Vischer & Bolli

0OSG GROUP COMPANY

PR1725

Excellent surface finish and long tool life

Newly developed PVD coating MEGACOAT NANO PLUS
Great for machining steel and other materials

Wide range of machining applications with various chipbreakers available

.
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PVD coating for small parts machining

PR1725

1st recommendation for steel machining. Excellent surface finish and
long tool life. Great performance in small parts machining applications.

MEGACOAT NANO PLUS maintains long tool life and excellent surface finish

Long tool life leads to improved capacity utilization rate. Excellent surface finish with no tearing lowers quality
control costs.

Insert cutting edge wear and quality of surface finish comparison - C45 * After 20 min of machining (Internal evaluation)
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Good surface condition surface condition

Cutting conditions:
Ve =150 m/min, ap = 0.5 mm, f = 0.05 mm/rev, wet, workpiece : C4

- MEGACOAT NANO PLUS

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

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

Applicable to various workpiece materials High machining stability

Excellent oxidation resistance. Superior high
temperature properties maintains good performance in
steel, stainless steel and free-cutting steel.

Special surface layer with great lubricity reduces adhesion.

Tough micro-grain carbide substrate provides stable
machining.




One solution can be used in various workpiece materials

Long tool life for steel, stainless steel and free-cutting steel. Improved management of tools cut the cost.

Wear on the cutting edge of insert and quality of the surface finish comparison - Stainless steel: X5CrNi1810
* After 20 min of machining (Internal evaluation)

After 100 min of machining After 100 min of machining After 40 min of machining
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PR1725 shows less damage on the cutting edge and maintains stable tool mark on the workpiece surface

Observation point of
surface condition

Cutting conditions: Vc = 150 m/min, ap = 0.5 mm, f = 0.1 mm/rev, wet, workpiece : X5CrNi1810

Applicable to a wide range of machining applications

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

Steel Stainless steel
High speed | PR1725 High speed
PR1425 PR1725 |
Medium Medium
speed — speed
Low speed Low speed
PR930 PR1535
: Light Heavy ; Light Heavy
Continuous | ;n+erruption | interruption Continuous | ;ncerription | interruption
PR1725: 1st recommendation for steel machining PR1725: For general purpose high-speed machining

PR1535: 1st recommendation for stainless steel machining
Long tool life and high quality machining

Molded sharp edge chipbreaker series

A wide variety of chipbreakers provides great chip control

Cutting force and surface finish oriented (low cutting force) Chip control oriented
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Inserts (Positive)

Dimensions (mm) "y o Dimensions (mm) a
Shape Descripti ik N o | = ape Description e N N
Handed insert shows left-hand escription 1.C. T:;I; Hole (O{EE)’ R Egg:{ = Handed insert shows left-hand P I.C. Tl:‘écslz Hole (o[ag R E:IQIZT &
(CGT  030101MP-CF 35 |14 | 1o LSO S |® CCET  09T301M */-P <01 )
. B . = f _— -
@ 030102MP-CF <02 o \/'C, 09T302M R/, 9525 | 397 | 44 | <02 | 7 |@
T 040101MP-CF <01 [ RO | @ |
(6T COWOMPEE s ] g | 23 7 Finshing  Shap edge 091304M F/,-P <04 L
Minute DOC/ Sharp edge / Polished o g:gl gfm;c:; i gi : CCET 0602005MF R/L’U <005 Y
oo | 0| M| 1P 0'2 T el 060201MF ®/-U 635 (238 |28 | <01 | 7 |@
(CGT _04010TMFP-PF o | 1s |2z <4 . [@] y 060202MF -0 <02 s
'5.\ /)' 040102MFP-PF ’ ' T <02 ) . ‘ ) ,/ CCET  09T3005MF */i-U <005 |® |
(CGT  060201MFP-PF <01 o 09T301MF R/-U 0535 | 39 <01 _|®
060202MFP-PF 635 [238| 28 [<02 | 7 [@] Q9T302MF YU 25| & | % Faal ¥ I
Finishing / Sharp edge / Polished @ gzgig:m:’zi zg‘: : \S-::/rge:ddqi 09T304MF R/-U <04 [ J
— - — CCET  0602005MFR-J <005 R
p 060202MFP-GF 635 [ 238 28 | <02| 7 |@ _— —
\@/ T06020MMEPGE | <04 o | 060201MF */1-) 635 (23828 (<01 | 77 | @
\/ (CGT  09T301MFP-GF <01 o] 060202MF /- <02 °
09T302MFP-GF 9555 | 397 | 44 | <02 | 7 |@] CCET  09T30TMF */i-J <01 o |
Finishing / Sharp edge / Plished 09T304MFP-GF <04 [ 09T302MF */1-) 9525 | 397 | 44 | <02 | T |@ |
(CGT  060201MFP-SK <01 o ;:;;ﬁg ! 09T304MF ¥/ <04 °
y 060202MFP-SK 635 238 | 28 | <02 | 7 |@] M 030202°P ot o | 33 % - °
060204MFP-SK <04 ° i . ) —
080204PP 0.4 )
(CGT ~ 09T301MFP-SK <01 o M 09030 0 P
09T302MFP-SK 9525 |397 | 44 | <02 | 7 |@] : (el
Fiishing/Sharp edge  Plished 09T304MFP-SK <04 ° 090304PP 955|318 | 44 | 04 | 11° @
(CGT  060201MP-CK 635 | 238 | 28 L0 5 @] 090308PP 08 bt
\@’ 060202MP-CK ’ ’ T <02 [ CPMT  080204GP 794123833 | 04 | 1° |@
(CGT  09T301MP-CK <01 . | @ (PMT  090304GP 0.4 °
N 9T0MPCK 955 | 397 | 44 o T 0525 | 318 | 44 1e 12
Finishing / Sharp edge / Polished . 090308GP 0.8 [
(6T 060201MFP-GQ <01 o Gl G " A
060202MFP-GQ 635 [238| 28 [ <02| 7 |@] 5 o 794 238 | 35 —— 11° o
\O/ 060204MFP-GQ <04 ° -"\Q— L 08
\/ 6T _09T0IMFP-G <ol O N7 | ow oo 9535 | 13 || a5 -] o |2
o 09T302MFP-GQ 955 | 397 | 44 | <02 | 7 |@] Finihing-Medium 090308HQ 08 )
Flmshmg-MePnllluige/dSharp edge/ 409T304MFP-GQ <04 ° (PMH 080204 0 ; ; 0.4 N [ J
CCMT 060202WP 0.2 | @ | 0 080208 794 | 238 35 08 " (Y
P 060204WP 635|238 28 | 04 | 7 |@] \/ OMH 090304 o4 °
;,-O,,. 060208WP 08 ° pove 9525 | 318 | 45 [~ 1 (o
N COMT 09T302WP 02 o] Heflom ‘
09T304WP 9525 (397 | 44 | 04 | T |@ N CPMT  080204XP 794 123833 | 04 | 1° |@
WieredgeFising IR0SVY 0 ® CPMT  090304XP 05 | a1s | s 1041 1o |®
(CMT 060202 0.2 ° ! g ! —
060204PP 6.35 238 28 04 7 T Low Carbon steel / Finishing 090308XP 038 L
@ A G 0'2 ° DCGT  070201MP-CF o35 | 238 | 28 LS 0.1 - )
09T304PP 955 |397 | 44 [ 04 | 7 |@] @ 070202MP-CF <02 °
Finishing 09T308PP 08 Y DCGT  11T301MP-CF S <0.1 7 L
(CMT  060202GK 635 | 238 | 28 L22 | 5 @] MiuteDOCShap e/ Polshed 11T302MP-CF <02 )
060204GK 04 d DCGT  070201MFP-GF <0.1 )
\\/ el gzggigi 9555 | 397 | 44 gi " % 070202MFP-GF 635 |238| 28 [<02| 7 [@]
Finihing Medium O o 0 ° O : 070204MFP-GF <04 °
g — o
: 060204HQ 635|238 28 = 7 g F DCGT  11T301MFP-GF prY o
\ﬁ/ QT 09T302H0 0Q O 11T302MFP-GF 955 | 397 | 44 [<02| 7 |@]
. 09T304HQ 955 |397 [ 44 | 04 | 7 |@] Finhing Shap edge/ Polhed 11T304MFP-GF <04 °
Finishing-Medium 09T308HQ 0.8 [ ] DCGT  07020TMFP-SK <0.1 i
R ) 070202MFP-SK 635 | 238 | 28 | <02 | 7 |@
V(, (CMT 097308 9525 (397 | 44 | 08 | 7° |@ @ 070204MFP-SK <04 )
Medum DCGT  11T301MFP-SK <0.1 o |
(6T _0602005MF <005 @ | 11T302MFP-SK 9525 | 397 | 44 [ <02 | 7 |@
060201MF <01 ° RIS | @ |
060202MF 6.35 238 28 <02 7° T Finishing / Sharp edge / Polished 11T304MFP-SK <04 ®
S : = DCGT  070201MP-CK <01 )
3 060204MF <04 ° A TPk 635 | 238 | 28 |— . 7 o
\/ (T 09T3005MF <005 | \(Qr’/ A i -
09T301MF 0sss | 397 | ag L0 o [@] DCGT  11T301MP-CK 055 | 397 | 44 LS 0.1 . o
09T302MF . ’ ’ <02 i Finishing / Sharp edge / Polished 11T302MP-CK <02 ®
Medium / Shar edge 09T304MF <04 ° DCGT  070201MFP-GQ <01 o
CCET _0301005M *AF <005 |® | 070202MFP-GQ 635 | 238 | 28 | <02 | 7 |@
030101M z/L-F 35 | e |19 ISM . |®) Q 070204MFP-GQ <04 L
) O % igi % S e mowea <01 °
L~ X [
v ccer % <01 L Finishing-Medium / Sharp edge / [TE0NFP0 i H <% ’ L
040102M */,-F 43 18|23 [<2] 7 |@ Polshed TIT304MFP-GQ <04 bt
Finishing / T —— =
Shapedye 040104M R/ <04 D @ Avabale  R:R-hand only

Insert with corner R (RE) dimension expressed with less than sign (e.g. <0.1, <0.2 etc.) indicates mé)de\s with minus tolerance for corner R (RE)



Inserts (Positive)

Dimensions (mm) N X Dimensions (mm) Q
Handedlns?r'z]?hz:ﬂeﬁ—nand Description 1.C. T:;csl;» Hole COEES_R Esgj & Handed|ns§mah’:§s|eﬁ—hand Description 1.C. Tr':é(sl; Hole CO{RS_R gﬁlgizlf &=
Qi ~_070202WP 0.2 il TBGT  060T0TMP-CF <01
070204WP 635 |238| 28 [ 04 | 7 |@] Q _ o | sl a9 e
070208WP 08 o ' 060102MP-CF <02 °
DCMX  11T302WP 0.2 [ Minute DOC/ Sharp edge / Polished
11T304WP 9525 [397 | 44 [ 04 | 7 [@] 3 TBGT  060101MFP-PF <01 K
11T308WP 08 ° o 060102MFP-PF 397 [ 159 | 23 | <02 | 5 | @
DCMX 070204 R/,-WP 635 (23828 | 04 | T |@ nmsmnj;fsham edg:/‘:alished 060104MFP-PF <04 °
. TBET  0601005M P/, <005 B
DCMX 117304 b/-WP 9525|397 | 44 | 04 | 7 |@ JrO\ gzglg;m ZL 397 |10 | 23 :g; - %
f L .
DCMT  070202PP oxs |2 | 25 102 » O] "Ef 060104 ¥, <04 o
070204PP 04 ° A
DCMT  117302PP 02 B 4 A \ TCMX 090204WP 55 | 238 | 25| 04 | 7 |@
11T304PP 955 [397 | 44 | 04 | 7 |@ o
e s m o mng TV 110204WP 635 (23| 28| 04 | 7 |@
. Dewr_0702026P 635 | 238 | 28 %21 5 |®] A TPGT  080201MP-CF g |23 | 23 50 4 (@1
{'..‘65 S 0702046P 0.4 ° _ 080202MP-CF <02 °
v DCMT  11T304GP 0525 | 397 | 44 0.4 o | @ / Q b TPGT  090201MP-CF sss | 238 | 30 <0.1 e L@
Finishing 117308GP 08 [ J Minute DOC / Sharp edge / Palished 090202MP-CF <0.2 ()
DCMr - 0702026K 02 o A TPGT  090201MFP-PF <01 °
O702046K 635 1238281 14 | 7 @ @) 090202MFP-PF 556|238 | 30 | <02| 1° @
0702086K 08 ° PN =
DCMT  11T3026K 02 Py Finsing harp edg  Polshd 090204MFP-PF <04 s
11T3046K 955 (397 | 44 | 04 | 7 |@]| TPMX090202WP 02 @
—— T a0 Y 'y 090204WP 556 238 | 28 [ 04 | 1° |@]
DCMT 070202HQ 02 ° &Q 090208WP 08 °
070204HQ 635 238 28| 04 | 7 |@] A TPMX_110302WP 02 @
070208HQ 03 o 110304Wp 635 [318 (33 [ 04 | 1 [@]
DCMT  11T302HQ 02 P Wiperedge  inshing 110308WP 08 [ )
11T304HQ 955 (397 | 44 | 04 | 7 |@]|
FinishingMedium 11T308HQ 08 ° N TPMX 110304 Fp-Wp 635 (31833 | 04 | 11° |@
DCGT  0702005MF <005 B ‘pe"g
gzgim 635 | 238 | 28 :g; I % TPMT 090202PP os6 | 238 | 2g 02| 1 @]
ﬂ ) e o o @ 090204PP 0.4 °
v d TPMT  110302PP 02 B
DCGT_TTS005MF <065 L2 = 110304PP 635 (31833 [ 04 | 1° |@]
ngmi 9525 | 3.97 | 44 :g; 7 % Finishing 110308PP 0.8 )
19 TPMT 0902026P 02 e
Medium Shapedge 11T304MF <04 ° D \ 004G 556 | 238 | 28— 1" F
SN Egml ?Zgg‘z‘;('; 635 | 238 | 28 g; 7 : A TPMT 1103046P JUR DO D VR S Y
- @ — 110308GP 08 °
TNETED 9525 | 397 | 44| 04 | T | @] fiing TPMT 1603046P 90525 [ 318 | 44 | 04 | 1 |@
Low ool Finsting 308K 08 LJ TPMT  090202HQ 2| e
DCET % <005 L 090204HQ 556 | 238 | 2.8 04 n i
% 635 | 238 | 28 zg; 7° % v TPMT  110302HQ 0.2 | @ |
N o = o 110304HQ 635 |318(33 [ 04 | 1° @]
g : 110308HQ 08 °
DT 1 005 M <088 L TPMT  160302HQ 02 °
% 0525 | 397 | 44 zg; 7 % 160304HQ 9525 |38 | 44 | 04 | 1° |@]
Finishing / — : — Finishing-Medium 160308HQ 08 [
Sharp edge 117304M A <04 L] a TPMT 090204XP 556 | 238 | 28 | 04 | 1° |@
DAET070700: B <005 LR i TPMT  1103041P | e
_OT020IMFFAU | 635 | 238 | 28 | <01 | 7 | @] m@m 110308KP 635 1318133 T 1 T
@ 070202MF -0 <02 L TPMT  160304XP 4 | |e
L m SUE L Low Carbon steel / Finishing 160308XP 55| 318 | 44 08 B T
1IT301MF *-U 055 | 397 | 4 L5011 5 @] TPGH 080201 7/, 0.1 o
ontect/ _T0MERAY | 02 @ 080202 ¥, 476 | 238 23 [ 02 | 1° [@]
Sharpedge 1T304MFR-U <04 R 080204 ¥/, 04 B
DCET _O702005MFRJ | <005 IR TPGH 090201 7/, 01 °
O7020TMFRA | 635 | 238 | 28 | <01 | 7° | @] 090202 /. 55 | 23830 ] 02 | 1° |@]
@ 070202MF ¥/ <02 ° T Iy o
G % <06 LR e \ TPGH 110202 635 | 238 | 35 2| 1 [ O]
BOMENS | oo | 507 | 4a IS o [ 110204 ¥, ST s °
oweat/ MTOMFRAS | <02 o] TPGH 110302, 02 B
Sharp edge T1T304MFR-) <04 R 110304 */, 635 (31833 04 | 11° |@
JCET 030102M ¥/ F <02 ° UG 08 =
@ ag |l aa || ag || TPGH 160302 */, 02 (o]
— <o o . 160304 %/, 9525 [318 | 45 | 04 | 1 [@]
Fiting/Shrp eoe harpetie 160308 */, 08 °
Insert with corner R (RE) dimension expressed with less than sign (e.g. <0.1, <0.2 etc.) indicates models with minus tolerance for corner R (RE) @ Available  R:R-hand only



Inserts (Positive)

Dimensions (mm) "y o Dimensions (mm) a
Shape Descripti e 1 of | S ape Description e _ || =
Handed insert shows left-hand S 1.C. T:;I; Hole (O{EE)’ R Egg:{ = Handed insert shows left-hand P 1.C T:&I!(SE Hole (u[ag i E:IQI:T &
TPGH  090201L-H 0.1 L ~ VCET  110301M */-F <0.1 o
0902021-H 556 | 23830 | 02 | 1° | L S~ 110302M R/-F 635 |318| 28 | <02| 7 |@]
0902041-H 04 L G 110304M R/-F <04 °
TPGH 110302 */-H 02 ° VCET  1103005M R/-Y <005 °
Q_ 110304 */i-H 635 31833 | 04 | 1° |@ (ﬂ_y T10301M Y o5 s | ap <% 0 [®]
110308 */-H 0.8 [ 110302M R/-Y ’ ' © <02 [
TPGH 160304 F/-H 0.4 ° ishing- 110304M */-Y <04 °
- L 9525 | 318 | 45 170 = Finishing Mefi.u:rvj/sharp edge
Medium 160308 /- 08 d “@9 VPGT  110301MP-CF <0.1 °
TPEH  080201M ®/-P 0.1 ° 635 | 318 | 28 i —
080202M */i-P 476 238 | 23 [ <02 | 1° |@ | Minute DOC/ Sharp edge / Polished 110302MP-CF i .
030204M P 0 hd PN | VPGT T10301MFP-GF <01 °
A TPEH  090201M R/,-P <01 ° = 635 | 318 | 28 1° —
'e) 090202M /P 556 (238 | 30 [ <02 | 1 [@] | ongsstupetges e 10502MFP-GF <02 e
iy 090204M */,-P <04 ° VPGT  080201MP-CK <0.1 °
) 476 | 238 | 23 1° —
TPEH  110301M B/-P <01 ° @ 080202MP-CK <02 °
110302M /P 635 [318 | 33 | <02 | 11° |@ VPGT  110301MP-CK <0.1 [ )
- I Al 635 | 3.8 | 28 =
Sharp edge 110304M R/L'P <04 [ ] Finishing / Sharp edge / Polished 110302MP-CK <02 Ld
VBMT  110302PP 02 ° VPET  080201M %/,-F <0.1 °
i —————— 1476 | 238 | 23 1 =
110304pP 635|318 28 | 04 | > |@ 080202M */,-F <02 °
_ : 110308PP 08 ° \\\(_\/ VPET  1103005MR-F <005 R
W VBMT  160404PP 0.4 ° 110301MR-F 635 [318] 28 | <01 | 11° | R
160408PP 9535 | 476 | 44 [ 08 | 5 |@ Sy 110302M /- <02 °
R/ |
" T 12 ° VPET  080201MF */-U 6 1 |23 59 e [®]
s 080202MF */,-U <02 °
T |’
"\‘_2;.-’ VBMT  110304GP 635 |318] 28| 04 | 5° |@ e I T LI <005 o
s 110301MF /-U 635 [318] 28 | <01 | 11° |@
. Low feed / [ |
VBMT  110302VF 02 ° Shapadye 110302MF /-U <02 °
@ 110304VF 635 [318] 28 | 04 | 5 |@ @; VPET  1103005MFR-J <005 R
i 110308VF 08 ° == 110301MF ¥/ 635 (318 | 28 | <01 | 11° @]
oW Tee
VBMT  110304HQ 04 ° Stam e AE i <02 hd
< } 635 |3.18 | 28 5 A
R/
—~ 10308H0 " ° o WBGT  060101MP */-CF <011 °
inishing-Medium 397 1.59 23 [ —
VBET  1103005M R/,-F <005 ° a2
».\\c,,— S E — 060702MP */,-CF <02 °
110301M */-F 635 31828 | <01 5° |@| Minute DOC / Sharp edge / Polished
o 110302M R/F <02 ° i WBGT  00TOIMP */-pF Seol Py e R )
VBET  1103005M %Y <005 ° 0 ) 060102MFP R/,PF <02 °
[l )
110301M B/-Y <01 ° Ak WBGT  080201MFP */,-PF <0.1 °
Q{d I 635 | 3.18 | 28 5 ——— 4% | 238 | 23 5
110302M P/-Y <02 [ ] Finishing / harp edge / Polished 0B0202MFP */,-PF <02 L
Finishing-Medium / Sharp edge 110304M R/':Y <04 d 1 EMIN0:0102 R/L—DP 397 | 159 | 23 02 5° i
Q@’ VCGT  110301MP-CF <01 ° / |_ 060104 */,-DP 04 °
635 | 318 | 28 I — . WBMT 080202 */,-DP 02 °
110302MP-CF <0.2 [ ] 080204 */,-DP 476 | 238 | 23 04 5 7
Minute DOC/ Sharp edge / Polished Finishing L 8
PN | VT T030MEGF <01 ° WEEr GO | <085 L
= 635 | 318 | 28 7 060101M ¥/-F v L 1ss | g5 <Y | o |@
X <0. 5 a o [
Finishing / Sharp edge / Polished 110302MFP-GF 02 e 3 060102 *A-F <02 i
VCMT  080202PP 02 ° 0 060104M */,-F <04 °
476 | 238 | 23 7 .L_‘
ﬁﬁ@‘ﬁ 080204PP 0.4 ° WBET  080201ML-F <01 L
TS v 1e0408p 04 ° 080202MLF a6 |238 | 23 [<02 | 5 |1
9525 | 476 | 4.4 7’ Finishing / [a |
Figing 160408PP 08 ° Sharp e 080204M ¥/,-F <04 Py
VCMT  080202VF 02 ° . WBET  080201M */i-P <0.1 °
iﬂ % 476 | 238 | 23 P O; ; .
080202M ®/,-P 476 238 | 23 | <02 | 5
- 080204VF 04 ° A\ ‘ Ad
fred Fnshing/ 080204M F/.-P <04 °
VCMT  080202HQ 02 ™ b
@ 476 | 238 | 23 7 @ Available  R:R-hand only L:L-hand Only
080204HQ 0.4 °

Finishing-Medium

Insert with corner R (RE) dimension expressed with less than sign (e.g. <0.1, <0.2 etc.) indicates models with minus tolerance for corner R (RE)



Inserts (Negative) Inserts (Small double-sided tooling)

Dimensions (mm) n D (mm) n
Shape Description icke 2l B Shape Description ick al B
Handed insert shows right-hand P 1.C. T:écst Hole COERS R & Handed insert shows right-hand P 1.C. T:é(st Hole (O{EE)’ R ==
(NGG  120402MFP-SK <02 | @ CNGU  070301MFP-SK <01 | @
1270 | 476 | 5.16 15 318 | 3.6
Finishing-Medium / Sharp edge / 120404MFP-SK <04 | @ Finishing-Medium / Sharp edge / 070302MFP-SK <02 | @
Polished Polished
CNGG  120404FP-TK 04 | @ CNMU  070302E-GK 02 | @
@ —— 1270 | 476 | 5.16 15 318 | 36
Medium-Roughing / Sharp edge / 120408FP-TK 0.8 [ ) 070204E-GK 0.4 [ )
Polished Medium-Roughing / Honed edge
DNGG  150402MFP-SK <02 | @ CNGU  070301MFR-F <01 | R
- 1270 | 476 | 5.6
Finishing-Medium/ Sharp edge / 150404MFP-SK <04 | @ @ 070302MFR-F 75 318 | 36 | <02 | R
Polished
. DNMG  150402R-LD 0.2 R 070304MFR-F <04 | R
@ 1270 476 516 Finishing / Sharp edge
150404R-LD 0.4 R (NGU  07030TMFR-U <01 | R
Large DOC
DNGG  150404FP-TK 04 | @ @ 070302MFR-U 75 318 | 36 | <02 | R
170 | 476 | 516 -
Medium-Roughing / Sharp edge / 150408FP-TK 08 | @ 070304MFR-U <04 | R
Polished Low feed / Sharp edge
TNGG  16040TMFP-SK <00 | @ DNGU  080301MFP-SK <01 | @
A\ o
é D g 160402MFP-SK 9525 | 476 | 381 | <02 | @ O 080302MFP-SK 7.0 318 | 36 | <02 | @
Finihing-Medium / Sharp edge / 160404MFP-SK <04 | @ Finishing-Medium/ Sharp edge / 080304MFP-SK <04 | @
Polished Polished
TNMG  160402R-LD 0.2 R O DNMU  080302E-GK 02 | @
9.525 | 476 | 3.81 70 318 | 36
160404R-LD 0.4 R 080304E-GK 04 @
Large DOC Medium-Roughing / Honed edge
TNGG  160404FP-TK 04 | @ DNGU  080301MFR-F <01 | R
—— 9525 | 476 | 381 —— 0 —_—y
edum foughing St e 160408FP-TK 08 | @ \) 080302MFRF 70 | 318 | 36 | <02 | R
Polished
TNGG 160402 */-S 02 | @ 080304MFR-F <04 | R
2 Finishing / Sharp edge
~ | 160404 */,-S 9.525 | 476 | 3.81 04 | @ DNGU  080301MFR-U <01 | R
St e/ 160408 %/,- 3 | @ @ 080302MFR-U 70 | 318 | 36 | <02 R
Sharp edge
VNGG  160402MFP-SK <02 | @ 080304MFR-U <04 | R
@v 0525 476 381 Low feed / Sharp edge
Finishing-Medium / Sharp edge / 160404MFP-SK <04 | @ TNGU  090301MFR-F <01 | R
Polished /)
®:Available R frhand only 4 0! X 090302MFR-F 556 | 318 | 30 | <02 | R
Insert with corner R (RE) dimension expressed with less than sign (e.g. <0.1, <0.2 etc.) indicates
models with minus tolerance for corner R (RE). 090304MFR-F <04 | R
Finishing / Sharp edge
TNGU  090301MFR-U <01 | R
/A 090302MFR-U 55 | 318 | 3.0 | <02 | R
090304MFR-U <04 | R
Low feed / Sharp edge

@ : Available R:R-hand only

Insert with corner R (RE) dimension expressed with less than sign (e.g. <0.1, <0.2 etc.) indicates
models with minus tolerance for corner R (RE).

For applicable toolholders that use small double-sided inserts, please see the KYOCERA
general product catalog.



Shaft 34CrMo4

Vc =110 m/min
ap=~1.5mm
f=0.06 mm/rev R B
Wet

DCGT11T302MFP-SK PR1725

212

Tool life

PR1725
SK chipbreaker

3,000,000 B

PR1725 SK chipbreaker shows 2 times longer tool life when compared to
competitor D

Competitor D
Molded chipbreaker

(User evaluation)

Shaft C35

Ve =90 m/min

ap=0.3mm L ©
f=0.1 mm/rev I s
Wet o .

DCGT11T302MFP-SK PR1725

Tool life

PR1725
SK chipbreaker

EEETT

PR1725 SK chipbreaker shows 1.5 times longer tool life when compared to
competitor F

Competitor F
Molded chipbreaker

(User evaluation)

Shaft 42CrMo4

Vc =70 m/min

ap=10mm ~ _|
f=0.05 mm/rev ol b L
Wet s[ r
DCGT11T302MFP-SK PR1725 —
Tool life

PR1725

SK chipbreaker

250,00 B0l

PR1725 SK chipbreaker shows 1.6 times longer tool life when compared to
competitor E

Competitor E
Molded chipbreaker

(User evaluation)

Pin 20CrMo5

Ve =110 m/min
ap =0.2~0.7 mm
f=007 mm/rev
Wet —— — - — i
DCGT11T302MFP-GQ  PR1725

214

Tool life

PR1725
GQ chipbreaker

| 20000 553

PR1725 GQ chipbreaker shows 1.3 times longer tool life when compared to
competitor G

Competitor G
Molded chipbreaker

(User evaluation)
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