turning Inserts

Inserts Index

Rhombic 80° Positive
CCMT-FP
CCMT-BO
CCMT-FM
CCMT-FK
CCMT-MP
CCMT-MM
CCMT-MK
CCMT-FS
CCGT-LN

Rhombic 55° Positive
DCMT-FP
DCMT-FM
DCMT-FK
DCMT-MP
DCMT-MM
DCMT-MK
DCGT-FS
DCGT-LN

Round R  Positive
RCMT-ST
RCGT-LN
Square 90° Positive
SCMT-FP
SCMT-FM
SCMT-FK
SCMT-MP
SCMT-MM
SCMT-MK
SCGT-LN
Triangular 60° Positive
TCMT-FP
TCMT-FM
TCMT-FK
TCMT-MP

TCMT-MM

A78

Triangular 60° Positive
TCMT-MK
TCGT-LN
Rhombic 35° Positive
VBMT-FP
VBMT-FM
VBMT-FK
VBMT-MP
VBMT-MM
VBMT-MK
VCMT-FP
VCMT-FM
VCMT-FK
VCMT-MP
VCMT-MM
VCMT-MK
VCGT-LN

WWww.megacutting.com
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Turning Inserts

Turning - Positive Inserts

Rhombic 80° Positive

CC

Grade
M
218 1S R |8 S IR |9
o (B |~ |~ (N~ ~ |~ |~
Inserts 1ISO Code D D |a [S |»n o S »n
O |00 |6 |0 o o |0
= (= = = |= = = |=
CCMT-FP CCMT060202FP . . .
CCMT060204FP - - -
CCMTO09T302FP - - -
CCMTO09T304FP - - -
CCMTO09T308FP - - -
CCMT120404FP - - -
Fine Finishing
CCMT-BO | ccmT060202B0 LU )
CCMT060204BO U -
CCMTO09T304BO | s -
CCMTO09T308BO | e -
CCMT120404BO | e -
| BN | -
Fine Finishing CCMT120408B0

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

Re 7°
D df
2
\J sl
Dimension Cutting Data
D S Re d1 ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
635 | 238 | 02 | 280 | 030 | 006|170 | 006 |003]|011| CCMT060202FP CCMT-FP
635 | 238 | 04 | 280 | 030 | 010|170 | 008 |005|017 | CCMT060204FP
9525 | 397 | 02 | 440 | 035 | 008 | 200 | 008 | 004|013 | CCMTO09T302FP
9525 | 397 | 04 | 440 | 035 | 011|200 | 011 | 006|023 | CCMTO9T304FP
9525 | 397 | 08 | 440 | 035 | 015|200 | 020 | 008|045 | CCMTO9T308FP
127 | 476 | 04 | 550 | 042 | 014 | 240 | 014 |007 | 027 | CCMT120404FP
Fine Finishing
635 | 238 | 02 | 28 | 050 |030 100 | 008 |005]013| CCMT060202BO CCMT-BO
635 | 238 | 04 | 280 | 050 | 030|1,00| 013 | 008 |020| CCMT060204BO
9525 | 397 | 04 | 440 | 080 |050 | 120 | 013 | 008|020 | CCMT0O9T304BO
9525 | 397 | 08 | 440 | 080 |050 | 120 | 020 | 010|030 | CCMT0O9T308BO
127 | 476 | 04 | 550 | 1,00 | 050 | 1,50 | 013 | 0,08 | 0,20 | CCMT120404BO
127 | 476 | 08 | 550 | 1,00 | 050 | 1,50 | 0,20 | 0,10 | 0,30 | CCMT120408BO
Fine Finishing

(=] 25 =
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Turning Inserts

Turning - Positive Inserts

Rhombic 80° Positive

®
o
)
o
®

Inserts

1ISO Code

MGU515

MGU525

MGP710 | <

MGM720

MGS725

CCMT-FM

CCMT060202FM

MGP710

MGM720

MGS725

Fine Finishing

CCMTO060204FM

CCMTO9T302FM

CCMTO9T304FM

CCMTO9T308FM

CCMT120404FM

CCMT-FK

CCMTO060202FK

CCMTO060204FK

CCMTO09T302FK

CCMTO9T304FK

Fine Finishing

CCMT120404FK

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

Re 7°
D dart
2
\J sl
Dimension Cutting Data
D S Re di ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
635 |23 | 02 | 28 | 030 | 006|170 | 006 |003]|011| CCMT060202FM CCMT-FM
635 | 238 | 04 | 280 | 030 | 010|170 | 008 | 005|017 | CCMT060204FM
9525 | 397 | 02 | 440 | 035 | 008|200 | 008 |004|013| CCMTO9T302FM
9525 | 397 | 04 | 440 | 035 | 011|200 | 011 | 006 | 023 | CCMTO09T304FM
9,525 | 397 | 08 | 440 | 035 | 015|200 | 020 | 008 |045| CCMTO9T308FM
127 | 476 | 04 | 550 | 042 | 014 | 240 | 014 | 007 | 027 | CCMT120404FM
Fine Finishing
635 | 238 | 02 | 280 | 030 | 006|170| 006 |003|011| CCMT060202FK CCMT-FK
635 | 238 | 04 | 280 | 030 | 010|170 | 008 | 005|017 | CCMT060204FK
9525 | 397 | 02 | 440 | 0,35 | 008 | 200 | 0,08 | 004 | 013 | CCMTO9T302FK
9525 | 397 | 04 | 440 | 035 | 011 | 200 | 0411 | 006 | 023 | CCMTO9T304FK
12,7 | 476 | 04 | 550 | 042 | 014 | 240 | 014 | 007 | 027 | CCMT120404FK o
Fine Finishing
[=] £%:[=]
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Turning Inserts

Turning - Positive Inserts

Rhombic 80° Positive

CC

Grade
M

218 19 g & S § &
Inserts 1SO Code 3 g E s B E s c’?)
0o 0|0 |0 O o 0 |0
s = |2 |2 |2 R b= b=

CCMT-MP | ccmT060204MP . ) ]

CCMT060208MP s = -

CCMTO09T304MP - - -

CCMTO09T308MP - = -

CCMT120404MP - - -

CCMT120408MP - - -

Finishing

CCMT120412MP - - -

CCMT-MM | cCMT060204MM a ] e .
CCMT060208MM ] - ] - ]

CCMTO09T304MM ] ) (Il

CCMT09T308MM ] ) (N
CCMT120404MM ] - ] - ]

CCMT120408MM ] ) (N

SCHLICHTEN

Finishing CCMT120412MM s - s - e

Ordering example: Insert Code + Grade

WwWw.megacutting.com

A83



http://www.megacutting.com/

Turning Inserts

Re 7°
D dart
2
\J sl
Dimension CuttingData
D S Re d1 ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
635 | 238 | 04 | 280 | 064 | 020|240 | 011 | 006 | 0,17 | CCMT060204MP
635 | 238 | 08 | 280 | 064 | 040 | 240 | 018 | 0,08 | 0,35 | CCMT060208MP
9525 | 397 | 04 | 440 | 064 | 025|300 | 015 | 0,08 | 0,23 | CCMT09T304MP
9525 | 397 | 08 | 440 | 080 | 050|300 | 020 | 010 | 040 | CCMTO9T308MP
127 | 476 | 04 | 550 | 09 |[030|360 | 018 | 009 | 0,27 | CCMT120404MP
127 | 476 | 08 | 550 | 096 |060 | 360 | 024 | 012|045 | CCMT120408MP
Finishing
127 | 476 | 1,2 | 550 | 096 |[072|360| 035 | 014|060 | CCMT120412MP
635 | 238 | 04 | 280 | 064 | 020|240 | 011 | 006 | 017 | CCMT060204MM CCMT-MIM
635 | 238 | 08 | 2,80 | 064 | 040|240 | 018 | 0,08 | 0,35 | CCMT060208MM
9525 | 397 | 04 | 440 | 064 | 025|300 015 | 008 | 0,23 | CCMT09T304MM
9525 | 397 | 08 | 440 | 0,80 | 050 | 3,00 020 | 010 | 040 | CCMT09T308MM
127 | 476 | 04 | 550 | 09 |030|360 | 018 | 0,09 | 0,27 | CCMT120404MM
127 | 476 | 08 | 550 | 096 | 060|360 | 024 | 012|045 | CCMT120408MM
127 | 476 | 1,2 | 550 | 096 |072|360| 035 | 014|060 | CCMT120412MM
Finishing
[=] £%:[=]
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Turning Inserts

Turning - Positive Inserts

Rhombic 80° Positive

Grade
M
g &2 8 |Q 9 IR (K
v (O [~ [~ [~ ~ |~ |~
Inserts ISO Code D D |a |=S |» o S 0
o 0|6 |6 |6 o |5 |0
s 2|2 |5 |2 s |5 |3
CCMT-MK | CCMT060204MK ) ) ]
CCMT060208MK - = -
CCMTO09T304MK - = - -
CCMTO09T308MK = = _
CCMT120404MK - - ;
CCMT120408MK - ; )
Finishing
CCGT-FS CCGT060201FS . sls s
CCGT060202FS
S—s-" e a e a e
‘ CCGT060204FS . sls ..
CCGTO09T301FS e el e P
CCGT09T302FS a 2 = al s
Fine Finishing to
Finishing CCGTO09T304FS e el e sl s

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

80°

\J

I

2
sl

Dimension Cutting Data
D S Re di ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
635 | 238 | 04 | 280 | 064 | 020|240 | 011 | 006 | 0,17 | CCMT060204MK CCMT-MK

6,35 2,38 | 08 280 | 0,64 | 0,40 | 2,40 0,18 0,08 | 0,35 | CCMT060208MK

9,525 | 3,97 0,4 4,40 | 0,64 | 0,25 | 3,00 0,15 0,08 | 0,23 | CCMT09T304MK

9,525 | 3,97 0,8 4,40 | 0,80 | 0,50 | 3,00 0,20 0,10 | 0,40 | CCMTO09T308MK

12,7 4,76 | 04 550 | 0,96 | 0,30 | 3,60 0,18 0,09 | 0,27 | CCMT120404MK

12,7 4,76 | 08 550 | 0,96 | 0,60 | 3,60 0,24 0,12 | 0,45 | CCMT120408MK

Finishing

635 | 238 | 01 | 280 | 030 |010 | 1,00 | 003 | 0,01 | 0,06 CCGT060201FS CCGT-FSs

6,35 238 | 02 2,80 | 050 | 0,20 | 1,50 0,07 0,02 | 0,12 CCGT060202FS

6,35 238 | 04 | 280 | 0,80 |0,15 | 1,50 0,20 0,08 | 0,25 CCGT060204FS

e
@n

e

9525 | 397 | 01 | 440 | 0,50 | 0,10 | 1,50 0,03 0,01 | 0,06 CCGTO09T301FS

9525 | 397 | 02 | 440 | 1,00 | 0,10 | 2,00 0,07 0,02 | 0,12 CCGTO09T302FS

9525 | 397 | 04 | 440 | 1,25 | 0,15 | 2,50 0,15 0,08 | 0,25 CCGTO9T304FS | Fine Finishing to
Finishing

WWww.megacutting.com &
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Turning Inserts

Turning - Positive Inserts

Rhombic 80° Positive

Inserts

ISO Code

CCGT-LN

CCGT060202LN

Grade

<

MGU515

MGU525

MGP710

MGM720

MGS725

MGP710

MGM720

MGS725

Fine Finishing to
Finishing

CCGT060204LN

CCGTO09T302LN

CCGTO09T304LN

CCGTO09T308LN

CCGT120402LN

CCGT120404LN

CCGT120408LN

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

Re 7°
D df
2
\J sl
Dimension Cutting Data
D S Re d1i ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
635 | 238 | 02 | 280 | 1,00 | 005|300 | 007 |005]|012| CCGT060202LN CCGT-LN
635 | 238 | 04 | 280 | 155 | 010 |300| 015 | 010|020 | CCGT060204LN
9525 | 397 | 02 | 440 | 153 | 005 |300| 007 |005]|012| CCGTO9T302LN /\—- ‘
/ " \ |
9525 | 397 | 04 | 440 | 255 | 010|500 | 016 | 010|022 | CCGTO9T304LN \\___/ /
9525 | 397 | 08 | 440 | 255 | 010 | 500 | 022 |015|045| CCGTO9T308LN :7
127 | 476 | 02 | 550 | 2,03 | 005|400 | 007 |005]|012| CCGT120402LN
127 | 476 | 04 | 550 | 255 | 0,10 | 500 | 017 | 010 | 026 | CCGT120404LN
Fine Finishing to
127 | 476 | 08 | 550 | 280 010 | 550 | 025 | 015|050 CCGT120408LN | rop ="

WWww.megacutting.com
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Turning Inserts

Turning - Positive Inserts

Rhombic 55° Positive

DC

Grade
M
Inserts ISO Code % ¢§ % E § % E g
21212123 222
DCMT-FP DCMTO070202FP . ) ]
DCMTO070204FP - - -
DCMT11T302FP - - -
DCMT11T304FP - - -
DCMT11T308FP - - =
Fine Finishing
DCMT070202FM c [ ] - ]
DCMT070204FM || - a = a
DCMT11T302FM | . a e
DCMT11T304FM e - a - ]
FineFinishing DCMT11T308FM [ BN BN | | e

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

Dimension Cutting Data
D S Re d1 ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
635 |23 | 02 | 28 | 026 | 006 |15 | 006 |003]|011| DCMT070202FP DCMT-FP

6,35 238 | 04 280 | 0,26 | 0,08 | 1,50 0,08 0,05 | 0,17 DCMTO070204FP

9,525 | 397 | 0,2 4,40 | 035 | 0,08 | 2,00 0,08 0,04 | 0,15 DCMT11T302FP

9,525 | 397 | 04 440 | 035 | 0,11 | 2,00 0,11 0,06 | 0,23 DCMT11T304FP

9525 | 397 | 08 4,40 | 0,35 | 0,15 | 2,00 0,15 0,08 | 0,30 DCMT11T308FP

Fine Finishing

635 | 238 | 02 | 280 | 026 | 006|150 | 006 |003]|011 | DCMT070202FM DCMT-FM

6,35 238 | 04 | 280 | 0,26 | 0,08 | 1,50 0,08 0,05 | 0,17 DCMTO070204FM

9525 | 397 | 02 | 440 | 035 | 0,08 | 2,00 0,08 0,04 | 0,15 DCMT11T302FM

9525 | 397 | 04 | 440 | 035 | 0,11 | 2,00 0,11 0,06 | 0,23 DCMT11T304FM

9525 | 397 | 08 | 440 | 035 | 0,15 | 2,00 0,15 0,08 | 0,30 DCMT11T308FM

Fine Finishing

WWww.megacutting.com &
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Turning Inserts

Turning - Positive Inserts

Rhombic 55° Positive

DC

Grade

Inserts

1ISO Code

<

DCMT-FK

DCMT070202FK

MGU515

MGU525

MGP710

MGM720

MGS725

MGP710

MGM720

MGS725

Fine Finishing

DCMTO070204FK

DCMT11T302FK

DCMT11T304FK

DCMT-MP

DCMT070204MP

Finishing

DCMT070208MP

DCMT11T304MP

DCMT11T308MP

DCMT11T312MP

Orderingexample: InsertCode + Grade

WwWw.megacutting.com
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Turning Inserts

Dimension Cutting Data
D S Re d1 ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
635 |23 | 02 | 28 | 026 | 006 |15 | 006 |003]|011| DCMT070202FK DCMT-FK
635 | 238 | 04 | 280 | 026 | 008|150 | 008 | 005|017 | DCMT070204FK
9525 | 397 | 02 | 440 | 035 | 008|200 | 008 |004|015| DCMT11T302FK
9525 | 397 | 04 | 440 | 035 | 011|200 | 011 | 006|023 | DCMT11T304FK
Fine Finishing
635 | 238 | 04 | 28 | 060 |019 | 225 | 011 | 0,06 | 017 | DCMT070204MP DCMT-MP
635 | 238 | 08 | 280 | 060 |038|225| 020 |0,08] 035 DCMT070208MP
9525 | 397 | 04 | 440 | 080 | 025 |300| 015 | 008 | 023 | DCMT11T304MP
9525 | 397 | 08 | 440 | 080 | 050 | 300 | 025 | 010 | 0,40 | DCMT11T308MP
9525 | 397 | 12 | 440 | 080 | 060 | 300| 035 | 012|060 | DCMT11T312MP
Finishing
[=] £%:[=]
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Turning Inserts

Turning - Positive Inserts

Rhombic 55° Positive

DC

Grade

<

28 |s IR |8 S 8|8
Lo Lo N~ N~ N~ N~ N~ N~
Inserts ISO Code D |12 | |=S |» o = »
0o |0 |0 |0 O o |0 O
= = = = |= = = |2
DCMT-MM |DCMT070204MM | - | - | - | - | - | - ; 1o
DCMT070208MM S T I I I = R I
DCMT11T304MM SO I I I R = O N
DCMT11T308MM S T I I R = S P
DCMT11T312MM S T I I I = N I
Fine Finishing
DCMT-MK DCMTO70204MK | - | = | = | - | - | - | -|-|-|-| - |®@|®@|-|-]|-]|-
DCMTO070208MK | - | - | - | - | - | = | -| - -|-| -|m | ®m| -|-|-/|-
DCMT11T304MK | - | - | - | - | - | - | - -|-|-| - | ®m|®m| -| -| -] -
DCMT11T308MK | - | - | - | - | -| - | -] -|-|-| - | ®m|®@]| -| -| -] -
Finishing DCMT11T312MK | - [ - | - | - | - | - | - | -|-|-| - |® |®| - | -]| -] -

Ordering example: Insert Code + Grade
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Turning Inserts

Dimension
Cutting Data
D S Re d1 ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
635 | 23 | 04 | 280 | 060 | 019 | 225 | 0411 | 006 | 0,17 | DCMT070204MM DCMT-MM
635 | 238 | 08 | 280 | 060 |038|225| 020 | 008|035 | DCMT070208MM
9525 | 397 | 04 | 440 | 080 | 025|300 | 015 | 008 | 0,23 | DCMT11T304MM
9,525 | 397 | 08 | 440 | 080 | 050|300 | 025 | 010 | 040 | DCMT11T308MM
9525 | 397 | 1,2 | 440 | 080 | 060|300 | 035 | 012|060 | DCMT11T312MM
Fine Finishing
635 | 238 | 04 | 280 | 0,60 | 0,19 | 2,25 0,11 | 0,06 | 0,17 | DCMT070204MK DCMT-MK
635 | 238 | 08 | 280 | 060 | 038 | 225 0,20 | 0,08 | 0,35 | DCMT070208MK
9525 | 397 | 04 | 440 | 080 | 025 | 3,00 015 | 0,08 | 0,23 | DCMT11T304MK
9525 | 397 | 08 | 440 | 080 | 050 | 3,00 025 | 0,10 | 0,40 | DCMT11T308MK
9525 | 397 | 12 | 440 | 080 | 050 | 3,00 035 | 0,12 | 0,60 | DCMT11T312MK
Finishing
[=] £%:[=]
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Turning Inserts

Turning - Positive Inserts

Rhombic 55° Positive

DC

Grade
M
218 S R |8 3 R |8
o Lo N~ N~ N~ N~ N~ N~
Inserts ISO Code D D | (= |»n o =S |n
0 |0 0 |0 O 0 |0 |O
= (= = |= |= = |= =
DCGT-FS DCGT070201FS -
DCGT070202FS >
DCGT070204FS -
DCGT11T301FS -
DCGT11T302FS -
DCGT11T304FS -
Fine Finishing
DCGT-LN DCGT070202LN e -
f\\ DCGT070204LN e -
@ DCGT11T302LN : .-
DCGT11T304LN = e -
Fine Finishing DCGT11T308LN e | -

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

Dimension Cutting Data
D S Re d1 ap | Min | Max fn Min | Max Inserts
(mm) (mm/g) ISO Code
635 |23 | 01 | 28 | 030 | 010 | 1,00 | 0,03 | 001 | 0,06 DCGT070201FS DCGT-FS
635 | 238 | 02 | 28 | 050 | 010|150 | 007 | 002|012 DCGT070202FS
635 | 238 | 04 | 28 | 080 | 015|150 | 015 | 008|025 DCGTO070204FS - /"ﬁ\\
9525 | 397 | 01 | 440 | 050 | 010 | 150 | 003 | 001 | 0,06 DCGT11T301FS
9,525 | 397 | 02 | 440 | 1,00 | 0,10 | 200 | 0,07 | 002 | 0,12 DCGT11T302FS
9525 | 397 | 04 | 440 | 150 | 015|300 | 015 | 008|025 DCGT11T304FS
Fine Finishing
635 | 238 | 02 | 280 | 1,00 | 005|300 | 007 |005]|012| DCGT070202LN DCGT-LN
635 | 238 | 04 | 280 | 205 | 010 | 400 | 015 | 010 | 020 | DCGTO070204LN
9525 | 397 | 02 | 440 | 203 | 005|400 | 007 |005| 012 | DCGT11T302LN
9525 | 397 | 04 | 440 | 255 | 010 [ 500 | 016 | 010 | 022 | DCGT11T304LN
9525 | 397 | 08 | 440 | 255 | 010 [ 500 | 022 | 0415|050 | DCGT11T308LN
Fine Finishing
[=] £%:[=]
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Turning Inserts

Turning - Positive Inserts

Round R° Positive

RC

Grade

Inserts

1ISO Code

MGU515

MGU525

MGP710 | =

MGM720

MGS725

RCMT-ST

RCMTO0803MOST

MGP710

MGM720

MGS725

Medium to Roughing

RCMT1003MOST

RCMT10T3MOST

RCMT1204MOST

RCMT1606MOST

RCMT2006MOST

RCGT-LN

RCGT0602MOLN

Fine Finishing

RCGT0803MOLN

RCGT1003MOLN

RCGT1204MOLN

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

Dimension
Cutting Data
D S Re d1 ap | Min | Max fn Min | Max Inserts
(mm) (mm/g) ISO Code
8,0 3,18 - 340 | 2,00 | 080 320 | 020 |005] 025 RCMTO803MOST RCMT-ST
100 | 318 - 340 | 250 | 1,00 | 400 | 025 | 006 | 032 | RCMT1003MOST
100 | 3,97 - 440 | 2550 | 1,00 | 400 | 025 | 0,06 | 0,32 | RCMT10T3MOST
120 | 4,76 - 440 | 300 | 1,20 | 480 | 030 | 0,08 | 0,38 | RCMT1204MOST
160 | 635 - 550 | 350 | 1,60 | 6,40 | 0,37 | 0,10 | 0,51 | RCMT1606MOST
200 | 6,35 - 6,50 | 4,00 | 2,00 | 800 | 045 | 013 | 0,63 | RCMT2006MOST _
Medium to Roughing
6,0 2,38 - 280 | 1,25 | 050 | 200 | 013 | 005 | 020 | RCGT0602MOLN RCGT-LN
8,0 3,18 - 340 | 1,50 | 050 | 250 | 015 | 005 | 025 | RCGT0803MOLN
100 | 318 - 440 | 2,00 | 1,00 300 | 020 |00/ 030 | RCGT1003MOLN
120 | 4,76 - 440 | 225 | 100 | 350 | 023 |00 035 | RCGT1204MOLN
Fine Finishing
(=] 25 =
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Turning Inserts

Turning - Positive Inserts

Square 90° Positive

SC

Grade
M
218 18 IR & S R &
w0 (O~ |~ N
Inserts ISOCode D D | |=S |»n o =S »n
0 0|0 0o |0 0O 0o |O
= (= = = |= = = |=
SCMTO09T304FP - - - -
SCMTO9T308FP - - - -
FineFinishing
SCMT-FM SCMTO09T304FM - - - 5
SCMTO09T308FM - - - -
SCMTO09T304FK - - - -
SCMTO09T308FK - - - -

Fine Finishing

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

R 7°
—@}— D dl
a0°
/ \ I
\s S
Dimension Cutting Data
D S Re d1 ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9525 | 397 | 04 | 440 | 035 | 011|200 | 011 | 006 | 023 | SCMTO9T304FP
9525 | 397 | 08 | 440 | 035 | 015|200 | 015 | 008|030 | SCMTO9T308FP
Fine Finishing
9525 | 397 | 04 | 440 | 035 | 011 |200| 011 | 006 | 023 | SCMTO09T304FM SCMT-FM
9525 | 397 | 08 | 440 | 035 | 015|200 | 0415 | 008 | 030 | SCMT09T308FM
9525 | 397 | 04 | 440 | 035 | 011 | 200 | 011 | 006 | 023 | SCMTO9T304FK
9525 | 397 | 08 | 440 | 035 | 015|200 | 015 | 008 | 030 | SCMTO09T308FK

Fine Finishing

A100
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Turning Inserts

Turning - Positive Inserts

Square 90° Positive

Inserts

ISO Code

SCMT-MP

SCMTO09T304MP

Grade

MGU515

MGU525

MGP710 | =

MGM720

MGS725

MGP710

MGM720

MGS725

SCMTO09T308MP

SCMT120404MP

SCMT120408MP

Finishing

SCMT120412MP

SCMT-MM

SCMTO09T304MM

Finishing

SCMT09T308MM

SCMT120404MM

SCMT120408MM

SCMT120412MM

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

R 7°
—4@—§ D di
a0°
/ \ F
\s S
Dimension Cutting Data
D S Re di | @ | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9,525 | 397 | 04 | 440 | 080 | 025|300 | 015 | 008 | 023 | SCMT09T304MP SCMT-MP
9525 | 397 | 08 | 440 | 080 | 050 [ 300 | 025 |00 040  SCMT09T308MP
127 | 476 | 04 | 550 | 09 | 030|360 | 018 | 009 | 027 | SCMT120404MP
127 | 476 | 08 | 550 | 09 | 060|360 | 025 |012 | 045| SCMT120408MP
127 | 476 | 12 | 550 | 09 |072|360| 035 |014 060 | SCMT120412MP
Finishing
9525 | 397 | 04 | 440 | 080 | 025 |300| 015 | 008 | 0,23 | SCMT09T304MM SCMT-MM
9525 | 397 | 08 | 440 | 080 |050 300 025 |00 | 040 | SCMT09T308MM
127 | 476 | 04 | 550 | 096 | 030|360 | 018 | 009 | 0,27 | SCMT120404MM
127 | 476 | 08 | 550 | 096 | 060 | 360 | 025 | 012 | 045 | SCMT120408MM
127 | 476 | 12 | 550 | 096 | 072|360 | 035 | 014|060 | SCMT120412MM
Finishing
(=] 25 =
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Turning - Positive Inserts

Turning Inserts

o ..
Square 90° Positive O
Grade
M
Inserts ISO Code D D o |S |»n o (S n
O 0 |0 |0 |0 o 0o O
S 2|2 |5 |3 s = |3
SCMT-MK |SCMT09T304MK | - - . ) ) )
SCMT09T308MK - . : . : .
SCMT120408MK - - . . i i
Finishing
SCGHLN SCGTO09T304LN | - - : ol-1-1-
SCGT09T308LN | - . : ol-|-]-
WY o | SCGT120404LN | - - i N
| ll/“ —\"V ‘\ D
'\&\_/'/ ‘. SCGT120408LN | - - - el -| -] -
P _’J/

FineFinishingto Finishing

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

R 7
/ I\
— = D dit
a0°
/ \I 2
N s
Dimension Cutting Data
D S Re d1 ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9525 | 397 | 04 | 440 | 080 | 025|300 | 015 | 0,08 | 023 | SCMTO9T304MK SCMT-MK
9,525 | 397 | 08 | 440 | 0,80 | 050 | 3,00 | 0,25 | 0,10 | 0,40 | SCMT09T308MK
12,7 | 476 | 08 | 550 | 096 | 0,60 | 3,60 | 025 | 0,12 | 0,45 | SCMT120408MK
Finishing
9525 | 397 | 04 | 440 | 205 | 010 | 400 | 016 | 010 | 0,26 SCGTO09T304LN SCGT-LN
9525 | 397 | 08 | 440 | 255 | 0,10 | 500 | 0,22 | 0,15 | 0,40 SCGTO09T308LN
12,7 | 476 | 04 | 550 | 255 | 010 | 500 | 0,20 | 0,10 | 0,26 SCGT120404LN
12,7 | 476 | 08 | 550 | 255 | 010 | 500 | 0,30 | 0,15 | 0,50 SCGT120408LN

Sy =4\
’ \’., = \\\/
/ b B
1}
‘\\_/ “ |
A\ /2
~=—=7 |

Fine Finishing to
Finishing

A104
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Turning Inserts

Turning - Positive Inserts

Triangular 60° Positive

Grade

Inserts

ISO Code

<

TCMT-FP

TCMTO6T102FP

MGU515

MGU525

MGP710

MGM720

MGS725

MGP710

MGM720

MGS725

TCMTO6T104FP

TCMTO6T108FP

TCMT090202FP

TCMTO090204FP

TCMT110202FP

TCMT110204FP

Fine Finishing to
Finishing

TCMT110208FP

TCMT110302FP

TCMT110304FP

TCMT110308FP

TCMT16T304FP

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

TF
N

o dt
&0
( | l %
4 s
Dimension Cutting Data
D S Re di ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
397 | 198 | 02 | 215 | 026 | 006 | 150 | 006 |003]|011  TCMTO6T102FP TCMT-FP

3,97 198 | 04 2,15 | 0,26 | 0,08 | 1,50 0,08 0,05 | 0,27 TCMTO6T104FP

3,97 198 | 08 215 | 0,26 | 011 | 1,50 0,11 0,06 | 0,23 TCMTO6T108FP

5,56 238 | 02 250 | 0,30 | 0,06 | 1,70 0,06 0,03 | 0,13 TCMTO090202FP

5,56 238 | 04 250 | 0,30 | 0,10 | 1,70 0,10 0,05 | 0,19 TCMT090204FP

6,35 238 | 0.2 2,80 | 0,30 | 0,06 | 1,70 0,06 0,03 | 0,13 TCMT110202FP

6,35 238 | 04 2,80 | 0,30 | 0,10 | 1,70 0,10 0,05 | 0,19 TCMT110204FP

6,35 238 | 08 280 | 0,30 | 0,13 | 1,70 0,13 0,07 | 0,26 TCMT110208FP

6,35 318 | 0.2 2,80 | 0,30 | 0,06 | 1,70 0,06 0,03 | 0,13 TCMT110302FP

6,35 318 | 04 280 | 0,30 | 0,10 | 1,70 0,10 0,05 | 0,19 TCMT110304FP

6,35 318 | 08 280 | 0,30 | 0,13 | 1,70 0,13 0,07 | 0,26 TCMT110308FP

9525 | 397 | 04 | 440 | 035 | 0,11 | 2,00 0,11 0,06 | 0,23 TCMT16T304FP

Fine Finishing to
Finishing

ALDG wWww.megacutting.com &



http://www.megacutting.com/

Turning Inserts

Turning - Positive Inserts

Triangular 60° Positive

Grade

Inserts

ISO Code

TCMT-FM

TCMTO6T102FM

MGU515

MGU525

MGP710 | =

MGM720

MGS725

MGP710

MGM720

MGS725

TCMTO6T104FM

TCMTO6T108FM

TCMTO090202FM

TCMT090204FM

TCMT110202FM

TCMT110204FM

Fine Finishing to
Finishing

TCMT110208FM

TCMT110302FM

TCMT110304FM

TCMT110308FM

TCMT16T304FM

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

TF
N

o dt
&0
{ | LTz
4 s
Dimension Cutting Data
D S Re d1i ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
397 | 1,98 | 02 | 215 | 026 | 006 | 1,50 | 006 | 003|011 | TCMTO6T102FM TCMT-EM

3,97 198 | 04 2,15 | 0,26 | 0,08 | 1,50 0,08 0,05 | 0,17 | TCMTO6T104FM

3,97 198 | 0,8 215 | 026 | 0,11 | 1,50 0,11 0,06 | 0,23 | TCMTO6T108FM

5,56 238 | 02 | 250 | 030 | 0,06 | 1,70 0,06 0,03 | 0,13 | TCMT090202FM

5,56 238 | 04 | 250 | 030 | 0,10 | 1,70 0,10 0,05 | 0,19 | TCMT090204FM

6,35 238 | 02 2,80 | 0,30 | 0,06 | 1,70 0,06 0,03 | 0,13 | TCMT110202FM

6,35 238 | 04 280 | 0,30 | 0,10 | 1,70 0,10 0,05 | 0,19 | TCMT110204FM

6,35 2,38 | 08 280 | 0,30 | 0,13 | 1,70 0,13 0,07 | 0,26 | TCMT110208FM

6,35 3,18 | 02 2,80 | 0,30 | 0,06 | 1,70 0,06 0,03 | 0,13 | TCMT110302FM

6,35 318 | 04 | 280 | 030 | 0,10 | 1,70 0,10 0,05 | 0,19 | TCMT110304FM

6,35 318 | 08 280 | 0,30 | 0,13 | 1,70 0,13 0,07 | 0,26 | TCMT110308FM

9525 | 397 | 04 | 440 | 0,35 | 0,11 | 2,00 0,11 0,06 | 0,23 | TCMT16T304FM Fine Finishing to
Finishing

AL wWww.megacutting.com &
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Turning Inserts

Turning - Positive Inserts

Triangular 60° Positive

Grade

M
a8 ls |8 |8 S 18|18
o (1 |~ |~ |~ ~ I~ |~
O D |a |S |n o =S |n
Inserts o 0 0 |0 O QO o O
ISO Code s = = |= |= s = |=
TCMT-FK TCMTO6T102FK | - | - | - | - | - | - - - . :
TCMTO6T104FK - - -] - SO [ S T R I I I
TCMTO6T108FK -l - - - = | = N T SO I I R
TCMT090202FK -l -1 -] - = | s S R U I I I
TCMT090204FK -l - - - = | s N U I I R
TCMT110202FK - - -] - s || = S U I I I
TCMT110204FK - - -] - = | = S S I I I
TCMT110302FK -l - - - = | = S I I R U I I I
TCMT110304FK - - -] - = || = S U I I R

Fine Finishing to

Finishing TCMT16T304FK == = = S I I I I R SO T I I

Ordering example: Insert Code + Grade

OFxR0
Of1sT: WwWw.megacutting.com
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Turning Inserts

Re

Tﬁ
N

2} ar
&0
/ | | bz
N s
Dimension Cutting Data
D S Re di | @ | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
397 | 198 | 02 | 215 | 0,26 | 006 | 1,50 | 006 | 003|011 | TCMTO6T102FK TCMT-FK

3,97 198 | 04 215 | 0,26 | 0,08 | 1,50 0,08 0,05 | 0,27 TCMTO6T104FK

3,97 198 | 08 215 | 0,26 | 011 | 1,50 0,11 0,06 | 0,23 TCMTO6T108FK

5,56 2,38 0,2 2,50 | 0,30 | 0,06 | 1,70 0,06 0,03 | 0,13 TCMT090202FK

5,56 2,38 04 250 | 0,30 | 0,10 | 1,70 0,10 0,05 | 0,19 TCMTO090204FK

6,35 238 | 02 2,80 | 0,30 | 0,06 | 1,70 0,06 0,03 | 0,13 TCMT110202FK

6,35 238 | 04 2,80 | 0,30 | 0,10 | 1,70 0,10 0,05 | 0,19 TCMT110204FK

6,35 318 | 0.2 2,80 | 0,30 | 0,06 | 1,70 0,06 0,03 | 0,13 TCMT110302FK

6,35 318 | 04 2,80 | 0,30 | 0,10 | 1,70 0,10 0,05 | 0,19 TCMT110304FK

Fine Finishing to
9525 | 397 | 04 | 440 | 035 | 0,11 | 2,00 0,11 0,06 | 0,23 TCMT16T304FK Finishing
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Turning Inserts

Turning - Positive Inserts

Triangular 60° Positive

Grade

M
ISO Code g § E E g E E §
Inserts g %’ g (é) g g (i') g
TCMT-MP | TCMT090204MP S I I I -
TCMT090208MP S D I I T I I I
TCMT110204MP A R D I I I I ) I R
TCMT110208MP S B I O R N I ) I I B
TCMT110212MP A I ) T I O I I I I
TCMT110304MP S B B N O N I I I B
TCMT110308MP S B B N O N I I B
TCMT110312MP S B B N O A N I ) I I B
TCMT16T304MP S I ) I I 0 i B B (e
TCMT16T308MP A R D I I I I ) I R
TCMT16T312MP S B I T R N I I I B
Finishing TCMT220408MP DR - [ - [ - [ - | - - | - | -

Ordering example: Insert Code + Grade

= www.megacutting.com Al11
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Turning Inserts

Re

| 2
AN A NNy~
V s
Dimension Cutting Data
D S Re di | @ | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
556 | 238 | 04 | 250 | 060 | 019 | 225| 0411 | 006 | 017 | TCMT090204MP TCMT-MP
556 | 238 | 08 | 250 | 060 | 038 |225| 015 | 008|023 | TCMT090208MP
635 | 238 | 04 | 280 | 067 | 021|250 | 013 | 006 | 019 | TCMT110204MP
635 | 238 | 08 | 280 | 067 | 042|250 | 017 | 009|026 | TCMT110208MP
635 | 23 | 12 | 280 | 067 | 050 250 | 020 |010 040 | TCMT110212MP
635 | 318 | 04 | 280 | 067 | 021|250 | 013 | 006|019 | TCMT110304MP
635 | 318 | 08 | 280 | 067 | 042 | 250 | 020 | 009|040 | TCMT110308MP
635 | 318 | 12 | 280 | 067 | 050 | 250 | 030 | 010|050 | TCMT110312MP
9525 | 397 | 04 | 440 | 080 |025 300 015 | 008|025 | TCMT16T304MP
9525 | 397 | 08 | 440 | 080 |050 300 022 |010|045 | TCMT16T308MP
9525 | 397 | 12 | 440 | 080 | 060|300 035 |012 060 | TCMT16T312MP Finishing
127 | 476 | 08 | 550 | 09 | 060 |360| 025 |012|045| TCMT220408MP
(=] 4[]
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Turning Inserts

Turning - Positive Inserts

Triangular 60° Positive

Grade
M
To} o o o
Inserts ISO Code § % E § § fE) § §
22223 222
TCMT-MM |TCMT090204MM | - | - | - | - | - | - - -
TCMT090208MM === =1 =1 = A I R
TCMT110204MM == =1 =1 =1 = - N B}
TCMT110208MM == =1 =1 =1 = N I I
TCMT110304MM -l - - - - - A N I
TCMT110308MM === =1 R N U
TCMT16T304MM SO [ [ R (R S I I
TCMT16T308MM SO [ R R (R = S }
TCMT16T312MM === =1 = N N I
Finishing TCMT220408MM | - | - | - | - | - | - I A I

Ordering example: Insert Code + Grade

= www.megacutting.com A113
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Turning Inserts

Re

2] a*':%
FLNFIND T
V s
Dimension Cutting Data
D | s | Re | di (rf:fn Min | Max (mfr:/g Min | Max ISO Code Inserts
) )
556 | 238 | 04 | 250 | 060 | 019 | 225 | 0,11 | 0,06 | 0,17 | TCMT090204MM TCMT-MM
556 | 238 | 08 | 250 | 060 |038|225| 015 | 008 | 0,23 | TCMT090208MM
635 | 238 | 04 | 280 | 067 | 021|250 013 | 006 | 0,19 | TCMT110204MM
635 | 238 | 08 | 280 | 067 |042|250 | 017 | 009 | 026 | TCMT110208MM
635 | 318 | 04 | 280 | 067 | 021|250 013 | 006 | 0,19 | TCMT110304MM
635 | 318 | 08 | 280 | 067 | 042|250 | 020 |0,09 040 | TCMT110308MM
95525 | 397 | 04 | 440 | 080 | 025 |300| 015 | 008 023 | TCMT16T304MM
95525 | 397 | 08 | 440 | 080 | 050 [300| 022 |00 045 | TCMT16T308MM
9525 | 397 | 1,2 | 440 | 080 | 060|300 035 | 012|060 | TCMT16T312MM
12,7 | 476 | 08 | 550 | 09 | 060 360 | 025 |012| 045 | TCMT220408MM Finishing
(=] 34 [=]
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Turning Inserts

Turning - Positive Inserts

Triangular 60° Positive

Grade

M
Inserts ISO Code g § E é § fE) é §
22222 222
TCMT-MK  |TCMT090204MK | - | - | - | - | - | - - : ; )
TCMT090208MK SN - | - | - | - | - N I I
TCMT110204MK SN - | - | - | - | - S I I
TCMT110208MK SN - | - | - | - | - S I I
TCMT110304MK SN - | - | - | - | - N I I
TCMT110308MK SN . - - - | - | - S I I
TCMT16T304MK SN - | - | - | - | - S I I
TCMT16T308MK SN . - | - | - | - | - S I I
TCMT16T312MK SN . - | - | - | - | - S I I
Finishing TCMT220408MK S e - - - | - | - O I I

Ordering example: Insert Code + Grade

OFxR0
Of1sT: WwWw.megacutting.com
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Turning Inserts

Re 7

N

2} ar
&0
7
S
Dimension Cutting Data
D S Re d1 ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
556 | 238 | 04 | 250 | 060 | 019 | 225 | 011 |006 | 017 | TCMT090204MK TCMT-MK

5,56 238 | 08 250 | 060 | 038 | 2,25 0,15 0,08 | 0,23 | TCMT090208MK

6,35 238 | 04 2,80 | 0,67 | 021 | 2,50 0,13 0,06 | 0,19 TCMT110204MK

6,35 238 | 08 2,80 | 0,67 | 042 | 250 0,17 0,09 | 0,26 | TCMT110208MK

6,35 3,18 04 2,80 | 0,67 | 0,21 | 2,50 0,13 0,06 | 0,19 TCMT110304MK

6,35 318 | 08 280 | 0,67 | 042 | 250 0,20 0,09 | 0,40 | TCMT110308MK

9525 | 397 | 04 | 440 | 080 | 0,25 | 3,00 0,15 0,08 | 0,23 | TCMT16T304MK

9525 | 397 | 08 4,40 | 0,80 | 0,50 | 3,00 0,22 0,10 | 0,45 | TCMT16T308MK

9525 | 397 | 12 | 440 | 080 | 0,60 | 3,00 0,35 0,12 | 0,60 | TCMT16T312MK

12,7 476 0,8 5,50 0,96 0,60 | 3,60 0,25 0,12 | 0,45 TCMT220408MK Finishing
&
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Turning Inserts

Turning - Positive Inserts

Triangular 60° Positive

Grade

M
a8 IR I8 S 18|18
w0 |1 [~ |~ [~ ~ |~ |~
Inserts ISO Code O D | |= |» o =S |n
0 0|0 |0 |O o o O
= |2 |2 |2 |= s | =
TCGT-LN | TCGT090202LN | - | - | - | - | - | - ] ] ]
TCGT090204LN - - -] - SO [ S N I R R S R
TCGT110202LN - - -] - = || = S R I R R S R
TCGT110204LN - - -] - = || = S R I R R S R
TCGT110208LN -l -1 -] - SO (s S I I R N I S
TCGT16T302LN - - -] - s || = S I N I N R S R
TCGT16T304LN - - -] - s || = S I N I N R S R
TCGT16T308LN = e e | e = | = S T R S R
TCGT16T312LN - - -] - = || = S I N I R O R

Fine Finishing to

Finishing TCGT16T316LN S I R R R I I R P I B I oo

Ordering example: Insert Code + Grade
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Turning Inserts

Re

Tﬁ
N

2} ar
&0
/ | | bz
N s
Dimension Cutting Data
D S Re d1 ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
556 | 238 | 02 | 250 | 1,00 | 005|250 | 010 | 0,07 | 0,15 TCGT090202LN TCGT-LN

5,56 238 | 04 250 | 1,00 | 0,05 | 2,50 0,15 0,10 | 0,20 TCGT090204LN

6,35 238 | 02 2,80 | 2,03 | 0,05 | 4,00 0,12 0,07 | 0,15 TCGT110202LN

6,35 238 | 04 2,80 | 2,05 | 0,10 | 4,00 0,15 0,10 | 0,20 TCGT110204LN

6,35 2,38 0,8 2,80 | 2,05 | 0,10 | 4,00 0,25 0,15 | 0,50 TCGT110208LN

9,525 | 397 | 0,2 4,40 | 2,53 | 0,05 | 5,00 0,10 0,07 | 0,15 TCGT16T302LN

9525 | 397 | 04 | 440 | 280 | 0,10 | 550 0,15 0,10 | 0,20 TCGT16T304LN

9525 | 397 | 08 4,40 | 2,80 | 0,10 | 5,50 0,25 0,15 | 0,50 TCGT16T308LN

9525 | 397 | 12 | 440 | 300 | 0,15 | 550 0,45 0,15 | 0,70 TCGT16T312LN

Fine Finishing to
9,525 | 3,97 1,6 4,40 | 3,00 | 0,25 | 5,50 0,65 0,20 | 0,90 TCGT16T316LN | Finishing

WWww.megacutting.com &
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Turning Inserts

Turning - Positive Inserts

Rhombic 35° Positive

Grade
M
2819 R I8 SR IQ
Inserts ISO Code =M= S 0 o S 0
0 |0 0 |0 |© 0 o O
= = (= = = = |= (=
VBMT-FP VBMT110302FP - I I R B
VBMT110304FP s=] == = S I R
VBMT110308FP sl == = S I R
VBMT110312FP sl 2| o S I R
VBMT160402FP S O = = S I R
VBMT160404FP S O = = S I R
VBMT160408FP s=]=| =1 = S I I
Fine Finishing to
Finishing VBMT160412FP -l - - - - N - [ - | -
VBMT-FM  |vBMT110302FM || -]-|m S R
VBMT110304FM -|l®| -] - = -l - - | =
\v ' VBMT110308FM - el -] - = A I .
VBMT160402FM -l - - m -l - - | =
VBMT160404FM - el -] - = -l - - | m
VBMT160408FM -|l®l -] - m -l - - | m
Fine Finishing to VBMT160412EM -l - - m A I R
Finishing

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

7
/
/
/
i

Re

P

g

dt

e ‘ s
Dimension Cutting Data
D S Re d1 ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
635 | 318 | 02 | 280 | 030 | 006|170 | 006 | 003|013 | VBMT110302FP VBMT-FP
635 | 318 | 04 | 280 | 030 (010 | 1,70 | 010 | 005|019 | VBMT110304FP
635 | 318 | 08 | 280 | 030 | 013|170 | 013 | 007 | 026 | VBMT110308FP
635 | 318 | 1,2 | 280 | 030 (013|170 | 015 | 008|031 | VBMT110312FP
9525 | 476 | 02 | 440 | 032 | 007 | 1,80 | 007 | 004|014 | VBMT160402FP
9525 | 476 | 04 | 440 | 032 | 010|180 | 010 | 005|020 | VBMT160404FP
9525 | 476 | 08 | 440 | 032 [ 014 | 1,80 | 014 | 007 | 027 | VBMT160408FP
Fine Finishing to
9525 | 476 | 1,2 | 440 | 032 | 014 |18 | 016 | 009|032 | VBMT160412FP Finishing
635 | 318 | 02 | 280 | 030 | 006|170 | 006 | 003|013 | VBMT110302FM VBMT-FM
635 | 318 | 04 | 280 | 030 | 010|170 | 010 | 005|019 | VBMT110304FM
635 | 318 | 08 | 280 | 030 | 013 |170| 013 |007 | 026 VBMT110308FM | @
9525 | 476 | 02 | 440 | 032 | 007 | 1,80 | 007 | 004 | 0,14 | VBMT160402FM v
9525 | 476 | 04 | 440 | 0,32 | 010 | 1,80 | 0,10 | 005|020 | VBMT160404FM
9525 | 476 | 08 | 440 | 032 | 014 | 180 | 014 | 007 | 027 | VBMT160408FM
9525 | 476 | 1,2 | 440 | 032 | 014 | 1,80 | 016 | 009 | 032 | VBMT160412FM E::g;?&shingto
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Turning Inserts

Turning - Positive Inserts

Rhombic 35° Positive

Grade

Inserts

ISO Code

VBMT-FK

VBMT110302FK

MGU515

MGU525

MGP710 | =

MGM720

MGS725

MGP710

MGM720

MGS725

Fine Finishing to
Finishing

VBMT110304FK

VBMT110308FK

VBMT160402FK

VBMT160404FK

VBMT160408FK

VBMT-MP

VBMT160404MP

Finishing

VBMT160408MP

VBMT160412MP

Ordering example: Insert Code + Grade

WwWw.megacutting.com

Al21



http://www.megacutting.com/

Turning Inserts

Re

P

g

< -+

dat

iz

Dimension Cutting Data
D S Re di | a | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)

635 | 318 | 02 | 280 | 030 | 006|170 | 006 | 003|013 | VBMT110302FK VBMT-FK
635 | 318 | 04 | 280 | 030 | 010|170 | 010 | 005|019 | VBMT110304FK

635 | 318 | 08 | 28 | 030 | 013|170 | 013 | 007 | 0,26 | VBMT110308FK

9525 | 476 | 02 | 440 | 032 | 007 | 1,80 | 007 | 004|014 | VBMT160402FK

9525 | 476 | 04 | 440 | 032 | 010|180 | 010 | 005|020 | VBMT160404FK

9525 | 476 | 08 | 440 | 032 | 014 | 1,80 | 014 | 007 | 027 | VBMT160408FK Fine Finishing t

Finishing

9525 | 476 | 04 | 440 | 072 | 023|270 | 0114 | 007 | 0,20 | VBMT160404MP VBMT-MP
9525 | 476 | 08 | 440 | 0,72 | 045|270 | 018 | 0,09 | 027 | VBMT160408MP

9525 | 476 | 1,2 | 440 | 0,72 | 054 | 270 | 022 | 011|032 | VBMT160412MP

Finishing

WWww.megacutting.com
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Turning Inserts

Turning - Positive Inserts

Rhombic 35° Positive

Grade

Inserts

ISO Code

VBMT-MM

VBMT160404MM

MGU515

MGU525

MGP710 | =

MGM720

MGS725

MGP710

MGM720

MGS725

Finishing

VBMT160408MM

VBMT160412MM

VBMT-MK

VBMT160404MK

Finishing

VBMT160408MK

VBMT160412MK

Ordering example: Insert Code + Grade

WwWw.megacutting.com

Al123



http://www.megacutting.com/

Turning Inserts

7
f
/
/
|

Re

P

g

5°

Az

dt

7

[
K s
Dimension Cutting Data
D S Re d1 ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
9525 | 476 | 04 | 440 | 0,72 | 023|270 | 014 | 007|020 | VBMT160404MM VBMT-MM
9525 | 476 | 08 | 440 | 0,72 | 045 | 270 | 018 | 009 | 027 | VBMT160408MM
9525 | 476 | 1,2 | 440 | 0,72 | 054|270 | 022 | 011|032 | VBMT160412MM
Finishing
9525 | 476 | 04 | 440 | 0,72 | 023|270 | 014 | 0,07 | 0,20 | VBMT160404MK VBMT-MK
9525 | 476 | 08 | 440 | 0,72 | 045 | 270 | 018 | 0,09 | 0,27 | VBMT160408MK
9525 | 476 | 12 | 440 | 0,72 | 054 | 270 | 022 | 011|032 | VBMT160412MK

Finishing

Al24
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Turning Inserts

Turning - Positive Inserts

Rhombic 35° Positive

MGP710

MGM720
MGS725

Inserts ISOCode

VCMTFP VCMT110302FP
VCMT110304FP
VCMT160402FP
VCMT160404FP
VCMT160408FP
VCMT160412FP

FineFinishingto Finishing
VCMT-FM | VCMT110302FM
VCMT110304FM
@, VCMT160402FM
VCMT160404FM
VCMT160408FM

Fine Finishing to

VCMT160412FM

Finishing

Grade
M
21818 1] (&
0 (1 [~ |~ |~
O D |la |5 |»
O 0O O |0 |0
= = (=2 = (=
- @ -] - @
- @ -] - @
- @ -] - @
- @ -] - @
- @ -] - @
- @ -] - @

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

iz

S
ABMESSUNG SCHNITTDATEN
Dimension CuttingData
ap . fn . ISOBEZEICHNUNG | WENDESCHNEIDPLATTEN
D S Re di (mm Min | Max (mm/g Min | Max ISOCode Inserts
) )
635 | 318 | 02 | 280 | 030 | 007|150 | 007 | 003|013 | VCMT110302FP VCMTFP
635 | 318 | 04 | 280 | 030 | 010|150 | 010 | 005|020 | VCMT110304FP
9525 | 476 | 02 | 440 | 032 | 007|180 | 007 | 004|014 | VCMT160402FP
9525 | 476 | 04 | 440 | 032 | 010|180 | 010 | 005|020 VCMT160404FP
9525 | 476 | 08 | 440 | 032 | 014|180 | 014 | 007|027 | VCMT160408FP
9525 | 476 | 1,2 | 440 | 032 | 014 | 180 | 016 | 009|032 | VCMT160412FP
FEINSCHLICHTENBIS
SCHLICHTEN
FineFnishingto Finishing
635 | 318 | 02 | 280 | 030 | 007|150 | 007 | 003|013| VCMT110302FM VCMT+M
635 | 318 | 04 | 2,80 | 030 | 010|150 | 010 | 005|020 | VCMT110304FM
9,525 | 4,76 | 02 | 440 | 032 | 007 | 1,80 | 007 | 004 | 014 | VCMT160402FM
9525 | 476 | 04 | 440 | 032 | 010|180 | 010 | 005|020 | VCMT160404FM v
9,525 | 476 | 08 | 440 | 0,32 | 014 | 1,80 | 014 | 007 | 027 | VCMT160408FM
9525 | 476 | 1,2 | 440 | 032 | 014 | 1,80 | 016 | 0,09 | 032 | VCMT160412FM
FEINSCHLICHTENBIS
SCHLICHTEN

FineFnishingto Finishing

A126
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Turning Inserts

Turning - Positive Inserts

Rhombic 35° Positive

Inserts

ISOCode

VCMT+K

VCMT110304FK

Grade

M
2L 1g ] (&
Yo} n N~ N~ N~
O D |la |5 |»n
O O O |0 |0
= (= (=2 = |=

MGP710

MGM720
MGS725

FineFinishingto Finishing

VCMT160402FK

VCMT160404FK

VCMT160408FK

VCMT-MP

VCMT110304MP

Finishing

VCMT110308MP

VCMT160404MP

VCMT160408MP

VCMT160412MP

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

S
Dimension Cutting Data
D S Re d1 ap | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
635 | 318 | 04 | 2,80 | 0530 | 010 | 1,50 | 0,10 | 005 | 020 | VCMT110304FK VCMT-FK
9525 | 476 | 02 | 440 | 032 | 007|180 | 007 | 004|014 | VCMT160402FK
9525 | 476 | 04 | 440 | 032 |00 | 1,80 | 0,10 | 0,05 | 0,20 | VCMT160404FK
9525 | 476 | 08 | 440 | 032 | 014 | 1,80 | 0,14 | 0,07 | 0,27 | VCMT160408FK
Fine Finishing to
Finishing
635 | 318 | 04 | 280 | 0,77 | 031|255 | 0415 | 0,10 | 0,25 | VCMT110304MP VCMT-MP
635 | 318 | 08 | 280 | 0,77 | 061|255 | 020 |013 | 0,33 | VCMT110308MP
9,525 | 476 | 04 | 440 | 0,72 | 0,23 | 270 | 0,14 | 007 | 0,20 | VCMT160404MP
9525 | 476 | 08 | 440 | 0,72 | 045 | 270 | 0,18 | 0,09 | 0,27 | VCMT160408MP
9525 | 476 | 1,2 | 440 | 0,72 | 054 | 270 | 022 | 011 | 0,32 | VCMT160412MP
Finishing
(=] %[
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Turning Inserts

Turning - Positive Inserts

Rhombic 35° Positive

Grade
M
S 18 19 § & S § Q
Inserts ISO Code B 8 E S c'7) E s B
Q @ |© 0 @ 0 o |0
= = |[=2 |2 =2 =
VCMT-MM |vCMT110304MM .
VCMT110308MM B
VCMT160404MM _
VCMT160408MM B
VCMT160412MM =
Finishing
VCMT-MK  |VCMT110308MK sla
VCMT160404MK s =
VCMT160408MK |
VCMT160412MK N |

Finishing

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

S
Dimension Cutting Data
D S Re di ap Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
635 | 318 | 04 | 280 | 077 | 031|255 | 015 | 0,10 | 0,25 | VCMT110304MM VCMT-MM

6,35 318 | 08 280 | 0,77 | 0,61 | 2,55 0,20 0,13 | 0,33 VCMT110308MM

9525 | 476 | 04 4,40 | 0,72 | 0,23 | 2,70 0,14 0,07 | 0,20 VCMT160404MM

9525 | 476 | 08 4,40 | 0,72 | 045 | 2,70 0,18 0,09 | 0,27 VCMT160408MM

9,525 | 4,76 1.2 4,40 | 0,72 | 054 | 2,70 0,22 0,11 | 0,32 VCMT160412MM

Finishing

635 | 318 | 08 | 280 | 0,77 | 061|255 | 020 | 013 | 0,33 | VCMT110308MK VCMT-MK

9525 | 476 | 04 | 440 | 0,72 | 0,23 | 2,70 0,14 0,07 | 0,20 | VCMT160404MK

9525 | 476 | 08 | 440 | 0,72 | 045 | 2,70 0,18 0,09 | 0,27 | VCMT160408MK

9,525 | 4,76 1,2 4,40 | 0,72 | 0,54 | 2,70 0,22 0,11 | 0,32 | VCMT160412MK

Finishing
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Turning Inserts

Turning - Positive Inserts

Rhombic 35° Positive

Grade

Inserts

ISO Code

<

VCGT-LN

VCGT110302LN

MGU515

MGU525

MGP710

MGM720

MGS725

MGP710

MGM720
MGS725

Fine Finishing to
Finishing

VCGT110304LN

VCGT110308LN

VCGT130302LN

VCGT130304LN

VCGT160402LN

VCGT160404LN

VCGT160408LN

VCGT160412LN

VCGT220530LN

Ordering example: Insert Code + Grade

WwWw.megacutting.com
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Turning Inserts

"i'/
!

Re

o

L
|

VZ

X s
Dimension Cutting Data
D S Re di | @ | Min | Max fn Min | Max ISO Code Inserts
(mm) (mm/g)
635 | 318 | 02 | 280 | 1,53 | 005|300 007 | 005|012 VCGT110302LN VCGT-LN
635 | 318 | 04 | 280 | 1,53 | 005|300 015 | 010|025 VCGT110304LN
635 | 318 | 08 | 280 | 1,53 | 005|300 022 |05/ 045 VCGT110308LN
794 | 318 | 02 | 340 | 2,00 | 010 | 400 | 007 | 005|012 VCGT130302LN
794 | 318 | 04 | 340 | 200 | 010 | 400 | 015 | 010|025 VCGT130304LN
9525 | 476 | 02 | 440 | 230 | 010 | 500 | 007 | 005|012 VCGT160402LN
9525 | 476 | 04 | 440 | 255 | 010 [ 500 | 015 | 010|025 VCGT160404LN
9525 | 476 | 08 | 440 | 255 | 010 | 500 | 022 | 015|045 VCGT160408LN
9525 | 476 | 12 | 440 | 255 | 010 | 500 | 040 | 015 | 0,60 VCGT160412LN
Fine Finishing to

127 | 55 | 30 | 550 | 355 |00 | 700 | 080 |05 | 1,60 VCGT220530LN Finishing

A132
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MeGAC ul

DREHEN

Turning

DREHHALTER > Toolholders

FUER AUSSENBEARBEITUNG
WENDESCHNEIDPLATTEN NEGATIV UND POSITIV
For External Operation
Negative and Positive Inserts







ANWENDUNGSBEREICHE
Fields of Competence

P . | ‘7 — 7
'!ig_. gt JL,_ A \







A

Toolholders for External Operation

DREHHALTER BEZEICHNUNGS SYSTEM
Toolholders Designation System

2547 257 Ma 129
E SCHNEDRICHTUNG » Cuﬂ]ng Direction W@-E)Shankheig i
/ Z B A
F h
n SCHAFT-BREITE> Shank Width _ a GESAMTLAENGE> Total Length -
Co®
— N
g WENDESCHNEDPLATTENGROESSE Insert Siie o 150
B-40 N-160
C-50 P-170
CD.E D-60 Q-180
/ A'B'K/ AIIV/ <E> L E-70 R-200
| | | | F-80 $-125
SRR O R e T By TN
G-90 1-140
H-100 M-150
J-110 N-160
@ @ @ S /I'\ @ K-125 P-170
JLL N ‘ N ‘ ‘ N ‘ | L-140 X-SPECIAL
OFxH0|
AL www.megacutting.com &
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Toolholders for External Operation

DREHEN - KEIL SPANN SYSTEM > Turning - Wedge lock System

CKJNR/L

- w
|
ﬁ \ 93°
KNI «Riypeinsert
(mm)
Clamp |ClampScrew| Spring| Shim | Pn+Spring| SimScrew| Wrench
Designation Stock| H W L S h € Insert @ @ @ W @ /\
CKJNR 2020-K16 o 20 20 125 25 20 32
2525-M16 ° 25 25 150 32 25 32
3225-M16 32 25 150 32 32 32 CKERL PNO515 HT20L
3225.P16 ° 32 25 170 32 32 32 KNCIThe04l R MRS0625 SP3 | SJ33C SR4 SX0310 HT40L
3232-P16 o 32 32 170 40 32 32
4040-R16 . 40 40 200 50 40 32
CKJNL 2020-K16 o 20 20 125 25 20 32
2525-M16 ° 25 25 150 32 25 32 PNO515 HT20L
g
3232-P16 . 2 2 170 2 2 KNLCIC11604C L | CK6L1 | MRS0625 SP3 | SJ33CL SR4 SX0310 HTA0L
4040-R16 40 40 200 50 40 32
e : Stock item
i é’ s| © W
; 4
] o
h ; 75
o Rtypeinsert
(mm)
Stolck Clamp  ClampScrew Shim Shim Pin Wrench
Designation H W L S h € Insert
’ R L @l » = &
MCKNRI/L 2020-K12 20 20 125 25 20 3R
L2.5
2525-M12 . 25 2 150 32 25 32 | oo 1204 | Hus13 | moss |mci204 | cves
3232-P12 32 32 170 40 32 32
e : Stock item

WWW.megacutting.com
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Turning Tools Holder  MeaAcUT

Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM > Turning - Lever lock System

MCLNR/L

J 95°,
L
. ; 95°
CNLIL] «Riypeinsert
(mm)
Stock Clamp ClampScrew  Shim ShimPin Wrench
Designation H W L S h € Insert <>
’ R|L @ @ ‘ @ /\
2020-K12 20 20 125 25 20 32
2525-M12 . 25 25 150 32 25 32 04, [0 MLOGZ5 CTVG L25
3225-P12 2 25 170 32 32 a2 | SN 1% HL1813 Mc1204 3 L3
3232-P12 ° 32 32 170 40 32 32
2525-M16 25 25 150 32 25 33 O O
3232-P16 82 32 170 4 32 33 | CN 1606 HL2217| MOB®D | MC1604 | CTME2 |
4040-S16 40 40 250 50 40 33
2525-M19 25 25 150 32 25 38
3232-P19 32 32 170 40 32 38 | CNLJJ1906[ ] | HL2217 | MOS0 | MC1604 | CTMI022 L4
4040-S19 40 40 250 50 40 38
: Stock item
S
@-
~ @ :l, 4 - 2
i _, 50°
CNLIL] « Riypeinsert
(mm)
Clamp ClampScrew Shim ShimPin Wrench
Designati Stock| H W L S h € | t
esignation oc nser @ @ /\
MCMNN  2020-K12 20 20 125 10 20 32
2525-M12 25 25 150 125 25 32 | CNCJ12040)] | HL1813 | MUOG%S |MC1204 | CTMeI3 L2>
3232-P12 32 32 170 16 32 32
2525-M16 25 25 150 125 25 40 L3
HL2217 ML0B0 | MC1604 | CTMB2
3232-P16 322 32 170 16 32 4o | CN606L1L 160 L4
3232-P19 32 32 170 16 32 40
4040-S19 20 40 250 20 40 3p | CNHS0GLILT ) HL2217 - MOED - MC1604 | cTMicez | L4
: Stock item

A140
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Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

MCRNRL | j| (&
(0)
.75”;
L
y 75°
CNLIL] «Riypeinsert
(mm)
Stock Clamp  ClampScrew  Shim ShimPin Wrench
Designation H W L S h € Insert
’ 2 - @ P = &
MCRNR/L 2020-K12 20 20 125 22 20 32 125
HL1813 | MO065 |MC1204 | CTMVeI3 :
2525-M12 25 25 150 27 25 g2 | CN1204 L] L3
2525-M16 25 25 150 27 25 33 L3
3737P16 2 w170 3 32 a3 | CN60610) HL2217 | MLOB0 |MC1604 | CTVB2 o
3232-P19 32 32 170 35 32 38
HL2217 | MOS0 |MC1604 | CTMI1022 L4
4040-S19 40 40 250 43 40 ag | CN906 L
e : Stock item
- A ule) =
-—j:ki" 1
h H 930
DN[ ] «Rtypeinsert
(mm)
Stock Clamp  ClampScrew  Shim ShimPin Wrench
Designation H W L S h € Insert <>
’ RIL @ . /\
MDJNR/L 2020-K11 20 20 125 25 20 32 L2
DN 11 HL1813 | ML0625 |MD1103 | CTM513
2525-M11 25 25 150 32 25 32 04 L3
2020-K15-3 ° 20 20 125 25 20 36 125
2525-M15-3 ° 25 25 150 32 25 36 DN 11504 1] HL2114 ML0625 MD1506 | CTM619
3232-P15-3 2 32 170 40 32 36 L3
2020-K15 20 20 125 25 20 36 125
2525-M15 25 25 150 32 25 36 | DN-IJ1506 1] HL2114 | MLO0625 |MD1504 | CTM619
3232-P15 32 32 170 40 32 36 L3
e : Stock item
MDNNN T @
- -—
£2.5
L
o _
; 62.5°
DNL ]
(mm)
Clamp ClampScrew Shim ShimPin Wrench
Designation Stock| H W h € Insert @ @ <> @ P
S
MDNNN
2525-M15-3 . 25 25 150 125 25 41 | DNLJJ 1504107 HL2114  MLO625  MD1S06  CTMB19 L2513
2525-M15 25 25 150 125 25 41| DNLJISO6 L) | 0004 \ios2s  MDIS04  CTM619  L2.5-3

e : Stock item

WWW.megacutting.com
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DREHEN - HEBEL SPANN SYSTEM > Turning - Lever lock System

MDQNR/L |k
N ® © ¥
-
‘Jm:‘”n
" 107.5°
* R typeinsert
(mm)
Stock Clamp  ClampScrew  Shim ShimPin Wrench
Designation R L H W L S h € Insert @ w @ Ve
MDQNR/L 2020-K11 20 20 125 25 20 32 L2
2525-M11 Py = 150 32 Py 22 DN[JJ1104 ] | HL1813 ML0625 | MD1103 | CTM513 L3
2020-K15-3 . 20 20 125 25 20 36 25
2525-M15-3 . 25 5 150 32 25 36 DNCJJ1504 1] | HL2114 ML0625 | MD1506 | CTM619 L
e : Stock item
MSBNR/L P 59
./ -—
" = ? L
; _I 75°
SN[ ] ! «Riypeinsert
(mm)
Stock Clamp  ClampScrew  Shim Shim Pin Wrench
Designation H W L S h € Insert
’ EoL @A »® = & <
MSBNR/L 2020-K12 20 20 125 17 20 32 125
HL181: MLO625 MS1204 | CTMVE. ;
2525-M12 25 25 150 22 25 g2 | oN204 L] 813 5120 13 L3
2525-M15 25 25 150 22 25 35
3335P1E % 3 10 2 3o | SNIHSOG I | HL2217 | MORD |MS1504 | CTMER2 L4
3232-P19 32 32 170 27 32 40
HL2217 MLO830 MS1904 | CTM1022 L4
4040-519 40 40 250 a5 40 a0 | o006 5190
e : Stock item

Al42
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Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM > Turning - Lever lock System

S
MSDNN & @0 :
-,
L
" H 45°
SN
(mm)
Clamp ClampScrew Shim ShimPin Wrench
Designation Stock| H W L S h € Insert @ @ @
> 7
MSDNN 2020-K12 20 20 125 10 20 2 o
2525-M12 25 25 150 125 25 32 | SNT 1204 HL1813 | MBS | MS1204 | CTMV613 P
3225-P12 32 25 170 125 32 2
2525-M15 25 25 150 125 25 35
8225-P15 82 25 170 125 32 35 | sNCIH50600 | pyiozi7 | mos0 | MS1504 | CTMER L4
3232-P15 32 32 170 16 32 35
4040-S15 40 40 250 20 40 35
3232-P19 32 32 170 16 32 42 | o\ Tg0ell]
HL2217 | MOS0 | MS1904 | CTMIO2 L4
4040-S19 40 40 250 20 40 42

e : Stock item

MSKNR/L T e
: | ')

[e]
h H 75
SN[ ] « Riypeinsert
(mm)
Stock Clamp  ClampScrew  Shim ShimPin Wrench
Designation H W L S h € Insert
’ R|L @ » © & o
MSKNR/L 2020-K12 20 20 125 25 20 32
2525-M12 5 25 150 32 2 32 | s\iod )| HUB13| Moss | Msi204 | cve | 2P
3225-P12 32 25 170 32 32 32
2525-M15 25 25 150 32 25 35 0 7
3232.P15 2 e 170 20 2 25 SN 1506 HL2217 MLOB30 | MS1504 CTve22 L4
3232-P19 32 32 170 40 32 40 0 10
HL2217 MLO830 | MS1904 CTM1022 L4
4040-S19 40 40 250 50 40 40 SN 1906

e : Stock item
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Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

Turning Tools Holder - MeeACUT

MSRNR/L

-
) " 75°
e Rtypeinsert
(mm)
Stock Clamp  ClampScrew  Shim ShimPin Wrench
Designation H W L S h € Insert
g R| L @ » = S
MSRNR/LL 2020-K12 20 20 125 22 20 32 125
HL1813 MLO625 MS1204 CTVB13
2525-M12 5 25 150 21 25 a2 | oNA204] L3
2525-M15 25 25 150 27 25 35
3232-P15 32 32 170 35 32 35 | SNOJls0el ] | HL2217 | MO8 | MS1504 | CTMB2 L4
3225-P19 32 25 170 27 32 40
3232-P19 32 32 170 35 32 40
HL2217 MLOB30 | MS1904 CTM1022 L4
4040-S19 40 40 250 43 40 a0 | ON-1006L1]
e : Stock item
MSSNR/L | &8 i -
1);\*
) 45°
SNL ] «Riypeinsett
(mm)
Stock Clamp  ClampScrew  Shim ShimPin Wrench
Designation H W L S h € Insert
g R| L @ = 7
MSSNRIL 2020-K12 20 20 125 25 20 32 L25
HL1813 MLO625 MS1204 CTVe13
2525-M12 25 25 150 32 25 a2 | o204 L3
2525-M15 25 25 150 32 25 35
HL2217 | MLO830 | MS1504 CTve22 L4
3232P15 2 32 10 40 32 35 | SIS0
3232-P19 32 32 170 40 32 40
HL2217 MLO830 MS1904 CTM1022 L4
4040-S19 40 40 250 50 40 40 | NS0
e : Stock item
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DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

MTENN

B.N Z4
] 60°
TN
(mm)
Clamp ClampScrew Shim ShimPin Wrench
Designation Stock], H W L < h € Insert @ @ @ @ P
MTENN  2020-K16 20 20 125 10 20 32 125
2525-M16 25 25 150 125 25 a2 | N604)L) ) HL1BI3 MT1603 13 L3
2525-M22 25 25 150 125 25 35 | TNCI[J2204 ] HL1917 MLO830 MT2204 CTve17 LEL"S
e : Stock item
MTFNR/L I
2 BJ( @‘3
t ) R
h H 900
TNLI] «Riypeinsert
(mm)
Stock Clamp  ClampScrew  Shim Shim Pin Wrench
Designation H W L S h € Insert
g R| L I &
MTFNR/L 1616-H16 6 16 100 20 16 32
2020-K16 20 20 125 25 20 32 | TNCJJ160400] | HL1813 | MO6% | MT1603 | CTMGI3 L|_2é5
2525-M16 25 25 150 32 25 32
2525-M22 25 25 150 32 25 32
3232-P22 32 32 170 40 32 32 | TNCJ 2204007 | HL1917 | MOS0 | MT2204 | CTM6I17 L|_2£15
4040-S22 40 40 250 50 40 32
E i
T o : Stock item

BESTELLBESPIE : PSDNN2020 + K12 » Orderingexample: PSDNN2020+ K12

Www.megacutting.com
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DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

Toolholders for External Operation

MTGNR/L

-
g ;
h I 900
TNLCI] i «Riypeinsert
(mm)
Stock Clamp  ClampScrew  Shim ShimPin Wrench
Designation H W L S h € Insert
g R|L @ P &
MTGNR/L 1616-H16 16 16 100 20 16 32
2020-K16 20 20 125 25 20 32 | TNCJ1604C0] | HL1813 | MO6%5 | MT1603 | CTMGI3 LEéS
2525-M16 25 25 150 32 25 32
2525-M22 25 25 150 32 25 32 L2.5
EEPRT o 3 170 a0 a3 | TNOC12204T17 | HL1917 | MOB | MT2204 | CTMEL7 "
e : Stock item
MTJNR/L
A®
JQ’J’ 2 L .._f
h H 930
TNLI] «Riypeinsert
(mm)
Stock Clamp  ClampScrew  Shim Shim Pin Wrench
Designation H W L S h € Insert
: R L @ = 8 o
MTJNR/L 2020-K16 20 20 125 25 20 32 125
2525-M16 . 25 25 150 32 25 g2 | NH604LIT | HLIBLS | MRS | MTI603 | CTVRIS [ g
2525-M22 25 25 150 32 25 32 L2.5
3930 o 3 170 a0 a3 | TNO12204717 | HL1917 | MOB | MT2204 | CTMEL7 )

e : Stock item
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DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

\ﬂé @ - K-
H '/193' 9
o
h H 93
VNLI] «Riypeinsert
(mm)
Stock Clamp  ClampScrew ShmPin  Wrench
Designation SIE H W L S h € Insert @ @ = @ Ve
MVJNR/L 2020-K16 20 20 125 25 20 37
2525-M16 25 25 150 32 25 37 | VNCI11604(1] | HL2414 | MOGS | MV1e03 | CTwei3 | 120
3232-P16 32 32 170 40 32 37
e : Stock item
MVQNR/L Lﬁﬁ ; 6 - i
-
175,
e
[ i 117.5°
VN[ o Rtypeinsert
(mm)
Stock Clamp  ClampScrew ShimPin Wrench
Designati H W L S h € Insert
esignation R L nser @ @ = @ /\
MVQNR/L 2020-K16 20 20 125 25 20 37
2525-M16 25 25 150 32 25 37 | VNOJJ1604JJ | HL2414| MO6% | MV1603 | CTMBI3 Lfé,s
3232-P16 32 32 170 40 32 37
e : Stock item
s}
I ©) w
‘)72.5° ‘ N -
2
S |
h ] 72.5°
VNLIC]
(mm)
; ; Clamp ClampScrew Shim ShimPin Wrench
Designation Stock| H W L S Insert == @ Ve
MVVNN 2020-K16 . 20 20 125 25 20 L2.5
2525-M16 o %5 %5 150 32 25 VN 11604 1] HL2414 MLO625 MV1603 CTvb13 13

e : Stock item
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Turning Tools Holder  MeaAcUT

Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

MWLNR/L | A8 *
; e \
E -
] 95°
_1 * R typeinsert
WNLI]
(mm)
Stock Clamp  ClampScrew  Shim ShimPin Wrench
Designation H W L S h € Insert
g R|L @ Pk S
MWLNRI/L 2020-K06 20 20 125 25 20 32
2525-M06 25 25 150 32 25 3 | WNII0604J)| HLI813| MOES | MW0s03 | CTVEI3 | %P
3232-P06 32 32 170 40 32 32
2020-K08 . 20 20 125 25 20 32
2525-M08 | o | o | 25 25 150 3 25 32 | WNTos04 || HLI8I3| MOs | Mwosoa | crver7 | 'Z°
3232-P08 32 32 170 40 32 32
e : Stock item
WWLNR/L :
S
s
s
h H 950
WNL L] « R typeinsert
Stock WateQanp Screw CRing Shim ShmPin  Wrench
Designation H W L S} h € Insert
R|L & ¢® =2 &
WWLNRJ/L 2020-K08 e | e | 20 20 125 25 20 32 L3
2525-M08 ° ° 25 25 150 32 25 33 | WNCID804[ [ ]| WW-Y | M6-25L | CRO5 |SW0804|CTM618 L4
e : Stock item
WTENN T b
_ -~
- L
H 60°
TN "Répeirest
(mm)
h WateCamp Screw StopperRing  Shim ShmPin  Wrench
Designation Stock | H W L S € Insert
<& ¢ °3 & ~
WTENN 2020-K16 o 20 20 125 10 20 36
2525-M16 e 25 5 150 125 25 35 | NLLE60ALL) lyry lvsost | cros  [sTisos| CTMSIS | g4
e : Stock item
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Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

WT.;?RIL ﬁ

- S B

(e}
H
TN ' 93
o Rtypeinsert
(mm)
. . WateGamp  Screw StopperRing  Shim  ShmPin Wrench
Designation Stock | H W L S h € Insert % 6’ @ A‘ @ /\
WTJNRL 2020-K16 . 20 20 125 10 20 36
2525-M16 o % 25 150 125 25 3 | N L1604l |ty |ws2s. | croa |sTieos| CTMS1S | (3.4
e : Stock item
[=] 3% [=]
CEaay www.megacutting.com
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Turning Tools Holder  MeaAcUT

Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

SCACR/L

6]

Wi —1®
90"
L
: ] 90°
CClLI] «Riypeinsert
(mm)
Stock Screw Shim ShimScrew Wrench
Designation H W L S h Insert
g R|L ¥ sV }
SCACR/L 1010-E06 e | 10 10 70 105 10 CC106020 1] 4008256 - - T08
1212-F09 12 12 8 125 12 cclJJoaTa ] 4015VB5A1 T15
e : Stock item
&)
. @ T
95° l
)]
L
h H 950
cc] « Riype et
(mm)
Stock h Screw Shim ShimScrew Wrench
Designation H W L S € Insert
g R| L W > ;/\
SCLCR/L 0808-D06 e | e[ 08 08 60 10 08 10
1010-E06 e | e 10 10 70 16 10 10 | CCHHEOS0LIT T a0eme56 ’ o
1212-F09 e | e | 12 12 80 20 12 16 4015-M3.5X9
1616-H09 e | o | 16 16 100 20 16 16 | CCCJ09T3(JJ | 4015-M3.5X11 T15
2020-K09 e | o | 20 20 125 25 20 16 4015-M3.5X14
2020-K12 o || 20 20 125 25 20 25| . ., AACN.2 AAVO7 0
2525-M12 e | e | 25 25 150 32 25 26 L2040 1000 M5x11 ooos | M L4
e : Stock item
DA L . w
SDACR/ 6
:90"
L
! E ! 90°
DC[L ] «Riypeinsert
(mm)
Stock Screw Shim ShimScrew Wrench
Designation H W L S h Insert
g R|L o oV p 7
SDACR/L 1010-E07 10 10 70 105 10 DCLI1070201] 4008\M256 - - T8
1212-F11 . 12 12 80 125 12 4015-M3.5X9 - TI5
DC[ 1173
1616-H11 . 16 16 100 165 16 e 4015-M3.5X11 AADN200OL AAVOBMBEXIL  Ti5

e : Stock item
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Toolholders for External Operation

w
£
Ff y 93°
DCL ] «Riypeinsett
(mm)
Stock Screw Shim ShimScrew Wrench
Designation H W L S h € Insert
’ R|L F = P S
SDJCR/L 1010-E07 . 0 10 70 12 10 15
1212-F07 . . 12 12 80 16 12 15
1616-H07 . 16 16 100 20 16 1s | DCLLO70ZLT | d0emese ) T8
2020-K07 ° ° 20 20 125 25 20 15
1212-F11 ° 12 12 80 16 12 15
1616-H11 (] 16 16 100 20 16 24 DC 14T ]
2020-K11 o 20 20 125 25 20 24 4015-M3.5X11 | AADN20001 AAV06IVBEXIL TI5
2525-M11 ° 25 25 150 32 25 29
e : Stock item
s
f <@ w
#32.5 - Y -
L |
. \:'! ; 62.5°
DCL]
(mm)
h Screw Shim ShimScrew Wrench
Designation Stock| H W L S Insert
SDNCN  1010-E07 ° 10 10 70 5 10
1212-F07 e |12 1 s & 1 | PO | amwese ; s
1212-H11 . 12 12 100 6 12 DC11T3 ] 4015-M3.5X9 T15
1616-H11 . 16 16 100 8 16
2020-K11 . 20 20 125 0 20 DC11T3 ] 4015-M3.5X11 AADN2000L  AAV(O6MIBSEXIL Ti5

e : Stock item

Www.megacutting.com
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Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

Turning Tools Holder - MeeACUT

SRDCN

N i
N

|FF !

t |
A

RCGT
(mm)
Screw Shim ShimScrew Wrench
Designation Stock, H W L S h € Insert W W
SRDCN  1010-E06 0 10 70 5 10 10
1212-F06 e 12 12 & 6 12 12 RCGT 0602MO0 3008-M2.5x6 T8
1616-H06 16 16 100 8 16 12 ’
2525-M06 o 25 25 150 125 25 20
1616-H08 ° 16 16 100 8 16 16
2020-K08 20 20 125 10 20 20 RCGT 0803MO0 3008-M3x8 T8
2525-M08 . 25 25 150 125 25 20
1616-H10 16 16 100 8 16 25
2020-K10 . 20 20 125 10 20 25 RCGT 1003M0 TI5
2525-M10 ° 25 25 150 125 25 25 4015-M3.5x11
2020-K12 20 20 125 10 20 28 RCGT 1204M0 T15
2525-M12 e | 25 25 150 125 25 28 4015-M3.5x11

-@ Applicable inserts B82

e : Stock item

SRGCRIL K :
@ I
©
A L - ™
h H
RCGT « Riypeinsert
(mm)
Stock Screw Shim ShimScrew Wrench
Designation H W L S h Insert
’ R|L F o S~
SRGCR/L 1010-E06 10 10 70 12 10 - -
1212-F06 o 12 12 80 16 12 | RcGTO602MO | 3008-M2.5x6 T8
1616-H06 16 16 100 20 16
1616-H08 16 16 100 20 16
2020-K08 20 20 125 25 20 RCGT 0803MO0 3008-M3x8 T8
2525-M08 25 25 150 32 25
1616-H10 16 16 100 20 16
2020-K10 ° . 20 20 125 25 20 RCGT 1003M0 4015-M 1 TI5
2525-M10 25 25 150 32 25 O15-M3.5x
2020-K12 o | o 20 20 125 25 20
2525-M12 o | o | 25 25 150 32 25 RCGT1204MO | 4015-m3.5x11 15

e : Stock item
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SSBCR/L I ’
L oy (©)
L
t H 75CJ
o Rtypeinsert
(mm)
Stock Screw Shim ShimScrew Wrench
Designation Rl LI H W L S h Insert @ @ @ ‘9/\
1212-F09 2 12 8 11 12 4015-M3.4X11 - - Ti5
SSBCRIL 0o . 16 16 100 13 16 scoots ) 015 mMaaxi1 AASN-2:0001 AAVOSMBEXIL  TIS
N ] ] AASN-2- AAVO7-
2020-K12 20 20 125 17 20 SC——1204 4020-M4.5X12 o V513 T15
e : Stock item
S
7 .
- B ©)
L
o
n H 45
(mm)
Screw Shim ShimScrew Wrench
Insert
Designation Stock| H W L S h @ @ @ ;/\
SSDCN 1212-F09 e |12 12 8 6 12 o oy 4015-M3.4X11 - - T15
1616-H09 e | 16 16 100 8 16 SC 0973 4015-M3.4X11 A'ggg‘f' AAVOBMB5XLL TI5

e : Stock item

SSKCR/L e " *

. ) 75°
scr] e
Stock Screw Shim ShimScrew Wrench
Designation R | L H W L S h € Insert W @ @ y/\
SSKCR/L  1616-H09 16 16 100 20 16 13 | scost3 | 4015M3.4X11 AASN-2 e T15

e : Stock item

WWW.megacutting.com
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Turning Tools Holder - MeeACUT

Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

SSSCR/L f - " t
1] <@Sj ®
v h ; 45°
*R insert
sc] opers
(mm)
Stock Screw Shim ShimScrew Wrench
Designation H W L S h Insert
’ R|L F e » S~
SSSCR/L 1616-H09 . 16 16 100 17 16 SC109T3 ] FTGA03512 SS32S  SHXNO509F TWI5P, HW35L
2020-K12 e | e[ 20 20 125 21 20 sc]1204 ] FTGAO411F  SS42S  SHXNOG610F TWI5P, HW40L
2525-M12 e | o[ 25 25 150 26 25 SCLI11204[ ] FTGAO411F  SS42S  SHXNOB1OF TWI5P, HW40L
e : Stock item
STACR/L . y
{ %\
o
i ' 90°
TC DD * R typeinsert
(mm)
Stock Screw Shim ShimScrew Wrench
Designation H W L S h Insert
R|L o S~
STACR/L 1010-E09 10 10 70 105 10 TCL 110902 ] FTKA02206 TWO6P
1212-F11 . 12 12 80 125 12 TCL1102[ 1] FTKA02565 TWO7P
e : Stock item
S I Fc RIL S| 90° w A
9 @,
L
h " 90°
TCLI] « R typeinsert
(mm)
Stock H W 0 = h Screw Shim ShimScrew Wrench
Designation € Insert
’ R| L >~
STFCR/L 1010-E09 0 10 70 12 10 10 | TC[J 10902 1] FTKA02206 TWO6P
1212-F11 . 12 12 8 16 12 14
1616-H11 . 6 16 100 20 16 14 | 'CHM02LLT | FTKAO2565 worp
1616-H16 6 16 100 20 16 19
FTGA03512  ST32S  SHXNOS09F TWI5P, HW35L
2020-K16 e[ o] 20 20 15 25 20 19 | cHLeTSL
2525-M16 e | e | 25 25 150 32 25 252 | TCLJ6T3[] FTGA03512  ST32S  SHXNOS09F TWI5P, HW35L

e : Stock item

WWW.megacutting.com



http://www.megacutting.com/
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STGCR/L ;
®
J -
90°
! L
h 900
TCL] « R typeinsert
(mm)
Stock H W L s h Screw Shim ShimScrew Wrench
Designation € Insert
i R L Dl S~
STGCRI/L 0808-D09 08 08 60 10 08 11
FTKA022 - - TWO6P
1010-E09 . 0 10 7 12 10 1 | ‘ool 02206
1212-F11 e | o | 12 12 80 16 12 14
1616-H11 e[ el 16 1 100 20 16 16 | -0l FTKA2565 i ) worp
1616-H16 e | o | 16 16 100 20 16 21
2020-K16 e | e | 20 20 125 25 20 21 | TC[J16T3[I] FTGA03512 ST32S  SHXNO509F TW15P, HW35L
2525-M16 e | o | 25 25 150 32 25 2
e : Stock item
STTCR/L | w
[ [©]
50° -~ =
J
L
h [ ] H 600
TCL] *Riypeinsert
(mm)
Stock H W i = h Screw Shim ShimScrew Wrench
Designation € Insert
i R L Ol S~
STTCR/L 1616-H11 6 16 100 13 16 14 | TCLJ 1102 1] FTKA02565 - - TWO7P
1616-H16 16 16 100 13 16 19
2020-K16 0 20 123 17 20 19 TCLJ 1673 FTGA03512  ST32S  SHXNOS09F TWI15P,HW35L
e : Stock item
SVABR/L : =
Jd ®
|
: \:( 90°
VB[] « R typeinsert
(mm)
Stock Screw Shim ShimScrew Wrench
Designation H W L S h Insert
g R|L D @ W
SVABR/L  1616-H16 16 16 100 165 16 VB[] 11604 ] FTGA03512 SV32S  SHXNO509F TWI5P, HW35L
2020-K16 20 20 125 205 20 '
e : Stock item
www.megacutting.com
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Turning Tools Holder  MeaAcUT

Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

SVHBR/L ; %x ’
®
107.5°
. 77‘ —
: F‘ { 107.5°
VBL ] o Riypeinsert
(mm)
Stock Screw Shim ShimScrew Wrench
Designation H W L S h Insert
g R L v » S~
SVHBR/L 2525-M16 e | e | 25 25 150 32 25
FTGA03512 SV32S  SHXNO509F TWI5P, HW35L
3225-P16 e | e | 32 25 170 32 32 VBLL11604L L Ao
e : Stock item
e 9%
() 1
h ]:’7 H 930
VB[] «Riypeinsert
(mm)
Stock Screw Shim ShimScrew Wrench
Designation H w L S nh € Insert
g R|L F = S~
SVJBR/L 1212-F11 e | e | 12 12 80 16 12 27
1616-H11 . 16 16 100 20 16 27 | vBJJ1102(J FTKA02565 TWO7P
2020-K11 e | e | 20 20 125 25 20 27
1616-H16 . 16 16 100 20 16 36
5000-K16 c s T2 20 1xm 2 20 al VB[ 11604 ] FTGA03512 SV32S  SHXNOS09F TWi1SP, HW35L
2525-M16 e | e | 25 25 150 32 25 41
3225-P16 ° . 32 25 170 32 32 55 | vBlJ1604C]] FTGA03512 SV32S  SHXNO509F Twi1sP,HW35L
3232-P16 ° 32 32 170 40 33 55
e : Stock item
h Fli H 930
VC[L ] «Riypeinsert
(mm)
Stock Screw Shim ShimScrew Wrench
Designation H W L S h € Insert
g R|L = S~
SVJCR/L 1212-F11 o 12 12 80 16 12 25
1616-H11 . 16 16 100 20 16 25 | vcJ[1103L] | FTKA02565 TWO7P
2020-K11 e | e | 20 20 125 25 20 25
1212-F13 12 12 80 16 12 32
1616-H13 16 16 100 20 16 32 | vd 1303 FTKA0307 TWO9P
2020-K13 ° 20 20 125 25 20 32
1616-H16 16 16 100 20 16 40 TWisP
2020-K16 e | e | 20 20 125 25 20 40 | vcI1e041] FTGA03512 SV32S ~ SHXNOSO9F 4o
2525-M16 ° . 25 25 150 32 25 40

Al156
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SVVBN e :
72.5°
e Q i L
h “:‘ H 72.5°
VB[ ][]
(mm)
h Screw Shim ShimScrew Wrench
Designation Stock] H W L S Insert W
SVVBN 1212-F11 e |12 12 8 6 12
1616-H11 16 16 100 8 16 VB J11021] FTKA02565 TWO7P
2020-K11 . 20 20 125 10 20
1616-H16 . 16 16 100 8 16
2020-K16 . 20 20 125 10 20
2525-M16 o 5 5 150 125 25 VB ]J1604 1] FTGAO03512 SV32s SHXNO509F  TwW15P, HW35L
3225-P16 ° 32 25 170 125 32
SVVCN e :
72.5°
- L
. “:‘ H 72.5°
vCL]
(mm)
h Screw Shim ShimScrew Wrench
Designation Stock] H W L S Insert W
= S~
SVVCN 1212-F11 e |12 12 8 6 12
1616-H11 16 16 100 8 16 v 11103100 FTKA02565 - TWO7P
2020-K11 . 20 20 125 10 20
1212-F13 12 12 80 6 12
1616-H13 16 16 100 8 16 vcl1303 1] FTNAO0307 - TWO09P
2020-K13 20 20 125 10 20
1616-H16 16 16 100 8 16 TWisP
2020-K16 . 20 20 125 10 20 vcl 1604 1] FTGAO03512 SV32s SHXNO509F HW35L
2525-M16 . 25 25 150 125 25
e : Stock item
S w
SWACR/L I &
LAy &,
L
I )
h H 90
WCLIL] «Riypeinsett
(mm)
Stock Screw Wrench
Designation H W L S h Insert
g R|L W }
SWACR/L 1010-E04 10 10 70 101 10
1212-F04 2 1 s 11 1 | VOLMOAD FTIA02565 Twore
1616-HO6 16 16 100 161 16 WCLJJ06T3 1] FTGAO03508 TW15P
2020-K08 20 20 125 201 20 WCL[]0804[ ] FTGAO411F TW15P

e : Stock item

WWW.megacutting.com
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Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

Turning Tools Holder  MeaAcUT

M c L N RIL @D Min. machining Dia. ad
. | :
= [ | | ‘
) H
o
e Rtypeinsert
CNCI 9
(mm)
Stock Clamp ClampScrew Shim  Shim pin  Wrench
Designation gD @d H L S A Insert
R|L @) » = g
S20S-MCLNR/L-09 25 20 18 250 13 30 CNCIE00030T] | CoHTN 219 SP3D3 HW19.8L
S25R-MCLNR/L-09 32 25 23 200 17 36 HW23.8L
S25R-MCLNR/L-12 ° 32 25 23 200 17 36 - SP4DS HWaLEL
: - 40 32 30 250 22 50 | CN[J[J1204 - y
S32S-MCLNR/L-12 . 112041 | CDH6N DHA1/4-21 Sca3p  spap  HW238L
S40T-MCLNR/L-12 50 40 37 300 27 60
A25R-MCLNR/L-12 32 25 23 200 17 40 CNCI 112047 1] | CDH6N DHALA4-21 - SP4DS  HW31.8L
A32S-MCLNR/L-12 40 32 30 250 22 50 sc43D  spap  HW238L
e : Stock item
M D U N RIL @D Min. machining Dia. ad
, AN
1 | ﬂ,,,,
o
*R insert
DNL[] werset 93
(mm)
Stock Clamp ClampScrew Shim  Shim pin  Wrench
Designation oD @d H L S A Insert
R|L @) » = g
S32S-MDUNR/L-15-3 40 32 30 250 22 50 HW3LeL
S40T-MDUNR/L-15-3 50 40 37 300 27 60 | DNJJ1504[ ] | CDH6N DHA1/4-21 SD43D SP4D HW23:8L
A32S-MDUNRJ/L-15-3 40 32 30 250 22 50
e : Stock item
M s KN R/L @D Min. machining Dia. ad W
s Xz
———————————— . _—
L -
o Riypeinset 75°
SNC S
(mm)
Stock Clamp ClampScrew Shim  Shim pin  Wrench
Designation oD @d H L S A Insert
R|L @) » <= §
S25R-MSKNR/L-12 32 25 23 200 17 36 - SP4DS HW397L
: - 40 32 30 250 22 50 | SNLJJ1204 ’
S32S-MSKNR/L-12 1] ] | CDH8N1 DHA5/16-28 $543D Spap  HW238L
SA40T-MSKNR/L-12 50 40 37 300 27 60
A25R-MSKNR/L-12 32 25 23 200 17 40 SP4DS HW39.7L
- - 40 32 30 250 22 50 | SN[ 1204 '
A32S-MSKNR/L-12 1] [ | CDH8N1 DHA5/16-28 $543D spap  HW238L
A40T-MSKNR/L-12 50 40 37 300 27 60
e : Stock item

A158
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Toolholders for External Operation

MTFNR/L

@D Min. machining Dia.

\ ,,4#,
AN,
o
* Riypeinsert
TNCIC tyreinsert 90
(mm)
Stock Clamp ClampScrew Shim  Shim pin  Wrench
Designation oD @d H L S A Insert
R L @ & & &
S25R-MTFNR/L-16 32 25 23 200 17 36 CDH7N1 DHA1032-19 - SP3D3 HW23.8L
S32S-MTFNR/L-16 40 32 30 250 22 50 | TNCICJ1604[ 1]
CDH7N1 DHAI03219 ST32D SP3D HW19.8L
S40T-MTFNR/L-16 50 40 37 300 27 60
A25R-MTFNR/L-16 32 25 23 200 17 40 TNCT 116040 1] CDH7N1 DHA1032-19 - SP3D3 HWwW23.8L
A32S-MTFNR/L-16 40 32 30 250 22 50 CDH7N1 DHAI03219 ST32D SP3D HW19.8L
e : Stock item
MVU N RIL @D Min. machining Dia. 2d W
? 5
S :
o
* Riypeinsert
VNI typeinsert 93
(mm)
Stock Clamp ClampScrew Shim  Shim pin  Wrench
Designation @D @d H L S A Insert
RIL @ » = g
S32S-MVUNR/L-16 40 32 30 250 22 50 VNCIJ16040T] | CDHEN2 28 SVI2D SP3D HW39.7L
S40T-MVUNR/L-16 50 40 37 300 27 60 HW19.8L
A32S-MVUNR/L-16 40 32 30 250 22 50 UNCTT16047 T | CDHBN2 28 SV3ID SP3D HW39.7L
A4OT-MVUNR/L-16 50 40 37 300 27 60 HW19.8L
e : Stock item
MWLNRL =~ R W
N ? -y
7 =
/- :
.
o
* Riypeinsert
WNDD typeinsel 95
(mm)
Stock Clamp ClampScrew Shim  Shim pin  Wrench
Designation oD @d H L S A Insert
RIL @ » = g
S25R-MWLNR/L-06 (] 32 25 23 200 17 36 - SP3D3
S32S-MWLNR/L-06 40 32 30 250 22 50 | WNCIJ0604CJ] | CDH7N DHAIOR219 HW23.8L
SW32D SP3D HW19.8L
S40T-MWLNR/L-06 50 40 37 300 27 60
S25R-MWLNR/L-08 L] o 32 25 23 200 17 36 - SP4DS
S32S-MWLNR/L-08 . 40 32 30 250 22 50 | WNCJJ0804[J[]| CDH6N DHAL4-21 HW3L8L
SW43D SP4D HW23.8L
SA0T-MWLNR/L-08 . 50 40 37 300 27 60
_ Ny - SP3D3 .
A25R-MWLNR/L-06 32 25 23 200 17 40 WNCT 1060401 | CDH7N DHAIOZ219 HW31.8L
A32S-MWLNR/L-06 40 32 30 250 22 50 SW32D SP3D HW19.8L
_ — - SP4DS .
A25R-MWLNR/L-08 32 25 23 200 17 40 WNC[10804( 1] | COHEN DHAL421 HW31.8L
A32S-MWLNR/L-08 40 32 30 250 22 50 SW43D  SP4D  HW23.8L

e : Stock item
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Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

Turning Tools Holder  MeaAcUT

sc Lc RIL @D Min. machining Dia. @d
)\ :
___________ _I) }
i
o
e Rtypeinsert
cer 95
(mm)
Stock Screw Shim ShimScrew Wrench
Designation oD @d H L S A Insert =
R|L W @
S08K-SCLCR/L-06 e o | 10 8 7 125 5 14 FTKA02555 TWO7
S10K-SCLCR/L-06 o | 2 10 9 125 6 14
S10M-SCLCR/L-06 { 12 10 9 150 6 14 | ccdoso2 ] FTKAG2565 TWOTP
S12M-SCLCRI/L-06 el e | 16 12 11 150 9 25
S16R-SCLCR/L-06 . \ 20 16 15 200 11 32
S12M-SCLCR/L-09 el e[ 16 12 11 150 9 25
S16R-SCLCR/L-09 el e[ 20 16 15 200 11 325 el oora ] | FTCA03508 TW15P
S20S-SCLCR/L-09 . \ e | 25 20 18 250 13 38
S25R-SCLCR/L-09 . 1 e | 32 25 23 200 17 45 FTGA03510 TW15P
S25R-SCLCR/L-12 el e | 32 25 23 200 17 45 FTGAO411F - TW15P
S32S-SCLCR/L-12 el e | 40 32 30 250 22 50 | CCOI1204000 |FToa041lF  SC42S SHXNOGLOE HWA40L
S40T-SCLCR/L-12 e | o | 50 40 37 300 27 60 TW15P
AO8F-SCLCR/L-06 j 10 8 75 80 5 14 FTKA02555 - TWO7P
- - ‘ 2 10 95 100 6 14
A10H-SCLCR/L-06 % CCL 10602 ] FTKA02565 TWO7P
A12K-SCLCR/L-06 | 6 12 11 125 9 25
A12K-SCLCR/L-09 | 6 12 11 125 9 25
A16M-SCLCR/L-09 | 20 16 15 150 11 325 e 0073 FTGA03508 TW15P
A20Q-SCLCRIL-09 o ! 25 20 19 180 13 - oot
A25R-SCLCR/L-09 | 32 25 24 200 17 45 FTGA03510 - TW15P
A25R-SCLCR/L-12 | 32 25 24 200 17 45 FTGAO411F - TW15P
T CC12040]
A32S-SCLCR/L-12 | 40 32 31 250 32 50 FTGAO411F SC42S SHXNO610F HWALTWISP
e : Stock item
sc LP R/L @D Min. machining Dia. @d
\ :
___________ _I)_ }
-
B o
*R insert
CPLI] = ﬁ typeinset 95
(mm)
Stock Screw Wrench
Designation @D @d H L S A Insert
R|L o 5
S10M-SCLPR/L-08 ° 12 10 9 150 6 - FTNA0305 TWO9P
CP[1J0802[ 1]
S12M-SCLPR/L-08 . 16 12 11 150 8 15 FTNA0307 TWO9P
S16N-SCLPR/L-09 . 20 16 15 160 10 15
S16R-SCLPR/L-09 ° 20 16 15 200 11 35 P 109030T] FTNAGAOS TWisP
S20N-SCLPR/L-09 . 25 20 18 160 125 20
S20S-SCLPR/L-09 ° 25 20 15 250 125 20
A10H-SCLPR/L-08 12 10 9.5 100 9 - FTNA0305 TWO9P
CP[][10802[1]
A12K-SCLPR/L-08 16 12 11 125 8 20 FTNA0307 TWO9P
A16M-SCLPR/L-09 20 16 15 150 10 25 P T0903 ] FTNAO403 TWisp
A20Q-SCLPR/L-09 25 20 19 180 125 28
e : Stock item

A160
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Toolholders for External Operation

@D Min. machining Dia. 2d

SDQCRI/L

] 9 ::
o . H
DC ] ‘ﬁ@

«Riyeinset 107.5°

(mm)
Stock Screw Wrench
Designation @D ad H L S A f Insert
R|L N P
S10M-SDQCR/L-07 . . 13 10 9 150 7 20 25 FTKA02555 TWO7P
S12M-SDQCR/L-07 . . 16 12 11 150 9 22 35 DC[JJo702 ]
FTGA03510 TWO7P
S16R-SDQCR/L-07 o | o 20 16 15 200 11 27 4
S16R-SDQCR/L-11 . . 20 16 15 200 11 32 4
FTGAO03508 TW15P
S20S-SDQCR/L-11 L] (] 25 20 18 250 13 32 45 DC[ 111713 ]
S25R-SDQCR/L-11 . . 32 25 23 200 17 32 7 FTGAO03510 TW15P
AlOH-SDQCR/L-O7 13 10 9.5 100 7 20 2 DCr 1070201 FTKA02555 TWO7P
A12K-SDQCR/L-07 16 12 11 125 9 22 3 FTKA02565 TWO7P
A16M-SDQCR/L-11 20 16 15 150 11 27 3 FTGAG3508 Twisp
A20Q-SDQCR/L-11 25 20 19 180 13 32 3 DCLI11T3]
A25R-SDQCR/L-11 32 25 24 200 17 32 4 FTGA03510 TW15P
e : Stock item
s D U c RIL @D Min. machining Dia. ad
| t < ’%E
H
[}
o Rtypeinsert
DC ][] weinsett 93
(mm)
Stock Screw Wrench
Designation @D ad H L S A f Insert
R|L @ y
S10M-SDUCR/L-07 . ° 13 10 9 150 7 - 25 FTKA02555 TWO7P
S12M-SDUC .
RIL-07 o | o | 16 12 11 150 9 2235 | DCLIIO70200) | o -
S16R-SDUCR/L-07 o o 20 16 15 200 11 27 4
S16R-SDUCR/L-11 ° ° 20 16 15 200 11 27 4 FTGA03508 TW15SP
S20S-SDUCR/L-11 L] . 25 20 18 250 13 35 4.3 . n
S25R-SDUCR/L-11 e | o 2 2 2 20 17 4 68 | o1
FTGA03510 TW15P
S32S-SDUCR/L-11 L] . 40 32 30 250 22 50 8.4
A10H-SDUCR/L-07 13 10 9.5 100 7 - 2 FTKA02555 TWO7P
A12K-SDUCR/L-07 16 12 11 125 9 22 3 DC[J10702[] FTKAQ2565 TWO7P
A16M-SDUCR/L-07 20 16 15 150 11 27 3
A20Q-SDUCR/L-11 25 20 19 180 13 35 3 oo 1173 FTGAO03508 TW15P
A25R-SDUCR/L-11 o 32 25 24 200 17 46 45 an an FTGA03510 TW15P

e : Stock item
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Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

Turning Tools Holder  MeaAcUT

SDZCR/L

@D Min. machining Dia.

N

7

. -
L N
(e}
— —_—— * R typeinsert
e 3
(mm)
Stock Screw Shim  ShimScrew Wrench
Designation gD @d H L S A f Insert
R| L @ @ W
S16R-SDZCR/L-07 ° 20 16 15 200 11 29 4
S20S-SDZCRIL-07 . 25 20 18 250 13 365 45 | O I0702LL|FTKA02565 - Twore
S25R-SDZCR/L-11 . 32 25 23 200 17 30 6.9 FTGAO03510 - TW15P
S32S-SDZCR/L-11 . 40 32 30 250 22 39 84 TWI15P,
S40T-SDZCR/L-11 . 50 40 37 300 27 47 9.4 |DCIJ11T3[1] FTGAO3512  SD32S  SHXNOSOSF 1y 35,
A25R-SDZCR/L-11 32 25 24 200 17 30 4.5 FTGAO03510 - - TW15P
A32S-SDZCR/L-11 40 32 31 250 22 39 6 FTGA03512 SD32S  SHXNO509F TWISPHW35L
e : Stock item
ss Kc RIL @D Min. machining Dia. ad E W
| | -«
; 7 —
b
eRiypeinset 7 5°
SCLI[]
(mm)
Stock Screw Shim ShimScrew Wrench
Designation oD @d H L S A Insert
R|L ¥ © & S
S12M-SSKCR/L-09 o 6 20 11 150 9 26 FTGA03507 TW15P
S16R-SSKCR/L-09 . 20 16 15 200 11 40 | sco9T3 ]
S20S-SSKCRIL-09 . 25 20 18 250 13 46 FTGA03508 TW1sP
S25R-SSKCR/L-12 . 32 25 23 200 17 36 SCI 112040 FTGAO411F SS42S SHXNO610F TWI15P
S32S-SSKCR/L-12 ° 40 32 30 250 22 43 SS42S  SHXNO610F TWISPHWAQL
A12K-SSKCR/L-09 16 12 11 125 9 26 FTGAO03507 TW15P
A16M-SSKCR/L-09 20 16 15 150 11 32 | sc109T3[ ] | FTGA03508
AZOQ-SSKCR/L-OQ 25 20 19 180 13 34 TW15P
A25R-SSKCR/L-12 32 25 24 200 17 36 SCI 112041 FTGAO411F SS42S SFXNO610F  TW15P
A32S-SSKCR/L-12 40 32 31 250 22 43 FTGAO411F SS42S  SFXNO610F TWISPHWAL
e : Stock item
ss KP RIL @D Min. machining Dia. ad
e, 1
B>
p H
V —
3 * Rtypeinsert 75°
SPL[] T
(mm)
Stock Screw Wrench
Designation @D @d H L S A Insert
R | L W ?
S12M-SSKPR/L-09 ° ° 16 12 11 150 8 18
S16N-SSKPR/L-09 20 16 15 160 10 30
S16R-SSKPR/L-09 . 20 16 15 200 10 32 SPLJ10903[1] FTNAO0307 TWO9P
S20N-SSKPR/L-09 25 20 18 160 12.5 32
S20S-SSKPR/L-09 . 25 20 18 250 12.5 35
A12K-SSKPR/L-09 16 12 11 125 8 21 FTNAO0305 TWO09P
A16M-SSKPR/L-09 20 16 15 150 10 30 SPC]0903[]] FTNAO0307
A20Q-SSKPR/L-09 25 20 19 180 125 32 TWO9P

Al62
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Toolholders for External Operation

STFCRL = ;

«Riypeinsert 90°
(mm)

TCLI]

Stock Screw Shim ShimScrew Wrench

Designation . oD @d H L S A Insert W @ y/\

S10M-STFCR/L-09 e | 13 10 9 150 7 23
S12M-STFCR/L-09 16 12 11 150 28
S12M-STFCR/L-11 ° 16 12 11 150 9 30
S16R-STFCR/L-11 ° 20 16 15 200 11 35 | TCLI102[J] |FTKA02565 - - TWO7P
S20S-STFCR/L-11 e | 25 20 18 250 13 36
S20S-STFCR/L-16 25 20 18 250 13 36
S25R-STFCR/L-16 ° 32 25 23 200 17 49
S32S-STFCR/L-16 40 32 30 250 22 50
S40T-STFCR/L-16 50 40 37 300 27 60
A10H-STFCR/L-09 13 10 95 100 7 23
A12K-STFCR/L-09 16 12 11 125 23 | TCLJ0902[J] |FTKA02206 - - TWO06P
A12K-STFCR/L-11 16 12 11 125 9 30
A16M-STFCR/L-11 o 20 16 15 150 11 30
A20Q-STFCR/L-11 25 20 19 180 13 36
A25R-STFCR/L-16 32 25 24 200 17 49 TO 16T 1] FTKA03510 - - TW15P
A32S-STFCR/L-16 40 32 31 250 22 50 FTGA03512 ST32S SHXNO509F TWISPHW3A.

py)

TCLIJ0902[]] | FTKA02206 - - TWO06P

©

TCJJ16T3[ ] |FTGA03510 - - TW15P

TCJJ16T3[J] |FTGA03512 ST32S  SHXNO509F TWIPHW3AL

©

TCJ1102[J] | FTKA02565 - - TWO7P

e : Stock item

@D Min. machining Dia. ad

o Ritypeinsert °
TPOI] 90
(mm)
Stock Screw Wrench
Designation @D @d H L S A Insert
R|L D 5
S10M-STFPR/L-11 o 12 10 9 150 6 - FTNAO0305 TWO9P
S12M-STFPRIL-11 . 16 12 11 150 8 10
S16N-STFPRIL-11 . 0 16 15 10 10 12 | [-Hostd FTNA0307 TWooP
S16R-STFPR/L-11 LI ) 20 16 15 200 10 12
S20N-STFPR/L-16 . 25 20 18 160 125 32
S20S-STFPRIL-16 . 25 20 18 250 125 14 | T604LL) 1 FTNAOAS TwisP
Al1OH-STFPR/L-11 12 10 95 100 6 - FTNAO0305 TWO09P
A12K-STFPR/L-11 16 12 1 125 8 10 TPI1110301]
AL6M-STFPR/L-11 20 16 15 150 10 23 FTNAO307 TWooP
A20Q-STFPR/L-16 25 20 19 180 12.5 41 TP 11604( ][] FTNA0408 TW15P
o Use left handed insert for right handed holder e : Stock item
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Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

Turning Tools Holder  MeaAcUT

@D Min. machining Dia.
5 n S
=10 ar
b 9
_ O
AT o 60°
== +Ropereet
’ (mm)
Stock Screw Wrench
Designation @D @d H L S A Insert
R|L O >
S10M-STWPR/L-11 . 12 10 9 150 6 23 TPGH1102] | | FTNA0305 TWO9P
S12M-STWPR/L-11 . 16 12 11 150 8 30
S16R-STWPRIL-11 . 20 16 15 180 10 3 | oottt T ernacsos TWogP
|
S20R-STWPR/L-11 o 25 20 19 200 12.5 40
SVQB RIL @D Min. machining Dia. ad
B :
o]
o Rypeinsert
VB[] treinset 108
(mm)
Stock Screw Shim ShimScrew Wrench
Designation gD @d H L S A Insert
R|L F = » 2
S32S-SVQBR/L-16 L] . 40 32 30 250 22 56 TWisP
S40T-SVQBRIL-16 . 50 40 37 300 27 64 | VBLIJ1604[I] |[FTGAO3512 SV32S SHXNOSOOF yor
A32S-SVQBR/L-16 40 32 31 250 22 56
e : Stock item
SVQC RIL @D Min. machining Dia. @d
. -»‘f"" . H
«Riypeinset 108°
Ve 08
(mm)
Stock Screw Shim ShimScrew Wrench
Designation oD @d H L S A Insert
R|L F = » 2
S16R-SVQCR/L-11 L] 20 16 15 200 11 35
S20S-SVQCR/L-11 25 20 18 250 13 38 | vCJ1103[JJ |FTKA02565 TWO7P
S25R-SVQCR/L-11 32 25 23 200 17 42
SZOS—SVQCR/L-13 25 20 18 250 13 42
VCLJ11303[1[] | FTKAO0307 - TWO09P
S25R-SVQCR/L-13 32 25 23 200 17 45
SZSR-SVQCR/L-].G . ° 32 25 23 200 17 50 FTGA03510 - TW15P
S32S-SVQCRIL-16 . 4 3% 30 20 22 56 | VCLLI60ALL) |prgaossi2  Sv32S  SHXNOS09F TW1SP
S40T-SVQCRI/L-16 . 50 40 37 300 27 64 HW35L

Al64
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Toolholders for External Operation

SVUBR/L
S

@D Min. machining Dia. ad W
TN . % i §
\ a3 |
{ - _
\ S
\

o Rtypeinset 93°
VBLIL]
(mm)
Stock Screw Shim  ShimScrew Wrench
Designation

. oD @d H L S A Insert @ — @ }7/\

S32S-SVUBR/L-16

. . 40 32 30 250 22 56

TW15P
S40T-SVUBR/L-16 . 50 40 37 300 27 64 | VBJJ1604[1] |FTGA03512 SV32S SHXNOSOOF | yuec
A32S-SVUBR/L-16 40 32 31 250 22 56
e : Stock item
SVUCR/IL 8 W
N 98 _ :
' / : A
o Riypeinset 93°
vCL[
(mm)
Stock Screw Shim ShimScrew Wrench
Designation

. 7D @d H L S A Insert @ = @ y/\

S16R-SVUCR/L-11

S20S-SVUCR/L-11 25 20 18 250 14 33 | VC[I1103[J] |FTKA02565 - TWO7P

S25T-SVUCR/L-11 32 25 23 300 17 38

S20S-SVUCR/L-13 . 28 20 18 250 16 35
VC[J]1303[J] | FTKA0307 TWO09P

S25R-SVUCR/L-13 32 25 23 200 17 40
S25R-SVUCR/L-16 ° . 32 25 23 200 19 50 FTGA03510 TW15P
S32S-SVUCR/L-16 . 40 32 30 250 22 56 | VCL[]1604[ ][] FTGAO3512 SV32S SHXNOS09F TW15P
S40T-SVUCR/L-16 . ° 50 40 37 300 27 64 HW35L
e : Stock item

SWLCRI/L

@D Min. machining Dia. ad

«Riypeinset 95°
WC ]
(mm)
Stock Screw Wrench
Designation @D @d H L S A Insert
R|L P ST~
S25R-SWLCR/L-08 32 25 23 200 17 46
W 0804 FTGAO0411F TW15P
S32S-SWLCR/L-08 40 32 30 250 22 51 e -
A25R-SWLCR/L-08 32 25 24 200 17 46
W 0804 FTGAO411F TW15P
A32S-SWLCR/L-08 40 32 31 250 22 51 L -

WWW.megacutting.com
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Toolholders for External Operation

DREHEN - HEBEL SPANN SYSTEM » Turning - Lever lock System

Turning Tools Holder - MeeACUT

SCLCRI/L

@D Min. machining Dia.

* Riypeinsert 95°
CCET (mm)
Stock Screw Wrench
Designation @D @d H L S A Insert
R | L W ?
S10H-SCLCRIL-0305 5 10 9 100 25 25
S10H-SCLCRI/L-0306 6 10 9 00 30 25 CCET 030101 FTNAOL633 TWO6EP
S10J-SCLCR/L-0407 7 10 9 110 35 30
S10J-SCLCRIL-0408 8§ 10 9o 110 40 30 | CCETO40LLL] FTNAOZ38 TwoeP

e : Stock item

STUBR/L

@D Min. machining Dia.

&W

o Riypeinset 93°
TBL [ ] (mm)
Stock Screw Wrench
Designation @D ad H L S A Insert
R| L D p
S08K-STUBR/L-06 8 8 7 125 4 30
AOSF-STUBRIL-06 5 5 75 % 7 30 | TBLOBOLLIRIL | FTNA0204 TWO6P
e Use left handed insert for right handed holder e : Stock item
sT U P RIL @D Min. machining Dia.
* Riypeinsert 93°
TPLI[] o)
Screw Wrench
Designation (%]D) @d H L S A Insert
R|L N &g
S08K-STUPR/L-08 10 8 7 125 4 18
AOSE-STUPR/L-08 0 3 75 20 2 18 TPLICI0802[JIR/L FTNA02205 TWO6P

Al166
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Toolholders for External Operation

SWUBRI/L g RN

= (o
H 7 ©
* Riypeinsert 93°
WBGT (mm)
Stock Screw Wrench
Designation (%]p) @d H L S A Insert
R|L ¥ 5
SO05H-SWUBR/L-02 55 5 45 100 275 - FTNA0203
SO8K-SWUBRIL-02 8 8 7 15 a4 30 | WBGTOOLLIRL ™ rryn02033 TwoeP
S08K-SWUBR/L-S3 10 8 7 125 5 18 WBGT S302, RIL FTNA02205 TWO6P
AO8F-SWUBR/L-02 8 8 75 80 4 30 WBGT 0201 RIL FTNA0203 TWO6P
AO8F-SWUBR/L-S3 10 8 75 80 5 16 WBGT S302, RIL FTNA02205 TWO6P
o Use left handed insert for right handed holder e : Stock item

www.megacutting.com AL67
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e 1SO metrie.thread
ISO OJ Ef LI,

e General pitch thread
8 I X| LA

Whitworth thread

nified thread
HENIS

e British standard pipe thread
g EFE OIO0|Z LiA

e American standard pipe thread
0|2 EF TH0|Z LA}

Threading and Grooving insert

Fully ground high precision inserts for high quality, high precision
threading in avariety of materials e.g. steel, stainless steel, hard-
to-machine materials.




Threading , Grooving
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Threading tools overview

Applications

For general use

Legend

Thread name

ISO metricthread

General pitchthread

General pitchthread

With end Without end Without end
Profil GM 60 55
R style shown R style shown R style shown
. l l
Shape of insert
B B

(length: 11, 16, 22mm)

A280-281

A282

A282

Pitch

Tool holder

Dimensions
(mm)
(HxWxL)
(DiaxLxMin.
dia)

Pitch/mm

Pitch/mm (pitch/Inch)

Pitch/mm (pitch/Inch)

pealy) [eusaixa

R-type shown
A288

16x16x100
20%20x125
25x25x150
32x25x170
32x32x170
40x40%250

0.5~6.0

0.5~5.0 (5~48)

0.5~5.0 (5~48)

pea.y) [euajul

R-type shown
A289

16x125x12
16x150x16
16x150%20
20x150%25
20x180%25
25x150%32
32x200%40
32x250%40
40x300%50
50x350%63

0.5~6.0

0.5~5.0 (5~48)

0.5~5.0 (5~48)

WWW.megacutting.com
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Threading tools overview

For general use

For aerospace industry

Heater, gas and water pipe
thread

For gas and water faucet
and pipe connection

R=0.137P
. Unified thread British standard taper piper American standard taper
Whitworth thread (American standard threads) threads pipe threads
w UN BSPT NPT

R style shown

2

A283

R style shown

A284

R style shown

N

&

A285

R style shown

A286

Pitch/mm (pitch/Inch)

Pitch/mm (pitch/Inch)

Pitch/mm (pitch/Inch)

Pitch/mm (pitch/Inch)

8~19

8~24

11~28

8~27

8~19

8~24

11~28

8~27

WwWw.megacutting.com
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e Specially treated edge for superior
surface quality

e Sharp nose with small cutting resistance and
superior performance

e Full ground inserts with high dimensional precision
for high quality threading

Theoretical thread profile L i
Newfully O metric thread

ground series Whitworth thread W
“““ 1standard pipe thread
Unified thread
an standard pipe thread Standarc

Comparedwith products

of othercompanies

e New nano coating grade specially designed for
threading with longer insert life

Advanced surface treatment
techniques effectively reduce
friction and allows for better
wear observation.

Advanced TIAIN substrate nano Case:

coating, in combination with
proper coating ingredients,
improves the mechanical and
thermal properties of coating.

Workpiece material: 42CrMo(HB260) Insert:
16ER 2.0ISO MGU540

Thread pitch: p=2.0mm Cutting data:

Vc=120 m/min
Further optimizing coating
structre, improving coating
stress, enhancing bond strength A
of coating and substrate. 1600 -
MGus4q
1200 -

@

j=2)

el

2 900

0

§ A company

S 600

g

)

L

8

84% tool life improvement of MEGACUT product than

that of company A under the same cutting condition.

WWW.megacutting.com
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Threading tools overview

Threading insert

16

E R 2.0

Threading inserts code key

Insert size
Code Diameter of IC(mm)
11 26.35
16 29.525
22 212.7

Cutting style

E-External threading inserts

I-Internal threading inserts

Cutting direction
R-Righ
L-Left

1SO

Screw pitch
Full profile (Range of screw pitch is
indicated by numbers).
mm TPI
0.5-6.0 48-5

V profile (Range of screw pitch is
indicated by letters).

mm TPI
A 0.5-1.5 48-16

AG 0.5-3.0 48-8
G 1.75-3.0 14-8
N 3.5-5.0 7-5

Profile
ISO—ISO metric 60° thread
60—60°general pitch thread
55—55°general pitch thread
W—Whitworth thread

Thread specification

ISO metric thread 0.5-6.0
General pitch thread 0.5-5.0
Whitworth thread W 8-19

British standard pipe thread 11-28
Unified thread 8-24
Amerlcatrrl] rset;cl\(r;dard pipe 8-27

Range of thread pitch

(P)

UN—Unified thread(American standard threads)
BSPT—British standard taper piper thread

NPT—American standard taper piper thread

Chip breaker

o-fully ground edge insert

P —3-Dimensional chip-breaking insert

WWW.megacutting.com
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ISO metric thread (with end)

m
fay
(0]
D
S
o
=
5
=]
i
o

Threading insert

Threading Tools  MecAcUT

Threading tools overview

ISO 965-1980 DIN 13
GB/T 197-2003 Tolerance class : 6g/6H

Type

The right hand tools The left hand tools

16ERO0.5ISO 16EL0.5ISO
16ERO0.751SO 16ELO0.751SO
16ER1.01SO 16EL1.0ISO
16ER1.251SO 16EL1.25I1SO
16ER1.5I1SO 16EL1.5ISO
16ER1.751SO 16EL1.751SO
16ER2.0I1SO 16EL2.0ISO
16ER2.5I1SO 16EL2.5ISO
16ER3.0ISO 16EL3.01SO
22ER3.51SO 22EL3.51SO
22ER4.01SO 22EL4.01SO
22ER4.51SO 22EL4.51SO
22ER5.01SO 22EL5.01SO
22ER5.51SO 22EL5.51SO
22ER6.01SO 22EL6.0ISO

Pitch
0.50
0.75
1.00
125
1.50
1.75
2.00
2.50
3.00
3.50
4.00
450
5.00
5.50
6.00

Basic dimensions(mm)

8
3.52
3.52
3.52
3.52
3.52
3.52
3.52
3.52
3.52
4.65
4.65
4.65
4.65
4.65
4.65

L type

a1.Cc
9.525
9.525
9.525
9.525
9.525
9.525
9.525
9.525
9.525
127
127
127
127
127
127

ad

4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
5.0
5.0
5.0
5.0
5.0
5.0

Recommended
coating
grade

MGU540

****I********

MGM720

o

*Recommended grade (always stock available)

. ﬁ@ilable grade (always stock available) oMake-to-order



http://www.megacutting.com/

MecAcUT  ThreadingTools

Threading tools overview

ISO metric thread (with end)

ISO 965-1980

DIN 13

GB/T 197-2003 Tolerance class : 6g/6H

Threading insert

R type L type
Type Basic dimensions(mm) Recommcinaciﬁdg
grade
The right hand tools The left hand tools Pitch S a1.C ad MGU540 | MGM720
11IR0.51SO 111L0.51SO 0.50 3.05 6.35 3.2 o
111R0.75ISO 111L0.751SO 0.75 3.05 6.35 3.2 * o
11IR1.0I1SO 11IL1.0I1SO 1.00 3.05 6.35 32 * o
11IR1.25I1SO 111L1.251SO 1.25 3.05 6.35 3.2 * )
11IR1.51SO 111L1.51SO 1.50 3.05 6.35 3.2 * o
11IR1.75ISO 111L1.751SO 1.75 3.05 6.35 3.2 * o
111R2.01SO 111L2.0I1SO 2.00 3.05 6.35 32 * o
16IR0.51SO 161L0.51SO 0.50 352 9.525 4.0 * )
161R0.751SO 161L0.751SO 0.75 3.52 9.525 4.0 * o
= 16IR1.01SO 161L1.01ISO 1.00 352 9.525 4.0 * o
g 16IR1.251SO 161L1.251SO 125 352 9.525 4.0 * o
i;’ 16IR1.51SO 161L1.51SO 1.50 3.52 9.525 4.0 * )
g 16IR1.751SO 161L1.751SO 175 352 9.525 4.0 * o
16IR2.01ISO 161L2.01ISO 2.00 352 9.525 4.0 * o
161R2.51SO 161L2.51SO 250 352 9.525 4.0 * o
16IR3.01SO 161L3.01SO 3.00 352 9.525 4.0 * o
22IR3.51SO 22IL3.51SO 350 4.65 12.7 5.0 * o
22IR4.01SO 22IL4.01SO 4.00 4.65 12.7 5.0 * o
22IR4.51SO 22IL4.51SO 4.50 4.65 12.7 5.0 * o
22IR5.01SO 22IL5.01SO 5.00 4.65 12.7 5.0 * o
22IR5.51SO 22IL5.51SO 5.50 4.65 12.7 5.0 * o
22IR6.01SO 22IL6.01SO 6.00 4.65 12.7 5.0 * o
*Recommended grade (always stock available) e Available grade (always stock available) o Make-to-order
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Threading tools overview

Threading insert

General pitch thread (without end)

ae
Y

(@)
o)

R type
Type Basic dimensions(mm) REEDIIE
y ed coating
grade
. Pitch/m 3
Theright hand tools| The left hand tools - S a1.C ad o MGU540 | MGM720
(pitch/Inc
h)
16ERA55 16ELAS55 0.5-1.5(48-16) 352 9.525 4.0 55° * o
16ERG55 16ELG55 1.75-3.0(14-8) 352 9.525 4.0 55° * o
m % 16ERAG55 16ELAG55 0.5-3.0(48-8) 3.52 9.525 40 55° * o
=
] 22ERN55 22ELN55 3.5-5.0(7-5) 4.65 127 5.0 55° * o
]
i—’ 16ERAGO 16ELAGO 0.5-1.5(48-16) 352 9.525 4.0 60° * o
>
§ 16ERG60 16ELG60 1.75-3.0(14-8) 352 9.525 40 60° * o
O |Jp s
60 16ERAG60 16ELAG60 0.5-3.0(48-8) 352 9.525 40 60° * o
22ERN60 22ELNG6O 3.5-5.0(7-5) 4.65 12.7 5.0 60° * o

*Recommended grade (always stock available)

o Available grade (always stock available)

o Make-to-order

=]
=
©
w
=
L
=
=y
=
3
o
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Type Basic dimensions(mm) Reedcocmorgtei:g
grade
The right hand The left hand tools nF:”Ch/ m s gic | od ® | MGUS540 MGM720
ele (pitch/Inc
h)

11IRA55 11ILA55 0.5-1.5(48-16) 3.05 6.35 3.2 55° * o

16IRA55 16ILAS5 0515@816) | 352 9525 | 40 55° * o

. 16IRG55 16ILG55 17530148) | 352 9525 | 40 55° * o
16IRAG55 16ILAG55 05-3.0(48-8) 352 9525 | 40 55° * o
22IRNS5 22ILNS55 355.0(7-5) 465 127 50 55° * o

11IRA60 11ILAG0 05-15@8-16) | 305 6.35 32 60° v o

16IRA60 16ILAG0 0.5-1.5(48-16) 3.52 9.525 4.0 60° * o

oo 16IRG60 16ILG60 17530(148) | 352 9525 | 40 60° * o
16IRAG60 16ILAG60 0.5-3.0(48-8) 3.52 9.525 4.0 60° * o

22IRN60 22ILN60 355.0(7-5) 465 127 50 60° * .

*Recommended grade (always stock available)

o Available grade (always stock available)

o Make-to-order
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MecACUT  ThreadingTools

Threading tools overview

R type

Whitworth thread (with end)

1ISO 228/1:1982, DIN 259, B.S.84:1956
Tolerance class : Medium class A

Threading insert

Type Basic dimensions(mm) Recommcti)na(:;dg
grade
The right hand tools |  The left hand tools Pitch/mm s a1.c ad MGUS40 | MGM720
(pitch/Inch)
16ER8W 16EL8W 8 352 9.525 4.0 * o
16EROW 16ELOW 9 352 9.525 40 * o
16ER10W 16EL10W 10 352 9.525 4.0 * o
%‘ 16ER11W 16EL11W 11 352 9.525 4.0 * o
3 16ER12W 16EL12W 12 352 9.525 40 * o
g 16ER14W 16EL14W 14 3.52 9.525 4.0 * o
g 16ER16W 16EL16W 16 352 9.525 4.0 * o
16ER18W 16EL18W 18 3.52 9.525 40 * o
16ER19W 16EL19W 19 352 9.525 4.0 * o

*Recommended grade (always stock available)

e Available grade (always stock available)

o Make-to-order

or

55°
@ di
L type
Type Basic dimensions(mm) Recggnar;?ﬁgded
grade
The right hand tools The left hand tools Pitch/mm s @.c od MGUS40 | MGM720
(pitch/Inch)
16IR8W 161L8W 8 352 9.525 4.0 * o
16IROW 161L9W 9 352 9.525 4.0 * o
- 16IR10W 161L10W 10 352 9.525 4.0 * o
5 16IR11W 161L11W 11 352 9.525 4.0 * o
i—’ 16IR12W 161L12W 12 352 9.525 4.0 * o
g 16IR14W 16IL14W 14 352 9.525 40 * o
= 16IR16W 16I1L16W 16 352 9.525 4.0 * o
16IR18W 161L18W 18 3.52 9.525 4.0 * o
16IR19W 16IL19W 19 352 9.525 40 * o

*Recommended grade (always stock available)

o Available grade (always stock available)

o Make-to-order
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Threading insert

Unified thread (with end)

Threading tools overview

ASME B1.1-1989

Tolerance class

: 2A/2B

1/4P

R type L type
Type Basic dimensions(mm) Recommce:)na(:ﬁdg
grade
The right hand tools The left hand tools (E::g:;mg;]) S a1.Cc ad MGU540 | MGM720
16ER8UN 16EL8UN 8 352 9.525 4.0 * o
16ER10UN 16EL10UN 10 352 9.525 4.0 * o
m 16ER12UN 16EL12UN 12 352 9.525 4.0 * o
é 16ER14UN 16EL14UN 14 3.52 9.525 4.0 * o
E—’ 16ER16UN 16EL16UN 16 3.52 9.525 4.0 * o
g 16ER18UN 16EL18UN 18 3.52 9.525 4.0 * o
= 16ER20UN 16EL20UN 20 352 9.525 4.0 * o
16ER24UN 16EL24UN 24 3.52 9.525 4.0 * o

*Recommended grade (always stock available)

o Available grade (always stock available)

o Make-to-order

L type

Al78

Type Basic dimensions(mm) Recommc%na(:;dg
grade
The right hand tools The left hand tools (E::gm?h) S a1.Cc ad MGU540 | MGM720
16IR8UN 16IL8UN 8 352 9.525 4.0 * o
16IR10UN 16IL10UN 10 352 9.525 4.0 * o
- 16IR12UN 16IL12UN 12 352 9.525 4.0 * o
;": 16IR14UN 16IL14UN 14 3.52 9.525 4.0 * o
E_’ 16IR16UN 161L16UN 16 3.52 9.525 40 * o
% 16IR18UN 161L18UN 18 352 9.525 4.0 * o
8 16IR20UN 161L20UN 20 352 9.525 4.0 * o
161R24UN 161L24UN 24 352 9.525 4.0 * o

*Recommended grade (always stock available)

o Available grade (always stock available)

o Make-to-order
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MecACUT  ThreadingTools

Threading tools overview

British standard taper piper thread (with end)

ISO
7/1:1994
B.S.21:19
85
Standard BSPT

Threading insert

55°

R type L type
Type Basic dimensions(mm) Recommend_ed
coating
grade
; Pitch/m
The right hand tools The left hand tools - S a1.c od MGU540 | MGM720
(pitch/Inc
h)
= m 16ER11BSPT 16EL11BSPT 11 352 9.525 4.0 * o
3 =
g % 16ER14BSPT 16EL14BSPT 14 3.52 9.525 4.0 * o
2 16ER19BSPT 16EL19BSPT 19 3.52 9.525 4.0 * o
16ER28BSPT 16EL28BSPT 28 352 9.525 4.0 * o

*Recommended grade (always stock available)

o Available grade (always stock available)

o Make-to-order

S
@dL
Type Basic dimensions(mm) Recommend_ed
coating
grade
. Pitch/mm
The right hand tools The left hand tools (pitch/inch) S ag1.C ad MGU540 | MGM720
=5 16IR11BSPT 16IL11BSPT 11 3.52 9.525 4.0 * o
g3 16IR14BSPT 16IL14BSPT 14 352 9.525 4.0 * o
>
= LD, 16IR19BSPT 16I1L19BSPT 19 352 9.525 4.0 * o
16IR28BSPT 161L28BSPT 28 3.52 9.525 4.0 * o

*Recommended grade (always stock available)

e Available grade (always stock available)

o Make-to-order
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Threading insert

American standard taper piper thread (with end)

ASME B1.20.1-1983
Standard NPT

ThreadingTools  MeeAcUT

Threading tools overview

Type Basic dimensions(mm) Recommendgd
coating
grade

. Pitch/mm
The right hand tools|  The |eft hand tools (pitch/inc) S a1.c ed MGU540 | MGM720

16ERSNPT 16ELBNPT 8 352 9.525 4.0 * )
% 16ER11.5NPT 16EL11.5NPT 115 352 9.525 4.0 * o
@
3 16ER14NPT 16EL14NPT 14 3.52 9.525 4.0 * o
g 16ER18NPT 16EL18NPT 18 352 9.525 4.0 * o
g 16ER27NPT 16EL27NPT 27 3.52 9.525 4.0 * )

*Recommended grade (always stock available)

e Available grade (always stock available)

o Make-to-order

L type
Type Basic dimensions(mm) Recommendgd
coating
grade
The right hand tools |  The left hand tools e S @1.c ad MGU540 | MGM720
9 (pitch/inch) '

16IR8NPT 16IL8NPT 8 352 9.525 40 0 o
g 16IR11.5NPT 161L11.5NPT 115 3.52 9.525 4.0 * o
= 16IR1ANPT 16IL14NPT 14 352 9.525 40 0 o
g 16IR18NPT 16IL18NPT 18 3.52 9.525 4.0 * o
Al 16IR27NPT 16IL27NPT 27 352 9.525 40 * o

A180

*Recommended grade (always stock available)

e Available grade (always stock available)

o Make-to-order
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Threading tools overview

Threading Tools

Threading tools code key

Clamping system
Top clamping Screw clamping

L

ZC ZS

Thread type

| Internal thread

E External thread

Nose height

h E
Note: 00 for round tool holder.

Only to integer, for example:
h=8mm is labeled as 08.

Shank width

b

Note: Diameter for round tool holder
for example: b=8mm is labeled as 08.

Tool length
Code H K M
Length 100 125 150
Insert size
Code 11
Triangle side length 11
Inscribed circle 6.35

Cutting direction
Right hand Left hand

SRS

P Q R S T U
170 180 200 250 300 350

16 22
16 22
9.525 12.70

WWW.megacutting.com
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Threading Tools

External threading tools

Threading Tools  MeeAcuT

Threading tools overview

'S —~
_ 10°
h a
. o
@ Li
R-type shown
Basic dimensions(mm) Applicable inserts | Inserts screw Shim sscr:g/]v Wrench
Type Stock
a| h| b L ]| s w d @ >/
1616H16 | A | 16 | 16 | 16 | 100 | 20
2020K16 | A | 20 | 20 | 20 | 125 | 25
T
2525M16 | A | 25 | 25 | 25 | 150 | 32 16ER 710-U5- ATS-16E AAV-11- 08-T15
40x12.2 Us-
3225P16 A | 2| 2| 25 | 170]| 2 o
3232P16 A | 2| 2| 32 | 170 40
SER
2525M22 | A | 25 | 25 | 25 | 150 | 32
3225P22 A | 2| 2| 25 | 170]| 2 .
22ER 1720-U8- | ATS-22E AAV-12- 08-T20
3232P22 A | 2| 32| 32 | 170 40 39%15 Us-
32%5.5
4040522 A | 40 | 40 | 40 | 250 | 50
1616H16 | A | 16 | 16 | 16 | 100 | 20
2020K16 | A | 20 | 20 | 20 | 125 | 25
T
2525M16 | A | 25 | 25 | 25 | 150 32 16EL 710-U5- ATS-16l AAV-11- 08-T15
40x12.2 Us-
3225P16 A | 2| 2| 25 | 170]| 2 AORAS
3232P16 A | 2| 2| 32 |10 4
SEL
2525M22 | A | 25 | 25 | 25 | 150 | 32
3225P22 A | 32| 32| 25 | 170 32 .
22EL 1720U8- | ATS-22I AAV-12- 0820
3232P22 A | 2| 2| 32 | 170 40 32415 Us.
32x5.5
4040522 A | 40 | 40 | 40 | 250 | 50

A Stock available

A182

AMake-to-order

WWW.megacutting.com
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Threading tools overview

Internal threading tools

Threading Tools

'S —
h
<) b
PS SJ_ ®
@)‘ . L od
R-type shown
— . Applicable : Shim
Basic dim .
ensions(mm) inserts Inserts screw Shim screw Wrench
Type Stock
d | L | b [Dwm s | h|L w A @ >/
0016K11 | A | 16 | 125 | 16 | 12 | 10 | 15 | 20.9
11IRO000 4008-M2.5x6 08-T8
0016M11 | A | 16 | 150 | 155 | 16 | 105 | 15 | 259
0016M16 | A | 16 | 150 | 155 | 20 | 12 | 15 | 27 M3.5x114015
0020M16 | A | 20 | 150 | 19 | 25 | 14 | 18 | 287
0020Q16 | A | 20 | 180 | 19 | 25 | 14 | 18 | 34
08-T15
0025M16 | A | 25 | 150 | 24 | 32 | 17 | 23 | 288
16IROOO0O
0032R16 | A | 32 | 200 | 31 | 40 | 22 | 30 | 30.9 M35x114015 | ATS.16E AAV-11-
0032S16 | A | 32 | 250 | 31 | 40 | 22 | 30 | 309 us-
SIR 40x4.5
0040T16 | A | 40 | 300 | 385 | 50 | 27 | 37 | 315
0050U16 | A | 50 | 350 | 495 | 63 | 35 | 49 | 402
0020Q22 | A | 20 | 180 |215| 25 | 15 | 18 | 35 U8-32x151720
0025R22 A 25 200 24 32 19 23 39 08-T20
0032522 | A | 32 | 250 | 31 | 40 | 22 | 30 | 364 eooOO
us- ATS-22E AAV-12-
0040T22 | A | 40 | 300 | 385 | 50 | 27 | 37 | 372 39151720 Us-
0050U22 | A | 50 | 350 | 485 | 63 | 35 | 47 | 426 32x5.5
0016K11 | A | 16 | 125 | 16 | 12 | 10 | 15 | 209
11L0000 4008-M2.5x6 08-T8
0016M11 | A | 16 | 150 | 155 | 16 | 105 | 15 | 25.9
0016M16 | A | 16 | 150 | 155 | 20 | 12 | 15 | 27 M3.5x114015
0020M16 | A | 20 | 150 | 19 | 25 | 14 | 18 | 287
0020Q16 | A | 20 | 180 | 19 | 25 | 14 | 18 | 34
0025M16 | A | 25 | 150 | 24 | 32 | 17 | 23 | 288
16ILO0000 08-T15
0032R16 | A | 32 | 200 | 31 | 40 | 22 | 30 | 309 M3.5x114015 | ATS.16E AAV-11-
0032S16 | A | 32 | 250 | 31 | 40 | 22 | 30 | 309 Us-
SIL 40x4.5
0040T16 | A | 40 | 300 | 385 | 50 | 27 | 37 | 315
0050U16 | A | 50 | 350 | 495 | 63 | 35 | 49 | 40.2
0020Q22 | A | 20 | 180 |215| 25 | 15 | 18 | 35 U8-32x15172
0025R22 | A | 25 | 200 | 24 | 32 | 19 | 23 | 39 08-T20
0032522 | A | 32 | 250 | 31 | 40 | 22 | 30 | 364| Lo\ oOOO
us- ATS-22E AAV-12-
0040T22 | A | 40 | 300 |385| 50 | 27 | 37 | 372 39%151720 Us-
0050U22 | A | 50 | 350 | 485 | 63 | 35 | 47 | 426 3255
A Stock available AMake-to-order

Al183
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Threading tools overview '

Threading Tools

Please follow the following steps to get the best threading result:

€) Select proper thread machining method. @ By checking reference table of standard
2] Define helical angle and select shim. threading programs, select feasible
© Select proper insert and tool holder size. cutting parameters.

(5 Select feed way.

Machining method of threading tools

External threading machining (Right thread) External threading machining (Left thread)

Ir[&

—i

.

Internal threading machining (Right thread) Internal threading machining (Left thread)

—<% yih m‘lﬁﬁﬂn‘.ﬂnﬁ

AR

W W

A184 O
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Threading tools overview

Application information of threading

Decide helical angle and select shim

The clearance angle of threading inserts is actually along the edge (flank). This has
significant effect on heat diffusion, spread of abrasion as well as tool life, security €= Helical angle
and pitch quality. The clearance angle of threading pitch on clearance face is P
determined by thread helical angle. These two angles are similar to each other to
some extent. If inclined angle of insert is different from the helical angle, then the

clearance angle won’tbe the same either. dm - f A S & h=0
The helical angle of pitch has to be the same with the inclined angle of insert to
prevent over wearing on the clearance face which could affect tool life. the helical
angle is calculated as below:

€= arctan _P_ A = Inclined angle
d g% J1

P= Pitch

d,= pitchdiameter

The most common inclined angle is 1°.MT standard
shim and its inclined angle is also1°.

Calculation of clearance angle:

Clearance angle is calculated as below:

|3 = arctan (ta no xtan C() Please refer to the table below for actualvalue:

Thread B
Extemal thread Intemal thread

26=Thread profileangle
a=The rake angle of extemal standard threading tools is 10°; the rake angle

profile angle 20

of interal standard threading tools is 15°.
507 5.8° 8.79°
The shim has to be changed when helical angle of thread is < 55° 5.24° 7.94°
clearance angle of tool, which could cause intervene on insert
flank. 30° 2.7° 41°
Please change the shim to adjust the difference between helical 2g° 26° 3.96°
angle of thread and inclined angle of shim to bewithin2°~0°.
Selectshim:
For example: when P=1.5, d2=24mm,
helical angle1.14°-(2°~0°)=inclined angle (-0.86°~1.14°) lead of thread(mm) Threading number/inch
itis feasible to use standard shim1°. 5 / / 3
. WMo/ | |1/
=[5 &/
[T <1/ 4
Shim specification table is as follows: 6 I / / A
; : N A
Screw pitch ‘ Insert Inclined Shim 5 ) % 5
range dimensions angle / / / Y /,/
0 MT16-00M N 4 // ~ -
R N /
0530 16 1 MT16-01M s 1/ P .
2 MT16-02MN / -
3 MT16-03M N 2l / d 1»"'3 B 11
7 18
0 MT22-00M N " - 18
1 MT22-01M N 32
3560 2 2 MT22-02M N
Workpiece diameter 50 100 150 200mm
3 MT22-03MN 2 4 6 8inch

Note: the standard angle of shim for our threading tools is 1°.
((MT16-01MN  or MT22-01MN)
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Threading tools overview '

Application information of threading

Select properinserts and size of tool holder(Pleaserefer to detailed table of threading tools and inserts)

Parameter table for threading program under different standards

@ Table of recommended in-feed for metric ISO external threading with wiper edge

Screw pitch 1.0 1.25 1.5 1.75 2.0 2.5 3.0 4.0 5.0
Total in-feed 0.72 0.86 1.02 1.17 1.33 1.63 1.94 2.58 3.21
Number of passes 5 6 7 8 9 13 15 17

Order to follow in Value of radial in-feed (X) and flank in-feed (2)

threading operation

Xfz X/z X/z Xfz X/z X/z X/z X/z X/z

1 0.20/- 0.20/- 0.21/- 0.22/- 0.24/- 0.25/- 0.25/- 0.35/- 0.40/-

0.18/0.10 | 0.18/0.10 | 0.18/0.10

3 0.16/0.09 | 0.14/0.09 | 0.18/0.10 | 0.18/0.10 | 0.20/0.12 | 0.21/0.12 | 0.20/0.12 | 0.25/0.14 | 0.30/0.17

0.10/0.06 | 0.10/0.08 | 0.15/0.09 | 0.15/0.09 | 0.15/0.09 | 0.18/0.10

5 0.08/- 0.08/0.05 | 0.12/0.07 | 0.13/0.08 | 0.12/0.07 | 0.15/0.09 | 0.18/0.10 | 0.18/0.10 | 0.25/0.14
0.10/0.06 | 0.11/0.08 0.15/0.09 | 0.18//9.10

7 0.08/- 0.10/0.06 | 0.10/0.08 | 0.12/0.07 | 0.13/0.08 | 0.18/0.09 | 0.18/0.10

0.10/0.06 | 0.10/0.08 0.15/0.09 | 0.16/0.09

9 0.08/- 0.10/0.06 | 0.10/0.08 | 0.15/0.09 | 0.15/0.09

0.10/0.06 | 0.13/0.08 | 0.15/0.09

" 0.08/- | 0.08/0.08 | 0.12/0.07 | 0.13/0.08
0.13/0.08

13 0.11/0.06 | 0.12/0.07

14 0.10/0.08

15 0.08/- 0.11/0.08
0.10/0.08

17 0.08/-
(=] 25 =
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Threading tools overview

Application information of threading

@ Table of recommended in-feed for metric ISO internal threading with wiper edge

Screw pitch 1.00 1.25 1.5 1.75 2.0 2.5 3.0 4.0 5.0
Total in-feed 0.62 0.77 0.92 1.06 1.21 0.15 1.79 2.36 2.95
Number of passes 5 13 15

Order to follow in Value of radial in-feed (X) and flank in-feed (2)

threading operation

X/z X/Z X/Z X[z X[z X[z X[z X/zZ X/zZ

1 0.18/- 0.20/- 0.22/- 0.23/- 0.24/- 0.25/- 0.28/- 0.30/- 0.32/-

0.15/0.09 | 0.16/0.09 | 0.16/0.09 | 0.18/0.10

3 0.12/0.07 | 0.12/0.07 | 0.14/0.08 | 0.14/0.08 | 0.15/0.09 | 0.15/0.09 | 0.20/0.12 | 0.22/0.13 | 0.25/0.14
0.10/0.08 0.13/0.08 0.15/0.09 | 0.18/0.10
5 0.08/- 0.10/0.06 | 0.11/0.06 | 0.12/0.07 | 0.12/0.07 | 0.13/0.08 | 0.15/0.09 | 0.18/0.10 | 0.21/0.12
0.10/0.06 | 0.11/0.06 0.15/0.09
7 0.08/- 0.10/0.06 | 0.10/0.06 | 0.12/0.07 | 0.12/0.07 | 0.15/0.09 | 0.18/0.10

0.10/0.06 | 0.10/0.06 | 0.15/0.09 | 0.18/0.10

9 0.08/- 0.10/0.08 | 0.10/0.08 | 0.12/0.07 | 0.15/0.09
0.10/0.06 0.15/0.09
» 0.08/- 0.10/0.06 | 0.12/0.07 | 0.15/0.09

0.11/0.06 | 0.15/0.09

" 0.11/0.06 | 0.12/0.07
» 0.10/0.08 | 0.11/0.08
5 0.08/- | 0.10/0.06
0.10/0.08
" 0.08/-
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Threading tools overview

Application information of threading

@ Table of recommended in-feed for American unified standard internal threading with wiper edge
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Threading tools overview

Application information of threading

@ Table of recommended in-feed for British standard internal and external threading with wiper edge
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Thr

ing Tool

Threading tools overview

@ Table of recommended in-feed for NPT internal and external threading with wiper edge

Screw pitch 27 14 11.5
Total in-feed 0.75 1.129 1.451 1.767 2.54
Number of passes 12 14
Order to follow in Value of radial in-feed (X) and flank in-feed (2)
threading operation X/z X/z X/z X/z X/z
1 0.19/- 0.22/- 0.240/- 0.24/- 0.255/-
0.15/0.087 0.181/0.104
3 0.13/0.075 0.152/0.088 0.170/0.098 0.182/0.105 0.245/0.141
0.11/0.083 0.150/0.086 0.168/0.097 0.230/0.133
5 0.09/0.052 0.131/0.075 0.140/0.081 0.155/0.089 0.210/0.121
0.130/0.075 0.195/0.112
7 0.101/0.058 0.120/0.069 0.138/0.079 0.1860/0.104
0.110/0.083 0.175/0.101
9 0.100/0.058 0.117/0.087 0.170/0.098
0.105/0.080 0.155/0.089
” 0.095/0.055 0.140/0.080
0.090/0.052
13 0.110/0.083
14 0.100/0.058
@ Table of recommended in-feed for BSPT internal and external threading with wiper edge
Screw pitch 28 14
Total in-feed 0.581 0.856 1.162 1.479
Number of passes 5
Ot i e Value of radial in-feed (X) and flank in-feed (2)
threading operation X/ X/z x/z X/z
1 0.179/- 0.223/- 0.222/- 0.214/-
0.134/0.070 0.181/0.094 0.213/0.111
3 0.103/0.054 0.139/0.072 0.163/0.085 0.186/0.097
0.117/0.081 0.138/0.072 0.157/0.082
5 0.078/0.040 0.103/0.054 0.121/0.083 0.138/0.072
0.093/0.049 0.110/0.057
7 0.101/0.052 0.115/0.080
0.107/0.0568
9 0.100/0.052

0.095//0.049




Threading tools overview

Application information of threading

Threading Tools  MecAcUT

yd
Grade
Unit MGUS4
: Hardne
ISO Material cuttingforce HB 0
Kc0.4 SS MGM7
N/mm?2 20
Cutting
speed(m/min)
C=0.15% 1900 125 150-175
Carbon steel C=0.35% 2100 150 140-155
C=0.60% 2250 200 130-145
Anneal 2100 180 110-130
Hardened 2600 275 80-100
Alloy steel | dened 2700 300 70-90
Hardened 2850 350 60-80
Anneal 2600 200 90-115
High alloy steel
Hardened 3900 325 70-90
Non_a"oy 2000 180 180-210
lowalloy 2500 200 90-115
Cast steel highalloy 2700 225 90-115
Martensite steel 12%Mn 3600 250 40-50
Austenite 2450 180 110-130
Stainless steel Martensite/Ferrite 2300 200 130-170
) ) 1100 130 110-140
Malleable castiron | Ferrite Pearlite
1100 230 85-105
Low tensile-strength 1100 180 110-140
K Gray castiron Hightensile-strength 1500 260 90-115
1100 160 110-130
Nodular cast iron Ferrite  Pearlite
1800 250 80-100
X 500 60 1300-1450
Al alloy Non-agingtreatment
. 800 100 450-500
N Aging treatment
. 750 75 430-470
Cast aluminumalloy |Non-agingtreatment
. 900 90 250-290
Aging treatment
Anneal 3000 200 35-50
Ironbase | Aging 3050 280 25-35
S Heat resistant alloy Anneal 3500 250 15-25
Ni- orCo- Aging 4150 350 10-20
base Casting 4150 320 10-15
H Hardened steel Hardened steel 4500 HRC55 40-50

Note: «The values in the above table are range values. High values in the range could be considered in actual cutting. When trying new
cutting speed, please check the cutting edge condition before operation.
«In stainless steel threading, high cutting speed should be used to prevent built-up edge.
«The cutting parameters should be reduced when cutting small pitch thread and when using tools with small nose radius.
*When cutting thread by tools with small nose radius, such as NPT standard thread, it is advisable to use tools with big nose radius
first to rough, so as to improve the life of tools with small nose radius.

A192 www.megacutting.com
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Threading tools overview

Application informtion of threadi

/ In-feed way of threading tools

Radial in-feed

« Easy operating, high general.

» V-shape chip caused by long chip steel workpiece will produce big bend
stress on cutting edge.

* It requires low cutting depth, sharp cutting edge and good tough material.

* Big quantity of heat when cutting ,V-shape chip is hard to control.

» Because the interface of cutting chips on the right and left side is long,
S0 it is easy to cause vibration and make the cutting edge suffer more
overloading.

A

Flank in-feed

« Cutting edge suffer small bend stress, stable estate, it is easy for chips
formation in deep cutting depth.

* There are enough space to leave chips flow when flank in-feed.

« Big abrasion on right flank.

Modified flank in-feed

* Right Cutting Edge also engage on cutting depth to a certain extent, it
can reduce the abrasion on right side of clearance face.

« Cutting edge suffer small bend stress, stable estate, it is easy for chips
formation in deep cutting depth.

» Good Cutting Performance.

Alternate flank in-feed

» Cutting edge trade off when machining, equality abrasion on left and
right side of clearance face on cutting edge, it can improve the life of
tools.

* Chips are flowing from both of right and left side, good chips flowing.

* Recommend using in big screw-pitch thread cutting.

Recommend adopting flank in-feed or alternate flank in-feed under allowable range of machining equipment or

programmer, it can eliminate the machining vibration effectively, and it has enough space discharge the chips between

pitch. Cutting edge suffer a small stress, machining stable, it likes the general turning process when machining thread,
. good chip control without extra chips.

WWW.megacutting.com
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Threading tools overview '

Application information of threading

/" Common problems in threading and solutions

Problem

Wear on clearance
face

Cause

Cutting speed too high.

Solutions

Reduce cutting speed.

Low cutting depth, abrasion.

Reduce frequency of feed and friction of cutting edge.

Inserts are over the center line.

Adopt correct center height.

Asymmetric wear on
right and left cutting

The inclined angle of insert is different
from the helical angle of thread.

Change to proper shim to get correct inclined angle.

e Flank in-feed is not correct. Change the way of flank in-feed.
Cutting speed too low. Increase cutting speed.
Cutting force too high. Increase frequency of feed and reduce Max in-feed.
Check if workpiece vibrates.
Breakage Unstable clamping. Reduce overhang of tool.

Verify clamping of workpiece and tool.

Chip twisting.

Increase the pressure of cooling liquid to blow away
chips.

Plastic deformation

High cutting speed, high temperature on
cutting area.

Reduce cutting speed.
Increase feed frequency and reduce Max cutting depth.

Insufficient cooling fluid.

Increase cooling fluid supply.

Low thread surface
quality

Cutting speed too low.
The insert is over the center line.

Chips are not under control.

Increase cutting speed.
Adjust centre height.

Change the operation way of tools to well control chips.

Incorrect profile

Incorrect center height.

Adjust centre height.

Pitch on machine is notcorrect.

Adjust machine.

Shallow profile

Cutting speed set wrong.

Adjust cutting depth.

Surface damage

Chips involved or contacted.

Change to flank in-feed to control chip flow direction.

Built-up edge

Temperature of cutting edge is too low.
Usually occur when machining stainless
steel and low carbon steel.

Increase cutting speed as well as pressure and
concentration of cooling fluid.
Choose inserts with good toughness.

Crack on surface

Cutting force too high

Reduce the cutting depth of each feed.

Vibration

Incorrect clamping of workpiece or tool

Verify clamping of workpiece and tool.
Minimize overhang of tool.

Incorrect cutting parameters

Increase cutting speed or reduce it substantially.

Incorrect tool clamping

Adjust center height.
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— I\/I G Chipbreaker

customized -MG chipbreaker series
Suitable for parting ,grooving, profile turning and turning, etc. Easy machining and

unobstructed chip flow lead to improved surface quality.

Human-centered design realizes B External turning
various application of one single
insert, reducing number of tools
needed

End surface grooving

Internal
turning

Inserts of the same edge with can work with
corresponding tool holders to satisfy the requirements

of external, internal and surface grooving and turning Internal

by using minimum numbers of inserts and tool grooving
holders, effectively reducing cost of tool storage and

management.

End surface grooving
External grooving

The cutting force is reduced by 20%o,
and the vibration is diminished.

Unique and professional structure design of parting inserts
e A special flank structure is designed to reduce cutting resistant force by 20% and diminish

vibration, which improves the surface quality.

e A special edge design requires less rigidity of machine. It can be used on low power machines.



Grooving tools overview

Little squirrel series parting and grooving inserts

Parting inserts

[ i
y : E
R
= ’V_@ s
Double edges edon
Grade
Basic dimensions(mm) Cement
Type CVD Coating PVD Coating o
carbid
e
T
S Rio1 | gonitd MGUS515 MGU540 | MGM720 | MGK510 MGNO10
Lamax

MGGNO01502-MG 15 0.2 16 o o * o o

MGGNO0202-MG 20 0.2 16 o o * o o

MGGN02502-MG 25 0.2 185 o o * * o
o
(=]
& |MGGNO0302-MG 3.0 0.2 21 o o * o o
@
&|MGGN0404-MG 40 04 21 o o * o °
@
1]

MGGNO0504-MG 5.0 04 26 o o * o o

MGGNO0604-MG 6.0 0.4 26 o o * o o

The single-edge insert is only mounted on parting blade.
*Recommended grade (always stock available)  eAvailable grade (always stock available) o Make-to-order

Please reduce the cutting speed by 30% when the
insert is approaching the centre of workpiece. This
can prolong tool life.

Optimal chipbreaker structure can well
control chip flow and curling.
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Grooving tools overview

Little squirrel series parting and grooving inserts

Profiling inserts

N

-G ST s
Grade
Basic dimensions(mm
Type (mm) CVD Coating PVD Coating Cg;nrgindtgd
Cutting depth
st P MGU515 | MGU540 | MGM720 | MGK510 | MGNO10
MGRN020-MG 20 16.0 o ° . * o
ol  MGRNO3MG 30 2 B o 5 * °
o
S| MGRN04-MG 40 2 o ° . * o
D
2| MGRNO5-MG 50 2% B o 5 b °
«Q
& MGRNO06-MG 6.0 16 o o . * o

*Recommended grade (always stock available)

o Available grade (always stock available)

o Make-to-order

/" The cutting parameters recommended are suitable for wet machining.

Insert size Recommended feed rate(mm/r)

Insert width(mm) Parting Grooving Grooving(-MM) Turning Turning(-MM) Profiling
1525 0.05-0.15 0.05-0.15 0.05-0.2 0.05-0.15 0.05-0.2 0.05-0.15
3 0.05-0.15 0.05-0.15 0.05-0.2 0.07-0.15 0.07-0.2 0.1-0.2
4 0.05-0.2 0.05-0.2 0.05-0.25 0.07-0.25 0.07-0.3 0.1-0.2
5 0.07-0.2 0.07-0.22 0.07-0.25 0.1-0.25 0.1-0.3 0.15-0.3
6 0.1-03 0.07-0.25 0.07-0.3 0.1-0.3 0.1-0.35 0.15-0.3
Workpiece material Hardness MGU515 MGU540 MGM720 MGK510 MGNO010
Carbon steel 1255HB<170 120-260 140-280 150-280
Low alloy steel 180sHB<275 80-175 100-240 110-200
High alloy steel 180<HB<325 80-160 100-220 110-190
Cast steel 180<HB<250 75-140 80-160 100-170
M Ferite, Martensite 200sHBS300 70170 100-200
Austenite 180<HB<300 80-200 110-220
Malleable cast iron 130SHB<230 100-200 130-220 90-160
Grey castiron 180<HB<220 90-170 120-200 80-140
Nodular castiron 160<HB<250 80-150 110-180 60-140
Al alloy - 200-400
Hightemperature alloy <400 20-70 30-60

The cutting parameters recommended are suitable for wet machining.
Advice: internal machining and end machining, The cutting speed should be
reduced by 30%-40%.
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Little squirrel series parting and grooving inserts

External parting, grooving and turning tools

H] g H
@
v
S : © B
Wi C
R-type shown
Stock Basic dimensions(mm) Applicable inserts Screw Wrench
Type
R|L| H=B L s W | armax (/ « (
1212R/L-15-T15 | A | A 12x12 100 12.15 15 15 MGGNO015
MGKT | 1616R/L-1.5-T15 | Ao |a 16x16 125 | 1615 | 15 15 MGGNO15 AKV-02-M6x22  AAL-03-3
2020R/L-1.5-T15 | A | A 20x%20 125 20.15 15 15 MGGNO015
1212R/L-2.0-T15 | A | A 12x12 100 12.165 2 15 MGGN-MGRNO020
1616R/L-2.0-T10 | A | A 16%16 125 16.165 2 10 MGGN-MGRNO020
1616R/L-2.0-T15 | A | A 16x16 125 | 16.165 2 15 MGGN-MGRNO020
2020R/L-2.0-T15 | A | A | 20x20 150 | 20165 | 2 15 MGGN-MGRNO20
MGKT | 2525R/IL-2.0-T15 | A | A 25x%25 150 | 25.165 2 15 MGGN-MGRN020 AAL0.3
3232R/L-2.0-T15 | A | A 32x32 170 | 32.165 2 15 MGGN-MGRN020 | AKV-02-M6x22
1616R/L-2.5-T15 | A | A 16x16 125 | 16.165 25 15 MGGNO025
2020R/L-25-T15 | A | A | 20x20 150 | 20.165 | 25 15 MGGNOZ5
2525R/L-2.5-T15 | A | A | 25x25 150 | 25.165 | 25 15 MGGNOZ5
1212R/L-3.0-T15 | A | A 12x12 100 | 12.165 3 15 MGGN-MGRNO030
1616R/L-3.0-T15 | A | A 16x16 125 | 16.165 3 15 MGGN-MGRNO030
2020R/L-3.0-T10 | A | A 20%20 150 | 20.165 3 10 MGGN-MGRNO30
2020R/L-3.0-T20 | A | A 20x%20 150 | 20.165 3 20 MGGN-MGRNO30
MGKT | 2020R/L-3.0-R28 | A | A 25%25 150 20.165 3 28 MGGN-MGRNO030
2505R/L-3.0-T10 | A | A | 25x25 | 150 | 25165 | 3 10 | MGGN-MGRNO30 2004 MBXDE0 - AALOS4
2525R/L-3.0-R15 | A | A | 25x25 150 | 25165 | 3 15 MGGN-MGRNO30
2525R/L-3.0-T22 | A | A 25%x25 150 | 25.165 3 22 MGGN-MGRNO030
3232R/L-3.0-T22 | A | A 32x32 170 | 32.165 3 22 MGGN-MGRNO030
2020R/L-4.0-T10 | A | A 20%20 150 | 20.165 4 10 MGGN-MGRNO30
2020R/L-4.0-T20 | A | A 20%20 150 20.165 4 20 MGGN-MGRNO040
2020R/L-4.0-R25 | A | A 25%25 150 20.165 4 25 MGGN-MGRNO040
MGKT | 2525R/L-4.0-T10 | A | A 25%25 150 25.165 4 10 MGGN-MGRNO040 2004 MEXLX20 AAL-05-4
2525R/L-4.0-T18 | A | A | 25x25 150 | 25165 | 4 15 MGGN-MGRNO40
2525R/L-4.0-T22 | A | A 25x%25 150 | 25.165 4 22 MGGN-MGRNO040
3232R/L-4.0-T22 | A | A 32x32 170 | 32.165 4 22 MGGN-MGRNO40

A Stock available AMake-to-order
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Grooving tools overview

Little squirrel series parting and grooving inserts

External parting, grooving and turning tools

R-type shown
Stock Basic dimensions(mm) Applicable inserts Screw Wrench
Type /
RIL| W8 | L | S | W | am f i (
2020R/L-5.0-T20 | A | A 20%20 125 | 20.165 5 20 MGGN-MGRNO50
2525R/L-5.0-T15 | A | A 25x25 150 | 25.165 5 15 MGGN-MGRNO50
2525R/L-5.0-T18 | A | A 25%25 150 | 25.165 5 18 MGGN-MGRNO50
2525R/L-5.0-T25 | A | A 25%25 150 | 25.165 5 25 MGGN-MGRNO50 | 5004-MBX1X20 AAL-05-4
MCGKT | oosori-50T25 | & | & | 32532 170 30 5 25 MGGN-MGRNO50
2525R/L-6.0-T15 | A | A 25x25 150 | 25.165 6 15 MGGN-MGRNO60
2525R/L-6.0-T25 | A | A 25x25 150 | 25.165 6 25 MGGN-MGRNO60
3232R/L-6.0-T25 | A | A 32x32 170 30 6 25 MGGN-MGRNO60

A Stock available

AMake-to-order
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Grooving tools overview

Little squirrel series parting and grooving inserts

End surface grooving and turning tools

r —
B0
Diameter range
of entering
L-type shown
. : Applicable
Stock Basic dimensions(mm) PP Screw Wrench
inserts
Type 7 v
yp 7D o, \'
R | L| HxB L S W | armax )
(min-max)
2525R/L-34/45-3-T17 A | A |25x25| 150 26 3 17 34-45
2525R/L-39/55-3-T17 A | A | 25x25| 150 26 3 17 39-55
2525R/L-49/80-3-T17 A | A |25x25| 150 26 3 17 49-80
2525R/L-70/110-3-T17 A | A | 25x25| 150 26 3 17 70-110
MGGN-
2525R/L-100/150-3-T17 | A | A |25x25| 150 26 3 17 100-150 MGRNO030
2525R/L-80/180-3-T32 A | A 25x25 | 150 26 3 32 80-180
2525R/L-175/215-3-T22 A | A | 25x25| 150 26 3 22 175-215
2525R/L-700/800-3-T17 A | A | 25x25| 150 26 3 17 700-800
2525R/L-40/85-4-T22 A | A |25x25| 150 26 4 22 40-85
2525R/L-70/110-4-T22 A | A | 25x25| 150 26 4 22 70-110
MGGN-
2525R/L-100/150-4-T22 | A | A |25x25| 150 26 4 22 100-150|  MGRNO40O
2525R/L-80/180-4-T32 A | A | 25x25| 150 26 4 32 80-180
MGKT 2525R/L-180/800-4-T32 A | 25x25 | 150 26 4 32 180-800
2525R/L-70/110-5-T25 A | 25%x25| 150 26 5 25 70-110
. AAL-05-4
2525R/L-100/150-5-T25 | A | A | 25x25| 150 26 5 25 100-150 2004-M8X1X20
0525R/L-80/180-5-T32 | A | A|25%25| 150 | 26 5 32 | 80-180 MGGN-
MGRNO050
2525R/L-140/200-5-T25 | A | A | 25x25| 150 26 5 25 140-200
2525R/L-180/800-5-T32 | A | A |25x25| 150 26 5 32 180-800
2525R/L-60/100-6-T25 A | A 25x25 | 150 26 6 25 60-100
2525R/L-60/100-6-T35 A | A |25x25| 150 26 6 35 60-100
2525R/L-100/200-6-T25 A | A 25x25 | 150 26 6 25 100-200
MGGN-
2525R/L-100/200-6-T35 A | A | 25x25| 150 26 6 35 100-200 MGRNO060
2525R/L-100/200-6-T45 A | A 25x25 | 150 26 6 45 100-200
2525R/L-140/300-6-T35 | A | A |25x25| 150 26 6 35 | 140-300

A Stock available

AMake-to-order
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Little squirrel series parting and grooving inserts

Internal grooving and turning tools

r —
===
ar ]
L @D
R-type shown
) -y |
Applicab
Stock Basic dimensions(mm) le Screw Wrench
inserts
Type
R L od L S W armax @Dmin
MGIT-R/L-16-2-T4 | a A 16 150 12 20 4 21 2503-M4x10
AAL-03-3
MGIT-R/L-20-2-T4 | Ao | A 20 170 14 20 4 25 MGGN- 2503-M4x10
MGRNO020
MGIT-R/L-25-2-T6 | Ao | A 25 200 | 185 2.0 6 32 2504-M5x10
MGIT-R/L-20-3-T6 | Ao | A 20 170 16 3 6 27
2504-M5x12
MGIT-R/L-20-3-T7 | Ao | A 20 170 13 3 7 25
MGIT-R/L-25-3-T6 | 4o | A 25 200 | 185 3 6 32
2504-M5x16
MGIT-R/L-25-3-T10| a4 | a 25 200 | 17.0 3 10 32
MGGN-
MGIT-R/L-32-3-T6 | 4 | 4 | 32 250 | 220 3 6 39 MGRNO30
MGIT-R/L-32-3-T12| A A 32 250 | 220 3 12 39
2004-M8x1x20
MGIT-R/L-40-3-T6 | Ao | A 40 300 | 26.0 3 6 47
MGIT-R/L-40-3-T12| A | A 40 300 | 27.0 3 12 48
MGIT-R/L-20-4-T6 | Ao | A 20 170 | 16.0 4 6 27
2504-M5x12
MGIT-R/L-20-4-T7 | Ao | A 20 170 | 130 4 7 25
AAL-05-4
MGIT-R/L-25-4-T6 | A | A 25 200 | 185 4 6 32 2504-M5X16
MGIT-R/L-25-4-T10| 4 | & 25 200 | 17.0 4 10 32
MGGN-
MGIT-R/L-32-4-T6 | Ao | A 32 250 | 22.0 4 6 39 MGRNO040
MGIT-R/L-32-4-T12| A A 32 250 | 220 4 12 39
2004-M8x1x20
MGIT-R/L-40-4-T6 | Ao | A 40 300 | 26.0 4 6 47
MGIT-R/L-40-4-T12| A A 40 300 | 27.0 4 12 48
MGIT-R/L-25-5-T7 | Ao | A 25 200 | 195 5 7 33 2504-M5x16
MGIT-R/L-32-5-T7 | Ao | A 32 250 | 23.0 5 7 40
MGIT-R/L-40-5-T6 | A | A 40 300 | 27.0 5 7 48 2004-M8x1x20
MGIT-R/L-40-5-T12| a | A 40 300 | 27.0 5 12 48
A Stock available AMake-to-order
[=] £%:[=]
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Grooving tools overview

Little squirrel series parting and grooving inserts

height of workpiece should be remained in +0.1mm, especially for

/ Center height control of parting and grooving tools
o No matter which parting or grooving tools you select, the ideal <
surface quality is only achieved by ensuring that insert is vertical
from the center line of workpiece, which can also effectively reduce O a0’
vibration during machining. a0’ 90\‘\»
o The height tolerance between insert edge bottom and the center

lever parting and grooving workpieces with small diameter. This can E
improve tool life, reduce cutting resistant force, and diminish burrs. 3 Conventional diagram
! of height difference of
tool center line
Parting
» When the insert is approaching the center of workpiece, the cutting
speed should be reduced by 30%, which is good for improving life and
surface quality.
» As long as conditions allow, try to shorten the overhang of tools as
much as possible to ensure good stability.
External grooving, turning and profiling
» In-feed sequence: When cutting depth>0.5mm, radial in-feed (Max.
cutting depth can be 0.75xinsert edge width S) — radial out-feed
about 0.1mm — axial in-feed —flank out-feed — axial in-feed — radial
machining to required depth.
+ When finishing, adopt the sequence shown in the diagram. It can reduce
vibration caused by the friction between tools and chips.
urface grooving and turning T I T
. Finishing (Multi-slot cutting) © 420

Cut inwards from Max. diameter. Inserts offset to inward flange when
retracting, as is shown in diagram (1).

» Recess turning ®
Axial turning depth should not exceed 0.75xS (cutting edge width). |m}|

If slot width is larger than slot depth, it is recommended to adopt recess ® @ T@
turning, as is shown in diagram (2).
If slot depth is larger than slot depth, it is recommended to adopt multi-
slot cutting.

» Finish machining | \\
First finish bottom and external diameter fringe, then finish the internal T r»
diameter to required size, as is shown in diagram (3). ® o @

Internal grooving and turning %@

» Tofacilitate chip flow, always feed along the direction of moving from
the deepest in the hole to outside. @

WWW.megacutting.com
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s hallowlgrooving)

Shallow groove series tool
grooving range

Groove depth(mm)
A

External groove
cutting

Groove width(mm)

A204

Machine industry shallow
groove processing tool

Widely used for shallow groove machining
of shaft and ring parts in machinery industry

Groove depth(mm)

cutting

Q 1 2 3 4 5
Groove width(mm)

0|
=
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Grooving tools overview

Square head shallow groove inserts

—~
°
Q
R-type shown
Basic dimensions(mm) e s
Type PVD Coating
S$:0025 | | g, R/C a1.c S ad MGC500 MGM720
GBAL11R/L 120-R02 1.20 1.50 R0O.2 6.35 3.18 2.8 o o
125-R02 1.25 1.50 R0.2 6.35 3.18 2.8 o o
145-R02 1.45 1.50 R0O.2 6.35 3.18 2.8 o o
150-R02 1.50 1.50 R0O.2 6.35 3.18 2.8 o o
200-R02 2.00 2.00 RO.2 6.35 3.18 2.8 o o
225-R02 2.25 2.00 R0.2 6.35 3.18 2.8 o o
GBA16R/L| 110-R01 1.10 2.00 RO.1 9.525 3.18 4.4 o o
125-R02 1.25 2.00 R0.2 9.525 3.18 4.4 o o
145-R02 1.45 2.00 R0.2 9.525 3.18 44 o o
150-R02 1.50 2.00 R0.2 9.525 3.18 4.4 o *
175-R02 1.75 2.00 R0O.2 9.525 3.18 4.4 o o
185-R02 1.85 2.50 R0.2 9.525 318 44 o
200-R02 2.00 2.50 R0.2 9.525 3.18 44 o *
250-R02 2.50 2.50 R0.2 9.525 3.18 4.4 o *
300-R02 3.00 3.00 R0.2 9.525 3.18 44 o *
GBA43R/L| 125-R02 1.25 2.00 R0.2 12.70 4.76 515) o o
145-R02 1.45 2.00 R0O.2 12.70 4.76 55 o o
150-R02 1.50 3.50 R0.2 12.70 4.76 55 o *
175-R02 1.75 3.50 RO0.2 12.70 4.76 55 o o
185-R02 1.85 3.50 R0.2 12.70 4.76 515 o o
200-R02 2.00 3.50 R0O.2 12.70 4.76 55 o *
230-R02 2.30 3.50 R0.2 12.70 4.76 515} o o
250-R03 2.50 4.00 R0.3 12.70 4.76 55 o *
265-R03 2.65 4.00 R0O.3 12.70 4.76 515} o o
280-R03 2.80 4.00 R0.3 12.70 4.76 55 o o
*Recommended grade (always stock available) eAvailable grade (always stock available) o Make-to-order
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Grooving tools overview

GBA series shallow grooving inserts

Square head shallow groove inserts

—~
O
8
R-type shown
Basic dimensions(mm) e
Type PVD Coating
S£0025 | [ @ R/IC al.c S: ad MGC500 MGM720
GBA43R/L| 300-R03 3.00 4.00 R0.3 12.70 476 55 o *
320-R03 3.20 4.00 RO.3 12.70 4.76 55 o o
330-R03 3.30 4.00 R0.3 12.70 476 55 o o
350-R03 3.50 5.00 RO.3 12.70 4.76 55 o *
400-R04 4.00 5.00 R0.4 12.70 476 55 o *
430-R04 4.30 5.00 R0.4 12.70 476 515 o o
450-R04 450 5.00 RO.4 12.70 4.76 55 o o
480-R04 4.80 5.00 RO.4 12.70 5.06 55 o o

*Recommended grade (always stock available) eAvailable grade (always stock available)
Example of special specification customization:

o Make-to-order

1. Custom-made insert width of 1.6mm, the tip form of the arc form, arc radius of 0.3mm right blade, 1.C value of 12.7mm, then the

ustom-made insert model is GBA43R160-R03.
.Customized edge width range: GBA11 : 0.50~3.0mm ; GBA16 : 0.50~3.0mm ; GBA43 : 1.0~4.8mmo.

Round head shallow groove inserts

r —
R-type shown
Basic dimensions(mm) Grade
Type PVD Coating
S20025 | La., R/C a1.c S ad MGC500 MGM720
GBA16RIL 200R 2.00 2.50 1.00 12.70 318 4.4 ° °
300R 3.00 2.50 150 12.70 3.18 4.4 ° °
GBA43R/L 100R 1.00 2.00 0.50 12.70 4.76 55 ° °
150R 1.50 3.50 0.75 12.70 4.76 615) o o
200R 2.00 3.50 1.00 12.70 4.76 55 ° °
250R 2.50 4.00 125 12.70 4.76 53 o °
300R 3.00 4.00 150 12.70 4.76 55 o o
400R 4.00 5.00 2.00 12.70 4.76 55 o °
*Recommended grade (always stock available) eAvailable grade (always stock available) o Make-to-
Example of special specification customization: order
Custom-made inserts width of 1.6mm, the tip form of the arc form, the arc radius of 0.8mm right insert, then the custom-made
insert model is GBA43R160R.
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GBA series shallow grooving inserts

External shallow groove tools

r ™
I
S Bl ?
R-type shown. Theright A
(R) cutter bar is fitted with L
a right (R) blade, and the I 1
left (L) cutter bar is fitted
with a left (L) blade.
Basic dimensions(mm) Applicable inserts | Screw Wrench
T Stock Width
ype oC
H B s e L (Gum) d
MGBRI/L | 1616K16-15 A 16 16 21 125
2020K16-15 A 20 20 25 125 1.1-1.8 GBA16R/L
110~180
2525M16-15 A 25 25 30 150
4015- 80-T15
1616K16-25 A 16 16 21 125 M3.5x10
2020K16-25 A 20 20 25 125 1.8-3.0 GBA16R/L
180~300
2525M16-25 A 25 25 30 150
2020K43-15 A 20 20 25 255 125
1.0-23 GBA43R/L
2525M43-15 A 25 25 30 150 100~230
2020K43-25 A 20 20 25 125
2.3-33 GBA43R/L -
2525M4325 | A 25 25 30 150 520-330 1020 MSx11| - 80-T20
2020K43-35 A 20 20 25 125
3.3-48 GBA43R/L
2525M43-35 A 25 25 30 150 330~480
A Stock available AMake-to-order
Internal shallow groove tools
—

~

@Dmin

e shown. Theright
(R) cutter bar is fitted with a right
(R) blade, and the left (L)

cutter bar is fitted witha

left (L) blade.

Basic dimensions(MMM) Applicable inserts Screw

Wrench

Type Stock h
@Dmn | od s e L om q v

S16M-GBA1118R/L 20 A 16 20 120 40 150 0.5-1.8 GBAL1R/L 050~180 | 3008 M2.5x6 | 08-T8
S20M-GBA1618RI/L 20 A 25 20 135 35 150 0.5-1.8 GBA16R/L 050~180

4015-M3.5x10 | 08-T15
S20M-GBA1625RI/L 20 A 25 20 135 35 150 0525 GBAI16R/L 050~250
S25M-GBA4323RIL 25 A 35 25 182 35 150 1.0-2.3 GBA43R/L 100~230
S25M-GBA4333RIL 25 A 35 25 182 35 150 2533 GBA43R/L 100~230

1020 M5x11
S25M-GBA4348RIL 25 A 35 25 182 35 150 33438 GBA43R/L 250~330 08-120
S32M-GBA4323RIL 32 A 45 32 232 35 150 1.0-2.3 GBA43RI/L 100~230
A Stock available AMake-to-order
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A208

Grooving tools overview

@ Recommended cutting parameters for GBA series shallow groove tools

Recommended insert material

(cutting speed m/min)

A: Tool feed for grooving(mm/r)

Procegsed PVD Coating B: Tool feed for transverse machining(mm/r)
fuaterel T ey C: Depth of cut for transverse machining(mm)
GBA..R/L050-120 GBA..R/L125-225 |GBA..R/L230-325 |GBA..R/L30-400 |GBA..R/L400-480
A: 0.03-0.08 A: 0.04-0.09 A: 0.05-0.1 A: 0.05-0.12 A: 0.05-0.12
Carbon Steel 80-180 80-180 Non-horizontal processing B: 0.04-0.09 B: 0.05-0.1 B: 0.05-0.1 B: 0.05-1
Non-horizontal processing C: 0.3(MAX) C: 0.5(MAX) C: 0.5(MAX) C: 0.8(MAX)
A: 0.03-0.07 A: 0.04-0.08 A: 0.05-0.09 A: 0.05-0.1 A: 0.05-0.1
Alloy Steel 80-160 80-160 Non-horizontal processing B: 0.04-0.08 B: 0.05-0.09 B: 0.05-0.1 B: 0.05-1
Non-horizontal processing C: 0.3(MAX) C: 0.5(MAX) C: 0.5(MAX) C: 0.5(MAX)
A: 0.03-0.07 A: 0.04-0.08 A: 0.05-0.09 A: 0.05-0.1 A: 0.05-0.1
Stgit’::fs 60-130 60-130 Non-horizontal processing |  B: 0.04-0.08 B: 0.05-0.09 B: 0.05-0.1 B: 0.05-1
Non-horizontal processing C: 0.3(MAX) C: 0.5(MAX) C: 0.5(MAX) C: 0.5(MAX)

The cutting parameters above are applicable to external grooving. When machining internal hole grooves,

please reduce the cutting speed and feed by 10%.

WWww.megacutting.com
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PCD Inserts CBN Inserts

m ! - ' Hardened Steel

MecACUT




CBNPCDTools  MecAcUT

CBN-PCD tools overview

Insert shape Tolerance class
B ] R | | <G
A B c
e Cods Nose height M (Inscribed circle | Thickness S Cotle Nose height M |Inscribed circle | Thickness S
‘@ Tolerance(mm) [Tolerance(mm) | Tolerance(mm) Tolerance(mm) [Tolerance(mm) | Tolerance(mm)
D E H A +0.005 +0.025 +0.025 J +0.005 +0.05-+0.13| +0.025
655 / 0 F | 10005 $0.013 | 0025 | K | 0013 |%0.05#0.13| +0.025
K L M
(o] +0.013 +0.025 +0.025 L +0.025 +0.05-£0.13| +0.025
Q /\ H +0.013 +0.013 +0.025 M | £0.08-£0.18 | +0.05-+0.13 +0.13
P S
E +0.025 +0.025 +0.025 N | +0.08-+0.18 | +0.05-+0.13| +0.025
@ 80° Others S s ; SRS s ; s : :
Vv w z G 1+0.025 +0.025 +0.13 U | £0.13-+0.38 | +0.08-+0.25| +0.13
(- . . D @ Chipbreaker and ) g
Clearance angle of main cutting edge clan’:ping system Length of cutting edge
Clearance Clearance With/ Section plane Insert sha
Code Code Code |y : . pe
angle angle Without hole of insert Diameter
g e lc|[p[rR[s[T[Vv] w
A B N owees | T 1m0 0 ALQ
~ o e 5°
3 % 3.97 06
> 65 05
B With o0
[ 5.56 09
c ; D F > 65 6.0 06
=i = (o5 With 6.35 08 107 I 1 1"
8.0 08
9.525 09 11 09 09 16 16 06
E F A With 100 10
20° 25° D:D 12.0 12
<65° 12.7 12 15 12 12 22 22 08
w With 16.875 | 16 15 15 27
G E N 16.0 19 | 16
30° ~-0° % 19.05 19 19 19 33
<65
Q With 20.0 20
Other E’ 250 | 25 | 25 | 25
P - 0 clearance 254 25 | 25
1 angle X -- Special 31.75 31
- J & J 32 32

WWW.megacutting.com
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)
@ Good working condition ‘g) Normal working condition @ Bad working condition

ngastim @@@@ [ [ ] [ ]
% ~ Heat resistant alloy Tialloy . oo

| Dot ssuow

g[ﬂ Non ferrous metal

- N o d o o o o
— — - N N — - I
a9 o NN Q o4 N ™
YoX I I I n 0 0
o O o 0 O Q Q Q
= = = = = = = =
CNGA120404-2 127 | 476 | 5156 | 04 | 25| o
CNGA120408-2 127 | 476 | 5156 | 08 | 24 | 5 o
. CNGA120412-2 127 | 476 | 5156 | 1.2 | 2.3
=]
7
o -
3 CNGA120404-4 127 | 476 | 5.156 | 04 | 25 * *
CNGA120408-4 127 | 476 | 5156 | 0.8 | 24 * *
CNGA120412-4 127 | 476 | 5156 | 1.2 | 2.3 * *
r R
@ Good working condition @ Normal working condition @ Bad working condition
80° :

s@enm 0006
! gk osisoutoley, TS, ‘ T eee
é mSuperha mafeﬂm 9@@@@ 2. el b
gﬂ] Non ferrous metal 7 o

— o — - N | -
- - — N | o
— o N N N | M
Yo I I I [NR%}
o O QO 0 O [ORNO]
= = = = = ==
CNGN120404SE 127 4.76 0.4 o
5 SE
& CNGN120408SE 127 4.76 0.8 o
(o}
= CNGN120412SE 127 4.76 12 o
o
3
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
* Recommended grade (always stock available) oMake-to-order
www.megacutting.com 211
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CBN inserts

)
@ Good working condition @ Normal working condition @ Bad working condition

g‘mCastimn ©00ve | :

- Heatresistant alloy, Tialloy ©oe
S [[)swertadmateial 0 QOO ®

g;m Non ferrous metal | o

— N — N — — —
— — N N — — I
- — [aV) [aV) — N (2]
¢ oX I I n n 9
o O o O o O O
= = = = = = =
DNGA150404-2 127 | 476 | 5156 | 04 | 25| o o o o o o o
DNGA150408-2 127 | 476 | 5156 | 08 | 21| o o o o o o o
= DNGA150412-2 127 | 476 | 5156 | 12 | 20| o o o o o o o
7}
g DNGA150604-4 127 | 635 | 5156 | 04 | 25| o o o o - -
DNGA150608-4 127 | 635 | 5156 | 08 | 21| o o o o o o o
DNGA150612-4 127 | 635 | 5156 | 1.2 | 20| o o o o o o o
r )
@ Good working condition ‘;) Normal working condition @ Bad working condition
O -
55 = [ costiron 0L
§ Heat resistant ally,Tialloy ! ©oe
3 [3) swe POV
§ m Non ferrous metal

A212

— o~ — — N — — —
— — — N N — — -
- o N N — N [32]
Y X I I I 0w u 0
o O o O O o 0O O
S = s = = s = =
DNGN150404SE 12.7 476 04 o
DNGN150408SE 127 476 08 o
—
3
& DNGN150412SE 12.7 476 1.2 o
a SE
=1 DNGN150604SE 127 635 04 o
o
=+ DNGN150608SE 127 6.35 08 .
DNGN150612SE 127 6.35 12 o
www.megacutting.com
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— ﬁ

() Good working condition (&) Normal working condition () Bad working condition
5 [d cestiron 0006 |
. Heatresistantally,Tialloy o6

O B gmswmmﬂm EREE T
1 3 - BER

m Non ferrous metal

SNGA120404-2 127 | 476 | 5156 | 04 | 25| o o o o o o
SNGA120408-2 127 | 476 | 5156 | 08 | 22| o o o o o o
SNGA120412-2 127 | 476 | 5156 | 12 | 20| o o o o o o
SNGA120404-4 127 | 476 | 5156 | 04 | 25 | * *x *  x *  x
§ SNGA120408-4 127 | 476 | 5156 | 0.8 | 22 | * * *  * *  *
+ SNGA120412-4 127 | 476 | 5156 | 1.2 | 20 | * * *  x *  *
SNGA120404-8 127 | 476 | 5156 | 04 | 25| o o o o o o o]|o o
SNGA120408-8 127 | 476 | 5156 | 08 |22 | o o o o o o o|o o
SNGA120412-8 127 | 476 | 5156 | 12 | 20| o o o o o o o|o o
r —
{2 Good working condition (&) Normal working condition (:3) Bad working condition
§ m Cast iron @ 00
:  Heat resistant alloy, Ti alloy B @ (_) (3)

m..su.éermrdmm L. @ @ @ @ @

g m Non ferrous metal

MGK111
MGK112
MGH211
MGH221
MGH222
MGS211

— SNGN120404SE o

=]

g SE

3 SNGN120408SE 12.7 4.76 0.8 o

=}

(%]

g SNGN120412SE 12.7 4.76 12 o
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) oMake-to-order

www.megacutting.com A213
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CBN inserts

@ Good working condition @ Normal working condition @ Bad working condition

)

5 [ cestiron 0006 ]

% © Heatresitntaloy Tiakoy 006
m Superhard material L @‘9 ©ee

g’ m Non ferrous metal o I

TNGA160404-3 9525 | 476 | 381 | 04| 25| 0 o o o o o o o

TNGA160408-3 9525 | 476 | 381 | 08| 22| o o o o o o o o

a‘ TNGA160412-3 9525 | 476 | 381 | 1.2/ 20| o o o o o o o o
3 TNGA160404-6 9525 | 476 | 381 | 04| 25| 0 o o o o o o o
TNGA160408-6 9525 | 476 | 381 | 08| 22| o o o o o o o o

TNGA160412-6 9525 | 476 | 381 | 12| 20| o o o o o o o o

—

60°

@ Good working condition Q Normal working condition Q Bad working condition

ngastiron @e @@ | : :
i - Hoatesitntaloy Tialoy o6
m Super hard material I (SHSH TN @

g m Non ferrous metal

MGK112

MGK111
MGH221
MGH222
MGS111

MGH211

5 TNGN160404SE o

I

3 TNGN160408SE SE 9525 | 476 08 °

=]

o

3 TNGN160412SE 9.525 4.76 1.2 o

When using PCBN blades, please try to keep the cutting
According to processing requirements, the size and number of . ded arade (al . depth below. 0.5mm.
non-standard tool nose arcs can be provided. Recommended grade (always stock available) o Make-to-order
www.megacutting.com
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_ ﬁ

() Good working condition  (£) Normal working condition () Bad working condition
o ngastlron ©00e
' 3 | Heal et o Tialoy j 5 | § ‘ (;;) 00

S g m Non ferrous metal

— N — - N — —
— — — N N - -
— - o N N N 3]
Y I T T n 0
0 O o O O Qo O
s = =z = = = =
VNGA160404-2 9525 | 476 | 381 | 04|28 | o o o o o o o o
VNGA160408-2 9525 | 476 | 381 | 08|25 | o o o o o o o o
2 VNGA160412-2 9525 | 476 | 381 | 12|20 |0 o - - -
0]
+ VNGA160404-4 9525 | 476 | 381 | 04|28 | *x % * ok K* * *x  *
VNGA160408-4 9525 | 476 | 381 | 08| 25 | * % * Kk * * k%
VNGA160412-4 9.525 | 476 | 3.81 12|20 | * % * Kk * * *  *
- N
@ Good working condition Q Normal working condition @ Bad working condition
ngast iron 0006
%  Heatresistantaloy Tialoy , ©Oe
mSuperhardmatemi I OOV
g m Non ferrous metal

— VNGN160402SE 9.525 4.76 0.4 o o

=

g VNGN160404SE 9525 | 476 04 |o o

8’. SE

= VNGN160408SE 9.525 4.76 0.8 o o

o

+ VNGN160412SE 9.525 476 12 |o o
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) o Make-to-order
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CBN inserts

)
@ Good working condition Q Normal working condition Q Bad working condition

g[:! ©00e

" Heat resistant alloy, Tialloy

Cast iron »
| ©0e

m Super hard material

g m Non ferrous metal

WNGA080404-3 127 | 476 | 516 |04 | 25| o o o o o o
WNGA080408-3 127 | 476 | 516 |08 |24 | o o o o o o
_. WNGA080412-3 127 | 476 | 516 | 12 |23 | o o o o o o
% WNGA080404-6 127 | 476 | 516 | 04 | 25| * % * ok *  *
WNGA080408-6 127 | 476 | 516 | 08 | 24 | * % * ok *  *
WNGA080412-6 127 | 476 | 516 | 1.2 | 23 | * % * ok *  *

—

80°

a1C

() Good working condition (&) Normal working condition (:4) Bad working condition

§m0astiron @@@@ |
: . Heatresstantaloy Tialoy ! e
ms"”"hﬁrdmaterlm 99@&9@ .k il S

g m Non ferrous metal

MGK111

MGS111
MGS211

=3 WNGNO080404SE o
]
a WNGNO0B0408SE SE 127 476 08 o
=}
§ WNGN080412SE 127 | 476 12 o
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
* Recommended grade (always stock available) o Make-to-order
2016 www.megacutting.com
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=BILIg0ls overview,,

™

@ Good working condition Q;) Normal working condition Q Bad working condition

H (3 cestiron 0006 | |

B Heatresistantalloy, Tialoy | 5@ a
§ > ©O6
3 msuperhardmateml | | © @@@@

g m Non ferrous metal i

CCGW060202-2 635 | 238 | 28 0.2 25 | o o o o o o o
CCGW060204-2 635 | 238 | 28 0.4 25 | o o o o o o o
CCGW060208-2 635 | 238 | 28 0.8 24 | o o o o o o o
CCGWO09T302-2 9525 | 397 | 44 0.2 25 | o o o o o o o
CCGWO09T304-2 9525 | 397 | 44 0.4 25 | o o o o o o o
CCGWO09T308-2 9525 | 397 | 44 0.8 24 | o o o o o o o
CCGW120402-2 127 | 476 | 55 0.2 25 | o o o o o o o
CCGW120404-2 127 | 476 | 55 0.4 25 | o o o o o o o
CCGW120408-2 127 | 476 | 55 0.8 24 | o o o o o o o

According to processing requirements, the size and number of
non-standard tool nose arcs can be provided.

When using PCBN blades, please try to keep the cutting
depth below. 0.5mm.
* Recommended grade (always stock available) o Make-to-order

—

{2 Good working condition (&) Normal working condition (i) Bad working condition

ngastlron @@@@
B | Heatresistantalloy, Tialloy | ; | @ k-) Q:«
m supemrd —_— Lo @ @ @ @ ‘8)

g‘ m Non ferrous metal

- o - o o IR

a9 o 4 N N I

| RN o0

Y X I I T [} (%]

o O O 0 O Q V]

S = =z = = = =

DCGWO070202AE-2 635 | 238 | 28 0.2 27 | o o o o o o o o
DCGWO070204AE-2 635 | 238 | 28 0.4 25 | o o o o o o o o
DCGWO070208AE-2 635 | 238 | 28 0.8 21 | o o o o o o o o
DCGW11T302AE-2 9525 | 397 | 44 0.2 27 | o o o o o o o o
DCGW11T304AE-2 9525 | 397 | 44 0.4 25 | o o o o o o o o
DCGW11T308AE-2 9.525 | 3.97 4.4 0.8 2.1 o o o o o o o o

According to processing requirements, the size and number of
non-standard tool nose arcs can be provided.

WwWw.megacutting.com

When using PCBN blades, please try to keep the cutting
depth below. 0.5mm.
* Recommended grade (always stock available) oMake-to-order

A217



http://www.megacutting.com/

CBN tools overview

CBNTools  MecAcUT

CBN inserts
/ TC oo (Positive angle) .
() Good working condition  (£t) Normal working condition (:4) Bad working condition
6Q°
V4 ngastlron OO
X
‘?‘3' Heat resistant alloy, Ti alloy GHOHR
ad @ ) e £ i s
i g m Super hard material SHEHDHRHR)
S ]
[ Non ferrous metal
Powder
Dimsension(mm) Castiron |Hardened steel| alloy&
Insert shape Sepcification - o o o o [T —
3 3 3§ 8 = IS
g X
a1.C S ad r L 5 6 5 5 5 8 8 8
> = =z = = = = =
TCGW090202-3 5.56 2.38 25 0.2 2. o o o o o o o
TCGWO090204-3 5.56 238 25 0.4 25 o o o o o o o
TCGWO090208-3 5.56 2.38 25 0.8 22 o o o o o o o
D TCGW110202-3 6.35 2.38 2.8 0.2 25 o o o o o o o
n TCGW110204-3 6.35 2.38 2.8 0.4 25 o o o o o o o
‘—‘ TCGW110208-3 635 | 233 | 28 | 08 | 22 |o o o o o olo
TCGW16T304-3 9.525 | 3.97 4.3 04 25 o o o o o o o o o
TCGW16T308-3 9525 | 397 4.3 0.8 25 o o o o o o o o o
TCGW16T312-3 9525 | 397 4.3 12 22 o o o o o o o o o
—

- VBoo (Positive angle)

() Good working condition

(2*) Normal working condition (<) Bad working condition

9.2 m Cast iron ©O00E
=
% Heat resistant alloy, Ti alloy QW&
®
g m Super hard material ©OLOE
o
5 Non ferrous metal
. _ Powder
Dimsension(mm) Cast iron | Hardened steel| alloy&
Insert shape Sepcification - o o d o -
3 3 g 88 SEBS
X X I I I
al.Cc S ad r L 55 i & A
= = = = = = =
VBGW110302-2 6.35 3.18 28 0.4 33 o o o o o o o o
VBGW110304-2 6.35 3.18 28 04 28 o o o o o o o o
VBGW110308-2 6.35 3.18 28 0.8 25 o o o o o o o o
VBGW160402-2 9.525 | 476 4.4 0.2 33 o o o o o o o o
v VBGW160404-2 9525 | 4.76 4.4 0.4 28 | o o o o o o o o
VBGW160408-2 9.525 | 4.76 4.4 0.8 25 | o o o o o o o o
VBGW160412-2 9.525 | 4.76 4.4 0.2 22 o o o o o o o o
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
* Recommended grade (always stock available) o Make-to-order
www.megacutting.com
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B NLI00/S OV ELYI Sty
- VCoo ositvemse) -

@ Good working condition "u') Normal working condition Q Bad working condition

ngastimn ©© Q@ | |
% ~ Heat resistant alloy, Ti alloy | © Q_‘) e
3 [[)swerhodmaterial 00 QO @@®
gm Non ferrous metal ol T

VCGW110302-2 6.35 | 318 | 28 0.2 33 o o o o o o o o

VCGW110304-2 6.35 | 3.18 28 0.4 2.8 o o o o o o o o

VCGW110308-2 6.35 | 318 | 28 0.8 25 o o o o o o o o

VCGW160402-2 9.525 | 4.76 4.4 0.2 &8 o o o o o o o o

o VCGW160404-2 9525 | 476 | 44 | 04 28 |o o o o o o o o

VCGW160408-2 9.525 | 476 | 4.4 0.8 25 o o o o o o o o

VCGW160412-2 9525 | 476 | 44 12 22 o o o o o o o o
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) oMake-to-order

www.megacutting.com A219
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CBN inserts

(&) Good working condition (L) Normal working condition () Bad working conditior]

™

Castiron

5 }Q": Heat resistant alloy

@

MGH221
RCGNO090700T 9.525 7.94 o
RCGN120700T 127 7.94 o

*Recommended grade (always stock available)

2.Tailor-made nonstandard CRXCR

e Available grade (always stock available)

o Make-to-order

~

11°

AN

@ Good working condition @ Normal working condition Q Bad working condition

N

; m Castiron

&I")‘ Heat resistant alloy

MGH221
RPGNO090700T 9.525 7.94 o
RPGN120700T 127 7.94 o

*Recommended grade (always stock available)

e Available grade (always stock available)

www.megacutting.com

o Make-to-order
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PCD tools overview

PCD inserts

() Good working condition (£t) Normal working condition (=) Bad working condition

s m Cast iron

Heat resistant alloy, Ti alloy

[o]

m Super hard material

|eLa)ew a0a1dx

Non ferrous metal © () Y =

— o o o
R B B
2 g g 2

CCGWO060202AF 0.2 2.6 o o o o

CCGWO060204AF 6.35 | 238 | 2.8 0.4 2.5 * * * *

CCGWO060208AF 6.35 | 238 | 2.8 0.8 24 o o o o

CCGWO9T302AF 9.525| 397 | 44 0.2 2.6 o o o o

CCGWO9T304AF 9.525| 3.97 | 4.4 0.4 25 o o o o

CCGWO9T308AF 9.525| 3.97 | 44 0.8 2.4 * * * *

CCGW120402AF 127 | 476 | 55 0.2 2.6 o o o o

CCGW120404AF 12.7 | 476 | 55 0.4 25 o o o o

” CCGW120408AF 12.7 | 476 | 55 0.8 2.4 * * * *
h CCGT060202 6.35 | 238 | 2.8 0.2 2.6 o o o o
CCGT060204 6.35 | 238 | 2.8 0.4 2.5 o o o o

CCGT060208 6.35 | 238 | 2.8 0.8 24 o o o o

CCGTO09T302 9.525| 3.97 | 4.4 0.2 2.6 o o o o

CCGT09T304 9.525| 397 | 44 0.4 2.5 o o o o

CCGTO09T308 9.525| 397 | 44 0.8 24 o o o o

CCGT120402 12.7 | 476 | 55 0.2 2.6 o o o o

CCGT120404 12.7 | 476 | 55 0.4 25 o o o o

CCGT120408 12.7 | 476 | 55 0.8 24 o o o o

According to processing requirements, the size and number of * Recommended grade (always stock available) o Make-to-order

non-standard tool nose arcs can be provided.

WwWw.megacutting.com
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PCD tools overview

() Good working condition (£t) Normal working condition () Bad working condition

g m Cast iron

|euajew a0a1dy

Heat resistant alloy, Ti alloy

m Super hard material

Non ferrous metal

< = &

MGS121

MGS200
MGS201
MGS202

DCGWO070202AF o o
DCGWO070204AF |635|238| 28 | 04 | 25 o o
DCGWO070208AF 635|238 | 28 | 0.8 | 21 * * *
DCGW11T302AF |9.525/ 397 | 44 | 0.2 | 2.7 o o
“ DCGWI11T304AF |9.525| 397 | 44 | 04 | 25 o o
J DCGW11T308AF |9.525/ 397 | 44 | 08 | 2.1 * * *
DCGT070202 6.35|238| 28 | 0.2 | 2.7 o o
DCGT070204 6.35|238| 28 | 04 | 25 o o
DCGT070208 635|238 28 | 08 | 2.1 o o
DCGT11T302 9525/ 397 | 44 | 0.2 | 2.7 o o
DCGT11T304 9525397 | 44 | 04 | 25 o o
DCGT11T308 9525/ 397 | 44 | 08 | 2.1 o o
According to processing requirements, the size and number of * Recommended grade (always stock available) o Make-to-order
non-standard tool nose arcs can be provided.
O
222 www.megacutting.com &
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PCD tools overview

PCD inserts

() Good working condition (£t) Normal working condition (=) Bad working condition

Cast iron
Heat resistant alloy, Ti alloy

m Super hard material

|euajew 20a1d3Jop

Non ferrous metal © & o =

— o — N
208 8
g 2 g 2
TCGWO090202AF o ° ° o
TCGWO090204AF 556 | 238 | 25 04 25 o o ° o
TCGWO090208AF 556 | 238 | 25 0.8 22 * * * *
TCGW110202AF 6.35 2.38 28 0.2 25 o o o o
TCGW110204AF 635 | 238 28 0.4 25 o o o o
TCGW110208AF 635 | 238 | 28 0.8 22 * * * *
a TCGW16T302AF 9525 | 397 | 44 | 02 | 25 o o o o
_ TCGW16T304AF 9525 | 397 44 04 25 o o o o
TCGW16T308AF 9525 | 3.97 4.4 0.8 22 o o o o
TCGT090202 556 | 238 | 25 0.2 25 o o ° o
TCGT090204 556 | 2.38 25 0.4 25 o o o o
TCGT090208 556 | 238 | 25 0.8 22 o o ° o
TCGT110202 635 | 238 | 28 0.2 25 o o ° o
TCGT110204 635 | 238 28 0.4 25 o o o o
TCGT110208 6.35 | 238 28 0.8 22 o o o o
TCGT16T302 9525 | 3.97 44 0.2 25 o o o o
TCGT16T304 9525 | 3.97 44 0.4 25 o o o o
TCGT16T308 9525 | 3.97 4.4 0.8 22 o o o o
According to processing requirements, the size and number of * Recommended grade (always stock available) o Make-to-order

non-standard tool nose arcs can be provided.
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() Good working condition (£t) Normal working condition (=) Bad working condition

s m Cast iron

Heat resistant alloy, Ti alloy

|euaiew 2091y

0,

m Super hard material

Non ferrous metal

<

<

o o — IN
o <} o o
— I I ]
] )] n %2}
Y] Y] U] Y]
= = = =
VBGW110302AF o o o o
VBGW110304AF 6.35 | 3.18 2.8 0.4 2.8 o o o o
VBGW110308AF 6.35 3.18 2.8 0.8 25 * * * *
VBGT110302 6.35 | 3.18 2.8 0.2 3.3 o o o o
VBGT110304 6.35 | 3.18 2.8 04 2.8 o o o o
VBGT110308 6.35 | 3.18 2.8 0.8 25 o o o o
@ VBGW160402AF 9525 | 476 | 44 | 02 | 33 0 o o o
VBGW160404AF 9525 | 4.76 44 04 2.8 o o o o
VBGW160408AF 9.525 | 4.76 4.4 0.8 25 * * * *
VBGT160402 9.525 | 4.76 4.4 0.2 33 [ o o o
VBGT160404 9525 | 4.76 44 0.4 2.8 o o o o
VBGT160408 9525 | 4.76 44 0.8 25 o o o o
According to processing requirements, the size and number of * Recommended grade (always stock available) o Make-to-order
non-standard tool nose arcs can be provided.
www.megacutting.com
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PCD inserts

() Good working condition (%) Normal working condition () Bad working condition

g m Cast iron

Heat resistant alloy, Ti alloy

m Super hard material

|euajew a2a1dxy

Non ferrous metal © (%) = =

— o = o

N =} o =}

— I I I

n 0 0 (%))

O O] V] O

= = = =
VCGW110302AF o o o o
VCGW110304AF 9.525| 476 | 4.4 0.4 2.8 o o o o
VCGW110308AF 9.525| 476 | 44 0.8 25 o o o o

W
VCGT110302 9.525| 476 | 4.4 0.2 &L o o o o
VCGT110304 9.525| 476 | 4.4 0.4 2.8 o o o o
VCGT110308 9.525| 476 | 4.4 0.8 25 o o o o
VCGW160402AF 9.525| 476 | 4.4 0.2 383 o o o o
VCGW160404AF 9.525| 476 | 4.4 0.4 2.8 o o o o
VCGW160408AF 9.525| 476 | 4.4 0.8 25 o o o o
VCGT160402 9.525| 476 | 4.4 0.2 B85 o o o o
VCGT160404 9.525| 476 | 4.4 0.4 2.8 o o o o
VCGT160408 9.525| 476 | 4.4 0.8 25 o o o o
According to processing requirements, the size and number of * Recommended grade (always stock available) o Make-to-order

non-standard tool nose arcs can be provided.
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CBN-PCD tools overview

Abnormal failure and solutions for cast iron machining

Breakage

Abrasion

Surface
quality

Abnormal failure

Solution

Breakage occurs on chamfer of rake
face

Edge crashing appears when finishing
grey cast iron

Enlarge chamfered negative rake angle

Abrasion occurs when machining
nodular cast iron

Change to dry cutting

Abrasion under dry cutting conditions

Reduce cutting speed

Abrasion occurs when machining grey
cast iron

Change to dry cutting, increase cutting speed

Bad surface finish

Increase cutting speed, increase nose radius, reduce feed rate

Bad cylindricity and coaxiality

Reduce nose radius, improve stability, change to positive insert

Burrs

Change to positive insert, reduce chamfer width

Abnormal failure and solutions for hardened steel

Breakage

Abrasion

Surface
quality

Abnormal failure

Solution

Cutting edge breakage

Enlarge chamfered negative rake angle; raise cutting speed and
reduce feed

Flaking and crater wear on rake face

Reduce cutting speed

Thermal cracks

Change to dry cutting; reduce cutting speed

Wear occurs on chamfer of rake face

Rapid wear when finishing grey cast
iron

Reduce cutting speed

. . Reduce chamfered negative rake angle; reduce nose radius; reduce
Vibration - .
Bad surface feed rate; improve stability
finish Increase nose radius; reduce feed rate; change to dry cutting;
Tool mark . .
increase cutting speed

Bad cylindricity and coaxiality

Reduce nose radius; improve stability; change to positive insert

A226
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Recommeded cutting conditions

CBN grades & application area

Materials MGH211 | MGH221 | MGH222 | MGS111 | MGS211 | MGS311 MGK111 MGK112
Gray cast Vi 5001000 |
iron (HB y
180-230) f (mm/rev) 0.1-0.3
Chilled cast Vmmin G ] 80150 | 8010
iron (> g
HB 400) f (mm/rev) 0.1-0.2 0.1-0.3
Hardened Vimimin) 1150880 \ L] 100300 | 100300 1
Steel
(HRc 40- f(mm/rev) | 0.050.2 01-0.3 0.1-0.3
65)
Sl Vi ] 100300 | 100250 1
m
200-600) f (mm/rev) 0.050.2 0.1-0.25
V (m/min) 200-500
DCI or HSS ro" ............................................................................................................................................................................................
f (mm/rev) 0.050.2
Super Vi 100800 .
?',I\lcl’y f (mm/rev) 0050.2
base)

Recommeded cutting conditions

V (m/min) 1000 (200-1500) | 1000 (200-1500) | 1000 (200-1500) | 1000 (200-1500)
........ f. (mm/rev) e s
V (m/min) 800 (200-1200) | 800 (200-1200) | 800 (200-1200) | 800 (200-1200)
........ s e S
V (m/min) 600 (200-1000) | 600 (200-1000) | 600 (200-1000) | 600 (200-1000)
f(mmirev) 0.1-0.2 0.1-0.2 0.1-0.2 0.1:0.2
V (m/min) 700 (200-1200) | 700(200-1200) | 700(200-1200) | 700 (200-1200)
........ f (mm/rev) R S o
V (m/min) 600 (100-1000) | 600 (100-1000) | 600 (100-1000) | 600 (100-1000)
e s S v VT
V (m/min) 1300 (300-4000) | 1300 (300-4000) | 1300 (300-4000) | 1300 (300-4000)
........ s S S S
www.megacutting.com
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Ceramic & Cermet overview

Choice of Ceramic Grade and Cermet for Workpiece

A

Applicati Speed Feed (f Depth
pp : p p
on Grade Workpiece (m/min) (mm/rev)  (DOC) (mm)
Cast iron 150 ~ 800 0.2~05 3~6
Chilled Cast Iron 30 ~ 200 0.05~0.2 0.10 ~ 1.50
Carbon Steel 150 ~ 800 0.05~ 0.50 0.10~0.50
MGC100
High hardened steel
(finishing, >HRC 45) 20 ~ 100 0.10~0.20 0.1~15
0p]
9 Gray Cast Iron (FC) 200 ~ 700 0.2~0.40 20~50
=
< MGC300 Steel (HRC 45<) 300 ~ 1200 0.05~0.30 0.1~05
e
EJ) Malleable (FCMB) 250 ~ 1200 0.15~0.40 <10
Chilled Cast Iron 30 ~ 200 0.05~0.2 0.10 ~ 1.50
MGC400
Bearing Steel 150 ~ 800 0.05 ~ 0.50 0.10 ~ 0.50
MGC700 Ni-Based Alloy
MGCS800 High temperature alloys 180 ~ 1,000 0.05~0.15 05~25
MGC900 |[nconel
Stellite
MGC500 Carbon Steel 150 ~ 800 0.05 ~ 0.50 0.10 ~ 0.50
E Steel (HRC 45x) 300 ~ 1200 0.05~0.30 0.1~05
E Ductile Cast Iron 90 ~ 500 0.10~0.30 <5.0
Ll
© MGCBO0 5,y cast Iron (Fo) 200 ~ 700 0.2 ~ 0.40 2.0~50
(=] Y=
O
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Ceramic overview

/

L

/
‘/

T

o

~ “800

Ceramic & Cermet Tools - MeaACUT

o 15181816181;
olo|e|ela|e]|@
RSO [ ASAT e e e e BB EE
CNGA 120404 CNGA 431 K
CNGA 120408 CNGA 432 12.7 4.76 0.8 5.16
CNGA 120412 CNGA 433 12.7 4.76 1.2 5.16
CNGA 120416 CNGA 434 12.7 4.76 1.6 5.16
CNGA 120704 CNGA 451 12.7 7.94 0.4 5.16
CNGA 120708 CNGA 452 12.7 7.94 0.8 5.16
CNGA 120712 CNGA 453 12.7 7.94 1.2 5.16
CNGA 120716 CNGA 454 12.7 7.94 1.6 5.16
CNGA 160608 CNGA 542 15.87 6.35 0.8 6.35
CNGA 160612 CNGA 543 15.87 6.35 1.2 6.35
CNGA 160616 CNGA 544 15.87 6.35 1.6 6.35
CNGA 160708 CNGA 552 15.87 7.94 0.8 6.35
CNGA 160712 CNGA 553 15.87 7.94 1.2 6.35
CNGA 160716 CNGA 554 15.87 7.94 1.6 6.35
CNGA 190608 CNGA 642 19.05 6.35 0.8 7.93
CNGA 190612 CNGA 643 19.05 6.35 1.2 7.93
CNGA 190616 CNGA 644 19.05 6.35 1.6 7.93
CNGA 190712 CNGA 653 19.05 7.94 1.2 7.93
CNGA 190716 CNGA 654 19.05 7.94 1.6 7.93
-~

CNMA

r_/ .

Dimensions (mm)

oo

MGC100
MGC200

MGC300

MGC400

MGC700

MGC800

MGC900

CNMA 120408 CNMA 432 12.7 4.76 0.8 5.16
CNMA 120412 CNMA 433 12.7 4.76 1.2 5.16
CNMA 120416 CNMA 434 12.7 4.76 1.6 5.16
CNMA 160612 CNMA 543 15.87 6.35 1.2 6.35
CNMA 160616 CNMA 544 15.87 6.35 1.6 6.35

A230
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Ceramic overview

CNGN -y
d
o/ o
L
o o o o o o o
T T F F A FREE
O O O O O O O
O] OCNEONNON NONNON N
CNGN 090304 CNGN 321 9.52 3.18 0.4
CNGN 090308 CNGN 322 9.52 3.18 0.8
CNGN 090312 CNGN 323 9.52 3.18 1.2
CNGN 120304 CNGN 421 12.7 3.18 0.4
CNGN 120308 CNGN 422 12.7 3.18 0.8
CNGN 120312 CNGN 423 12.7 3.18 1.2
CNGN 120404 CNGN 431 12.7 476 04
CNGN 120408 CNGN 432 12.7 4.76 0.8
CNGN 120412 CNGN 433 12.7 476 1.2
CNGN 120416 CNGN 434 12.7 476 1.6
CNGN 120704 CNGN 451 12.7 7.94 0.4
CNGN 120708 CNGN 452 12.7 7.94 0.8
CNGN 120712 CNGN 453 12.7 7.94 1.2
CNGN 120716 CNGN 454 12.7 7.94 1.6
CNGN 160608 CNGN 542 15.87 6.35 0.8
CNGN 160612 CNGN 543 15.87 6.35 1.2
CNGN 160616 CNGN 544 15.87 6.35 1.6
CNGN 160708 CNGN 552 15.87 7.94 0.8
CNGN 160712 CNGN 553 15.87 7.94 1.2
CNGN 160716 CNGN 554 15.87 7.94 1.6
CNGN 160720 CNGN 555 15.87 7.94 2
CNGN 190612 CNGN 643 19.05 6.35 1.2
CNGN 190616 CNGN 644 19.05 6.35 1.6
CNGN 190712 CNGN 653 19.05 7.94 1.2
CNGN 190716 CNGN 654 19.05 7.94 1.6
CNGN 190720 CNGN 655 19.05 7.94 2
CNGN 250724 CNGN 856 25.4 7.94 2.4
CNGN 250924 CNGN 866 25.4 9.52 2.4
/a0’
CNMN avglie
14 H
L
I T PP P
31581251 8]8
(O] QOO O|lOlO| O
CNMN 120412 CNMN 433 12.7 476 | 1.2
CNMN 120416 CNMN 434 12.7 476 1.6
OFyRO
e WWW.megacutting.com
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Ceramic overview
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N
B
J I
t

(o] (2] < N [~} (<))

Q (9] Q O Q Q

o (G} o (G} () (G}
CNGX 120412 CNGX 433 12.7 4.76 1.2
CNGX 120416 CNGX 434 12.7 4.76 1.6
CNGX 120708 CNGX 452 12.7 7.94 0.8
CNGX 120712 CNGX 453 12.7 7.94 1.2
CNGX 120716 CNGX 454 12.7 7.94 1.6
CNGX 160708 CNGX 552 15.87 7.94 0.8
CNGX 160712 CNGX 553 15.87 7.94 1.2
CNGX 160716 CNGX 554 15.87 7.94 1.6

CNVX —
U
t
- (o] (2] < N -] [+)]
Q Q (O] O Q O O
o (G O (G} o (G O
CNVX 120412 CNVX 433 12.7 4.76 1.2
CNVX 120416 CNVX 434 12.7 4.76 1.6
CNVX 120708 CNVX 452 12.7 7.94 0.8
CNVX 120712 CNVX 453 12.7 7.94 1.2
CNVX 120716 CNVX 454 12.7 7.94 1.6

CNMX

t

- N m < ~N (=] (9]

O O Q o O O Q

o OlVv|lLV|lOYV|lY]| 9
CNMX 120712 CNMX 453 12.7 7.94 1.2
CNMX 120716 CNMX 454 12.7 7.94 1.6

CF3HO)
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Ceramic overview

MGC100
MGC200
MGC300
MGC400
MGC700
MGC800
MGC900

‘ CNMX 120716 RD CNMX 454 RD 12.7 7.94 1.6

Dimensions (mm)

(=) (=] (=] (=] (=] [=] (=]
(=) (=] (=] (=] (=] [=] (=)
- o~ m < N (-] (<)]
(9] Q Q Q Q (8] O
(G} (G (G () () () (G}

CCGX 120608 CCGX 442 12.7 6.35 0.8

CCGX 120612 CCGX 443 12.7 6.35 1.2

CCGX 120616 CCGX 444 12.7 6.35 1.6

CCeW &/, [

_
[=] [=] (=) (=] (=] (=] (=]
(=] (=] (=) (=] (=] (=] (=]
- o~ (2] < N (-] (<)}
Q (@) (@) (@) Q Q Q
() (G} o (U] (U] o ()
CCGW 091304 9.52 3.97 0.4 44
CCGW 0971308 9.52 3.97 0.8 44
CCGW 091312 9.52 3.97 1.2 44
CCGW 120408 12.7 4.76 0.8 55
CCGW 120412 12.7 4.76 1.2 55
OFR0
e www.megacutting.com 2033
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Ceramic overview

CPGN e

MGC100
MGC200
MGC300
MGC400
MGC800
MGC900

CPGN 090304 CPGN 321 9.52 3.18 0.4
CPGN 090308 CPGN 322 9.52 3.18 0.8
CPGN 120408 CPGN 432 12.7 4.76 0.8
CPGN 120412 CPGN 433 12.7 4.76 1.2
CPGN 120416 CPGN 434 12.7 4.76 16

DNGA

—

AHHERHE

e i L HEHE

P P P e P I [
DNGA 150404 DNGA 431 12.7 4.76 04 5.2
DNGA 150408 DNGA 432 12.7 4.76 0.8 5.2
DNGA 150412 DNGA 433 12.7 4.76 1.2 5.2
DNGA 150416 DNGA 434 12.7 4.76 1.6 5.2
DNGA 150604 DNGA 441 12.7 6.35 04 5.2
DNGA 150608 DNGA 442 12.7 6.35 0.8 5.2
DNGA 150612 DNGA 443 12.7 6.35 1.2 5.2
DNGA 150616 DNGA 444 12.7 6.35 1.6 5.2
DNGA 150704 DNGA 451 12.7 7.94 0.4 5.2
DNGA 150708 DNGA 452 12.7 7.94 0.8 5.2
DNGA 150712 DNGA 453 12.7 7.94 12 5.2
DNGA 150716 DNGA 454 12.7 7.94 16 5.2
DNGA 190608 DNGA 542 15.87 6.35 0.8 6.4
DNGA 190612 DNGA 543 15.87 6.35 12 6.4
DNGA 190616 DNGA 544 15.87 6.35 16 6.4
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DNMA

Type Dimensions (mm) 8|8|8|8|8|8]|8

- o~ o™ < ~N [+ (<)}

O Q Q Q Q O Q

clo|lec|le|le|ae|@
DNMA 150612 DNMA 443 12.7 6.35 1.2 5.2
DNMA 150616 DNMA 444 12.7 6.35 1.6 5.2

DNGN

—

2lsle|s|gls
ele|ale|l&]|a
DNGN 150404 DNGN 431 12.7 4.76 0.4
DNGN 150408 DNGN 432 12.7 4.76 0.8
DNGN 150412 DNGN 433 12.7 4.76 1.2
DNGN 150416 DNGN 434 12.7 4.76 1.6
DNGN 150604 DNGN 441 12.7 6.35 04
DNGN 150608 DNGN 442 12.7 6.35 0.8
DNGN 150612 DNGN 443 12.7 6.35 1.2
DNGN 150616 DNGN 444 12.7 6.35 1.6
DNGN 150704 DNGN 451 12.7 7.94 04
DNGN 150708 DNGN 452 12.7 7.94 0.8
DNGN 150712 DNGN 453 12.7 7.94 1.2
DNGN 150716 DNGN 454 12.7 7.94 1.6
EEE
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Ceramic overview

=
£

(=] (=] (=] (=] (=] (=] (=]
slslelelelels
Q Q Q (&) Q Q Q
(G (G (G (O] (O] o (G
DNGX 120708 DNGX 352 10 7.94 0.8
DNGX 120712 DNGX 353 10 7.94 1.2
DNGX 120716 DNGX 354 10 7.94 1.6
DNGX 150708 DNGX 452 12.7 7.94 0.8
DNGX 150712 DNGX 453 12.7 7.94 1.2
DNGX 150716 DNGX 454 12.7 7.94 1.6
50
d
(=] o o (=] o (=] (=]
(®} (©] (©] o (®] o (8]
(U] (U] (U] (U] (U] (U] (U]
DCGX 150612 DCGX 443 12.7 6.35 1.2
DCGX 150616 DCGX 444 12.7 6.35 1.6
&
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RNGA

d t

. . o|lo|lo]|lo|lo|leo]|eo

SISI8|8|S|8|8

Olo|lo|]o|lu|O]| O

1S} 1S} Q 1S} (] 1S} Q

s a4 o
RNGA 120400 RNGA 430 12.7 4.76 5.16
RNGA 120700 RNGA 450 12.7 7.94 5.16

RNGN

(o] o < N oQ (<))

e|le|le|le|lae|e

e e AL
RNGN 060300 RNGN 220 6.35 3.18
RNGN 060400 RNGN 230 6.35 4.76
RNGN 090300 RNGN 320 9.52 3.18
RNGN 090400 RNGN 330 9.52 4.76
RNGN 120300 RNGN 420 12.7 3.18
RNGN 120400 RNGN 430 12.7 4.76
RNGN 120600 RNGN 440 12.7 6.35
RNGN 120700 RNGN 450 12.7 7.94
RNGN 150700 RNGN 550 15.87 7.94
RNGN 190600 RNGN 640 19.05 6.35
RNGN 190700 RNGN 650 19.05 7.94
RNGN 250700 RNGN 850 254 7.94
RNGN 250900 RNGN 860 254 9.52
RNGN 320900 RNGN 106 31.75 9.52
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D
-
T d T
a o (=] (=] (=] (=] (=] (=] (=]
AREBRHEE
Q (@) (@) (@) (@) (©] QO
(G (O] 0] (0] (O] (G (G
RPGA 120400 RPGA 430 12.7 4.76 5.2
RPGA 120700 RPGA 450 12.7 7.94 5.2
11°

RPGN

an
e

=

a a (=] (=] (=] o o o
slz|slelz]s
(@] (@] (&} Q Q Q
(G (G (G (G (] o
(V]
O RPGN 090300 RPGN 320 9.52 3.18
e RPGN 090400 RPGN 330 9.52 4.76
© RPGN 120300 RPGN 420 12.7 3.18
O RPGN 120400 RPGN 430 12.7 4.76
O RPGN 120700 RPGN 450 12.7 7.94
RPGN 150700 RPGN 550 15.87 7.94
RPGN 190700 RPGN 650 19.05 7.94

RPGX

RPGX 1204 DP RPGX 43 DP

7N
&

12.7

4.76

MGC200

MGC300

MGC400

MGC700

MGC800
MGC900

RPGX 1207 DP RPGX 45 DP

12.7

7.94

A238
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RNGX ; —

‘ RNGX 1207 DP RNGX 45 DP 12.7 7.94

MGC100
MGC200
MGC300
MGC400
MGC700
MGC800
MGC900

RBGN E

gl8(8|g|8|8

N m < ~N =] (=2}

O O O O Q O

| 9 |9 | 9
RBGN 060300 RBGN 220 6.35 3.18
RBGN 060400 RBGN 230 6.35 4.76
RBGN 090300 RBGN 320 9.52 3.18
RBGN 090400 RBGN 330 9.52 4.76
RBGN 120400 RBGN 430 12.7 4.76
RBGN 120600 RBGN 440 12.7 6.35
RBGN 120700 RBGN 450 12.7 7.94

WWW.megacutting.com
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Ceramic overview

d

1

y!

o o o o o o o

Type Dimensions (mm) =1 5 R g R R &

8] (8] (¥] o (8] O O

(G} (G} (G} (G} (G} (G} Q
RCGN 060400 6.35 4.76
RCGN 060600 6.35 6.35
RCGN 060700 6.35 7.94
RCGN 070400 7.94 4.76
RCGN 090700 9.52 7.94
RCGN 120700 12.7 7.94
RCGN 151000 15.87 10
RCGN 191000 19.05 10
RCGN 251200 25.4 12.7

CDH

4

b
| —
t
N N (=) o o o (=] o o
(] (o] o™ < ~N [} (<)}
(©)] (©] (©] (®)] (©)] (O] (®]
(O] (O] (O] (O] (O] (O] (O]
CDH 120600 CDH 22 12.7 6.4 | 3.2
CDH 120900 CDH 23 12.7 95 | 3.2
CDH 190900 CDH 33 19.05 95 | 6.4
CDH 191200 CDH 34 19.05 13 | 64
CDH 251200 CDH 42 254 13 | 6.8
CDH 251900 CDH 43 254 19 | 6.8
CDH 320900 CDH 515 31.75 95 | 10
CDH 321900 CDH 53 31.75 19 | 10
CDH 381100 38.1 11 | 9.9
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RBGX

(=] (=] (=} (=} (=} (=} (=}
a a (=] (=] (=] (=] (=] (=] (=]
S(3|2(3|C(3|8
Q Q 10} 10} 10} 1Y) 1Y)
e 2l2l22/2)2)¢
RBGX 06T 6 5 3 3
RBGX 08T 8 6.5 4 4
RBGX 10T 10 9 6 6
RBGX 12T 12 9 6 6
RBGX 16T 16 13 8 8
RBGX 20T 20 15 10 | 10
RBGX 26T 26 15 10 | 14

RCGX

e | omendomiom

ot

o|lo|lo|lo|o|e o
S|l |o| S| S| o (=]
d|l 8| M| S| K| ® o)
Ol |lO|O]| O O
O O|l0O0 |0 () O (U]

RCGX 060400 RCGX 102 6.35 4.76 | 4.57 | 120°

RCGX 060600 RCGX 102 6.35 6.35 | 6.2 | 120°

RCGX 060700 RCGX 102 6.35 794 | 7.7 | 120°

RCGX 090700 RCGX 103 9.52 794 | 7.7 | 120°

RCGX 120700 RCGX 104 12.7 794 | 7.7 | 120°

RCGX 151000 RCGX 105 15.87 10 | 9.77 | 120°

RCGX 191000 RCGX 106 19.05 10 | 9.77 | 120°

RCGX 251200 RCGX 108 25.4 12 | 119 | 140°

OFxH0)

WWW.megacutting.com

A241

Ceramics


http://www.megacutting.com/

Ceramics

RPGX

Ceramic overview

Ceramic & Cermet Tools - MeeACUT

o|lo|lo|o| e o
o|lo|e|o| e (=]
N|lm|S | K| ® o)
Ol || O| O O
O O O ] O O

RPGX 060400 RPGX 102 6.35 4.76 | 4.57 | 120°

RPGX 090700 RPGX 103 9.52 794 | 7.7 | 120°

RPGX 120700 RPGX 104 12.7 794 | 7.7 | 120°

RXGX
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RXGX 1207MO 12 7.94 6.9
RXGX 1608MO 16 8 9.5
RXGX 2508MO 25 8 18.2
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SNGA .
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SNGA 090304 SNGA 321 9.52 318 04 | 3.81
SNGA 090308 SNGA 322 9.52 3.18| 0.8 | 3.81
SNGA 090312 SNGA 323 9.52 318 | 1.2 | 3.81
SNGA 090404 SNGA 331 9.52 476 | 04 | 3.81
SNGA 090408 SNGA 332 9.52 476 | 0.8 | 3.81
SNGA 090412 SNGA 333 9.52 476 | 1.2 | 3.81
SNGA 090416 SNGA 334 9.52 476 | 1.6 | 3.81
SNGA 120404 SNGA 431 12.7 476 | 04 | 5.16
SNGA 120408 SNGA 432 12.7 476 | 0.8 | 5.16
SNGA 120412 SNGA 433 12.7 476 | 1.2 | 5.16
SNGA 120416 SNGA 434 12.7 476 | 1.6 | 5.16
SNGA 120708 SNGA 452 12.7 794 | 0.8 | 5.16
SNGA 120712 SNGA 453 12.7 794 | 1.2 | 5.16
SNGA 120716 SNGA 454 12.7 794 | 1.6 | 5.16
SNGA 150608 SNGA 542 15.87 6.35 | 0.8 | 6.35
SNGA 150612 SNGA 543 15.87 6.35 | 1.2 | 6.35
SNGA 150616 SNGA 544 15.87 635 | 1.6 | 6.35
SNGA 190612 SNGA 643 19.05 635 | 1.2 | 794
SNGA 190616 SNGA 644 19.05 635 | 1.6 | 7.94

SNMA :
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SNMA 120408 SNMA 432 12.7 476 | 0.8 | 5.16
SNMA 120412 SNMA 433 12.7 476 | 1.2 | 5.16
SNMA 120416 SNMA 434 12.7 476 | 1.6 | 5.16
SNMA 150616 SNMA 544 15.87 635 | 1.6 | 6.35
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MGC200
MGC300
MGC400
MGC700
MGC800
MGC900

SNGN 090304 SNGN 321 9.52 3.18 | 04
SNGN 090308 SNGN 322 9.52 3.18 | 0.8
SNGN 090312 SNGN 323 9.52 3.18 | 1.2
SNGN 090404 SNGN 331 9.52 476 | 04
SNGN 090408 SNGN 332 9.52 4.76 | 0.8
SNGN 090412 SNGN 333 9.52 4.76 | 1.2
SNGN 120404 SNGN 431 12.7 476 | 04
SNGN 120408 SNGN 432 12.7 4.76 | 0.8
SNGN 120412 SNGN 433 12.7 476 | 1.2
SNGN 120416 SNGN 434 12.7 476 | 1.6
SNGN 120420 SNGN 435 12.7 4.76 2
SNGN 120604 SNGN 441 12.7 6.35 | 04
SNGN 120608 SNGN 442 12.7 6.35 | 0.8
SNGN 120612 SNGN 443 12.7 635 | 1.2
SNGN 120616 SNGN 444 12.7 6.35 | 1.6
SNGN 120704 SNGN 451 12.7 794 | 04
SNGN 120708 SNGN 452 12.7 794 | 0.8
SNGN 120712 SNGN 453 12.7 794 | 1.2
SNGN 120716 SNGN 454 12.7 794 | 16
SNGN 120720 SNGN 455 12.7 7.94 2
SNGN 150404 SNGN 531 15.87 476 | 04
SNGN 150408 SNGN 532 15.87 4.76 | 0.8
SNGN 150412 SNGN 533 15.87 476 | 1.2
SNGN 150416 SNGN 534 15.87 476 | 1.6
SNGN 150708 SNGN 552 15.87 794 | 0.8
SNGN 150712 SNGN 553 15.87 794 | 1.2
SNGN 150716 SNGN 554 15.87 794 | 1.6
SNGN 190608 SNGN 642 19.05 635 | 0.8
SNGN 190612 SNGN 643 19.05 6.35 | 1.2
SNGN 190616 SNGN 644 19.05 6.35 | 1.6
SNGN 190712 SNGN 653 19.05 794 | 1.2
SNGN 190716 SNGN 654 19.05 794 | 1.6
SNGN 190720 SNGN 655 19.05 7.94 2
SNGN 250720 SNGN 854 254 7.94 2
SNGN 250724 SNGN 856 254 794 | 24
SNGN 250924 SNGN 866 254 9.52 | 24
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SNGX
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SNGX 120408 SNGX 432 12.7 476 | 0.8
SNGX 120412 SNGX 433 12.7 476 | 1.2
SNGX 120416 SNGX 434 12.7 476 | 1.6
SNGX 120708 SNGX 452 12.7 794 | 0.8
SNGX 120712 SNGX 453 12.7 794 | 1.2
SNGX 120716 SNGX 454 12.7 794 | 1.6
SNGX 150708 SNGX 552 15.87 794 | 0.8
SNGX 150712 SNGX 553 15.87 794 | 1.2
SNGX 150716 SNGX 554 15.87 794 | 1.6

SNMX
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SNMX 120712 SNMX 453 12.7 794 | 1.2
SNMX 120716 SNMX 454 12.7 794 | 1.6

SCGX
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SCGX 120408 SCGX 432 12.7 4.76 | 0.8
SCGX 120616 SCGX 444 12.7 635 | 1.6
SCGX 120716 SCGX 454 12.7 794 | 1.6
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SCGN 090412 SCGN 333 9.52 4,76 | 1.2
SCGN 090416 SCGN 334 9.52 476 | 1.6
SCGN 120404 SCGN 431 12.7 476 | 0.4
SCGN 120408 SCGN 432 12.7 4,76 | 0.8
SCGN 120412 SCGN 433 12.7 476 | 1.2
SCGN 120416 SCGN 434 12.7 476 | 1.6

SCGW
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SCGW 097304 9.52 3.97 04 4.4

SCGW 097308 9.52 3.97 0.8 4.4

SCGW 120408 12.7 4.76 0.8 5.5
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SPGN 090304 SPGN 321 9.52 3.18 | 04
SPGN 090308 SPGN 322 9.52 3.18 | 0.8
SPGN 090312 SPGN 323 9.52 3.18 1.2
SPGN 120304 SPGN 421 12.7 3.18 | 04
SPGN 120308 SPGN 422 12.7 3.18 | 0.8
SPGN 120312 SPGN 423 12.7 3.18 1.2
SPGN 120404 SPGN 431 12.7 476 | 04
SPGN 120408 SPGN 432 12.7 476 | 0.8
SPGN 120412 SPGN 433 12.7 4.76 1.2
SPGN 120416 SPGN 434 12.7 4.76 1.6
SPGN 150408 SPGN 532 15.87 476 | 0.8
SPGN 150412 SPGN 533 15.87 4.76 1.2
SPGN 190412 SPGN 633 19.05 476 | 1.2
SPGN 190416 SPGN 634 19.05 4.76 1.6
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TNGA 110304 TNGA 221 6.35 3.18 | 04 | 2.26
TNGA 110308 TNGA 222 6.35 3.18 | 0.8 | 2.26
TNGA 160304 TNGA 321 9.52 3.18 | 04 | 3.81
TNGA 160308 TNGA 322 9.52 3.18 | 0.8 | 3.81
TNGA 160312 TNGA 323 9.52 318 | 1.2 | 3.81
TNGA 160404 TNGA 331 9.52 476 | 04 | 3.81
TNGA 160408 TNGA 332 9.52 476 | 0.8 | 3.81
TNGA 160412 TNGA 333 9.52 476 | 1.2 | 3.81
TNGA 160416 TNGA 334 9.52 476 | 1.6 | 3.81
TNGA 220404 TNGA 431 12.7 476 | 04 | 5.16
TNGA 220408 TNGA 432 12.7 476 | 0.8 | 5.16
TNGA 220412 TNGA 433 12.7 476 | 1.2 | 5.16
TNGA 220416 TNGA 434 12.7 476 | 1.6 | 5.16
TNGA 220708 TNGA 452 12.7 794 | 0.8 | 5.16
TNGA 220712 TNGA 453 12.7 794 | 12 | 5.16
TNGA 270608 TNGA 542 15.87 635 | 08 | 635
TNGA 270612 TNGA 543 15.87 635 | 1.2 | 635
TNGA 330924 TNGA 666 19.05 9.52 24 | 794
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TNGN
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TNGN 110304 TNGN 221 6.35 3.18 | 04
TNGN 110308 TNGN 222 6.35 3.18 | 0.8
TNGN 160404 TNGN 331 9.52 476 | 0.4
TNGN 160408 TNGN 332 9.52 4.76 | 0.8
TNGN 160412 TNGN 333 9.52 476 | 1.2
TNGN 160416 TNGN 334 9.52 476 | 1.6
TNGN 160704 TNGN 351 9.52 794 | 04
TNGN 160708 TNGN 352 9.52 794 | 0.8
TNGN 160712 TNGN 353 9.52 794 | 1.2
TNGN 160716 TNGN 354 9.52 794 | 1.6
TNGN 220404 TNGN 431 12.7 476 | 0.4
TNGN 220408 TNGN 432 12.7 4.76 | 0.8
TNGN 220412 TNGN 433 12.7 4.76 | 1.2
TNGN 220416 TNGN 434 12.7 4.76 | 1.6
TNGN 220708 TNGN 452 12.7 794 | 0.8
TNGN 220712 TNGN 453 12.7 794 | 1.2
TNGN 220716 TNGN 454 12.7 794 | 1.6
TNGN 270608 TNGN 542 15.87 | 6.35 | 0.8
TNGN 270612 TNGN 543 15.87 | 6.35 | 1.2
TNGN 270616 TNGN 544 1587 | 635 | 1.6
TNGN 330924 TNGN 666 19.05 | 9.52 | 24
TNGN 440932 TNGN 868 25.4 9.52 | 3.2

TCUN
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TCUN 160408 TCUN 332 9.52 4.76 0.8

TCUN 160412 TCUN 333 9.52 4.76 12

TCUN 160416 TCUN 334 9.52 4.76 1.6
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Type Dimensions (mm) SIQIR|I 8|18 8
clo|a|lele|la|e
TPGN 090204 TPGN 731 5.56 2.38 0.4
TPGN 090208 TPGN 732 5.56 2.38 0.8
TPGN 110304 TPGN 221 6.35 3.18 0.4
TPGN 110308 TPGN 222 6.35 3.18 0.8
TPGN 160304 TPGN 321 9.52 3.18 0.4
TPGN 160308 TPGN 322 9.52 3.18 0.8
TPGN 160312 TPGN 323 9.52 3.18 1.2
TPGN 160404 TPGN 331 9.52 4.76 0.4
TPGN 160408 TPGN 332 9.52 4.76 0.8
TPGN 160412 TPGN 333 9.52 4.76 1.2
TPGN 160416 TPGN 334 9.52 4.76 1.6
TPGN 220404 TPGN 431 12.7 4.76 0.4
TPGN 220408 TPGN 432 12.7 4.76 0.8
TPGN 220412 TPGN 433 12.7 4.76 1.2
TPGN 220416 TPGN 434 12.7 4.76 1.6
TPGN 220712 TPGN 453 12.7 7.94 1.2
TPGN 220716 TPGN 454 12.7 7.94 1.6
TPGN 271232 TPGN 588 15.87 12.7 3.2
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TPUN 110308 TPUN 222 6.35 3.18 0.8

TPUN 110312 TPUN 223 6.35 3.18 1.2
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VNGA 160404 VNGA 331 9.52 4.76 0.4 3.8
VNGA 160408 VNGA 332 9.52 4.76 0.8 3.8
VNGA 160412 VNGA 333 9.52 4.76 1.2 3.8
VNGA 160604 VNGA 341 9.52 6.35 0.4 3.8
VNGA 160608 VNGA 342 9.52 6.35 0.8 3.8
VNGA 160612 VNGA 343 9.52 6.35 1.2 3.8
VNGA 220404 VNGA 431 12.7 4.76 0.4 5.2
VNGA 220408 VNGA 432 12.7 4.76 0.8 5.2
VNGA 220412 VNGA 433 12.7 4.76 1.2 5.2
VNGA 220424 VNGA 436 12.7 4.76 24 5.2

VNGN P
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= VNGN 160404 VNGN 331 9.52 4.76 0.4
Q VNGN 160408 VNGN 332 9.52 4.76 0.8
O VNGN 160704 VNGN 351 9.52 7.94 0.4
VNGN 160708 VNGN 352 9.52 7.94 0.8
VNGN 160712 VNGN 353 9.52 7.94 1.2
VNGN 160716 VNGN 354 9.52 7.94 16
35"
VNGX
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VNGX 160708 VNGX 352 9.52 7.94 0.8

VNGX 160712 VNGX 353 9.52 7.94 1.2

VNGX 160716 VNGX 354 9.52 7.94 1.6
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WNGA 080404 WNGA 431 12.7 4.76 0.4 5.2

WNGA 080408 WNGA 432 12.7 4.76 0.8 5.2

WNGA 080412 WNGA 433 12.7 4.76 1.2 5.2

WNGX
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WNGX 080708 WNGX 452 12.7 7.94 0.8

WNGX 080712 WNGX 453 12.7 7.94 1.2

WNGX 080716 WNGX 454 12.7 7.94 1.6
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Type Dimensions (mm) S 3
QO | QO
(G (G
ISO ASA d t r = =
CNMG 090304-VQ 9.52 3.18 | 04
CNMG 090308-VQ 9.52 3.18 | 0.8
CNMG 120404-VQ 12.7 476 | 04
CNMG 120408-VQ 12.7 476 | 0.8
CNMG 120412-VQ 12.7 476 | 1.2
r
- I
DNMG (O)/« o
i N
55° | ’ t
Type Dimensions (mm) S '8
n | ©
Q| O
(GO}
ISO ASA d t r S| 2
DNMG 150404-VB 12.7 476 | 0.4
DNMG 150408-VB 12.7 476 | 0.4
DNMG 150412-VB 12.7 476 | 0.4
DNMG 150604-VB 12.7 635 | 04
DNMG 150608-VB 12.7 6.35| 0.8
DNMG 150612-VB 12.7 635 1.2
SN g
(] | -
Sl
Type Dimensions (mm) S '8
n |©
3 |G
ISO ASA d t r S S
SNGG 120404R 12.7 476 | 0.4
SNGG 120408R 12.7 476 | 0.8
SNGG 120404L 12.7 476 | 0.4
SNGG 120408L 12.7 476 | 0.8
SNMG 120404-VB 12.7 476 | 0.4
SNMG 120408-VB 12.7 476 | 1.8
SNMG 120412-VB 12.7 476 | 1.2
(=] 34 [=]
=
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Type Dimensions (mm) g §

IS0 ASA d t r g 2
TNMG 160404R 9.52 4.76 0.4
TNMG 160408R 9.52 4.76 0.8
TNGG 160402R 9.52 4.76 0.2
TNGG 160404R 9.52 4.76 0.4
TNMG 160404L 9.52 4.76 0.4
TNMG 160408L 9.52 4.76 0.8
TNGG 160402L 9.52 4.76 0.2
TNGG 160404L 9.52 4.76 04
TNMG 160402R-FS 9.52 4.76 0.4
TNMG 160404R-FS 9.52 4.76 0.8
TNGG 160402L-FS 9.52 4.76 0.2
TNGG 160404L-FS 9.52 4.76 04

VN :
- =

Type Dimensions (mm) § §

R

ISO AsSA d t r 2|2
VNMG 160402-VB 9.52 4.76 04
VNMG 160404-VB 9.52 4.76 0.8
VNMG 160408-VB 9.52 4.76 0.2
VNMG 160412-VB 9.52 4.76 0.4

Type Dimensions (mm) § §

Q| O

[CRNT]

ISO ASA d t r 2|2
WNMG 060404-VB 9.52 4.76 0.4
WNMG 060408-VB 9.52 4.76 0.8
WNMG 080404-VB 12.7 4.76 0.4
WNMG 080408-VB 12.7 4.76 0.8
WNMG 080412-VB 12.7 4.76 1.2
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Type Dimensions (mm) =] 8| R |2
O O | = | 2
C) (GG
ISO ASA d t r = S | = | 2
CCET 030101L 3.5 139 | 0.1
CCET 030102L 3.5 139 | 0.2
CCET 030104L 3.5 139 | 04
CCET 040101L 43 1.79 | 0.1
CCET 040102L 43 1.79 | 0.2
CCET 040104L 4.3 1.79 | 04
CCMT 060204-MP 6.36 238 | 04
CCMT 060208-MP 6.36 238 | 0.8
CCMT 09T302-MP 9.52 3.97 | 0.2
CCMT 09T304-MP 9.52 397 | 04
CCMT 09T308-MP 9.52 397 | 04
;
P
DC o/ [
L % e
A ] i 4
55

Type Dimensions (mm) § §

ISO ASA d t r § é
DCMT 070202-HF 6.35 238 | 0.2
DCMT 070204-HF 6.35 238 | 04
DCMT 070208-HF 6.35 238 | 0.8
DCGT 11T301-HF 9.52 397 | 0.1
DCGT 11T302-HF 9.52 3.97 | 0.2
DCMT 11T304-HF 9.52 397 | 04
DCMT 11T308-HF 9.52 397 | 0.8

SC..

Type Dimensions (mm) § §

o O

ISO ASA d t r 2| =2
SCMT 09T304-HF 9.52 397 | 04
SCMT 09T308-HF 9.52 397 | 0.8
SCMT 12T304-HF 12.7 476 | 0.4
SCMT 12T308-HF 12.7 476 | 0.8
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Type Dimensions (mm) § §
(@] Q
[CINT}
ISO ASA d t r S| 2
TBGT 060102L 3.97 1.59 0.2
TBGT 060104L 9.52 4.76 0.4
I c.. jdw
-
E, I [t *
. . o | 8
Type Dimensions (mm) R R3|R
AR
ISO ASA d t r 22|23
TCGT 090204-HF 5.56 2.38 0.4
TCGT 110204-HF 6.35 2.38 0.4
TCGT 110208-HF 6.35 2.38 0.8
TCMT 090204-HF 5.56 2.38 0.4
TCMT 110204-HF 6.35 2.38 0.4
TCMT 110208-HF 6.35 2.38 0.8
TCMT 16T304-HF 9.52 3.97 0.4
TCMT 16T308-HF 9.52 3.97 0.8
60°
\Y4
I I [ ] | d
_¢d|
147
B e Bl 5
. . e 9| <
Type Dimensions (mm) 233~ 3
Q| Q| s | 2
O 0 0 OV
ISO ASA d t r S| 2 s | s
TPGH 080202L 4.67 2.38 0.2
TPGH 080204L 4.67 2.38 0.4
TPGH 110302L 6.35 3.18 0.2
TPGH 110304L 6.35 3.18 0.4
TPGT 110302L 6.35 3.18 0.2
TPGT 110304L 6.35 3.18 0.4
TPGT 160404L 9.52 4.76 0.4
TPGX 090202L 5.56 2.38 0.2
TPGX 090404L 5.56 2.38 0.4
TPGX 110302L 6.35 3.18 0.2
TPGX 110304L 6.35 3.18 0.4
(=] 25:[=]

o]
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Type Dimensions (mm) % g

Q

IS0 ASA d e | | 2|2
VBMT 110304-HF 6.35 3.18 | 0.4
VBMT 110308-HF 6.35 3.18 | 0.8
VBMT 160404-HF 9.52 479 | 04
VBMT 160408-HF 9.52 479 | 0.8

VC..

Type Dimensions (mm) g 8

o Q

IS0 ASA d t | or 2|2
VCMT 110304-HF 6.35 3.18| 0.4
VCMT 110308-HF 6.35 3.18| 0.8
VCMT 160404-HF 9.52 479 | 04
VCMT 160308-HF 9.52 479 | 0.8

o
Type Dimensions (mm) § § o g
QO | = | 2
[CRNCENTRNG)
IS0 ASA d t | v 22z =
WBGT 060102L 3.97 1.59 | 0.2
WBGT 060104L 3.97 159 | 04

A258 (=



http://www.megacutting.com/



http://www.megacutting.com/

