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@ Recommended Cutting Conditions (MEA)

fz Recommended Insert Grade (Vc: m/min)
- Max. ap (mm)
Workpiece (mm/t) Cermet PVD Coated Carbide
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~ ~ ~g14 1 8x1

Stainless Steel 0.03~0.07 w w w * 216~028 3 8x3
0.08| 0.15 120~200 120~200 | 120~200 100~200 230-080 2 s

0.03~ |0.07~ * -g14 15 8x2

Carbon Steel 016~028] 6 8x6
0.12 | 0.15 120~200 120~200 | 120~200 100~180 230080 3 ax10

0.03~ |0.07~ * e * 2 -p14] 15 8x2

Alloy Steel - a X > 216~228) 5 8x5
0.12 | 0.15 100~180 100~180 | 100~180 80~150 2300803 8x10

0.03~ |0.07~ ol 15 | 82

Metal Mold Steel 01! 015 1002180 800350 | 800350 60330 016~028 4 8x4
: : 230~280 3 8x10

Cast Iron 0.05-) 0.1~ ms:ﬁ;g 165 2:2
0.15 0.2 100~200 80150 o 4 T

. 10.05~ | 0.1~ ~ol4 3 8x3

Non-ferrous Material 105{(300 016~228 6 8x10
0.2] 025 230~080 4 8x20

¥ Recommended C

* Reduce the ap by 20-50% when machining with long overhang length or using long shank types.

utting Conditions (MEB)
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Recommended Insert Grade (Vc: m/min)

Workpiece fz Cermet PVD Coated Carbide Max. ap (mm)
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925 2 | 14x3

i - A Yo | Y *
Stainless Steel 0.2 120-200 120200 120~200 100200 232,040 8 | 145
250~280 - 14x10
925 5 | 147

~ * A A
Carbon Steel 0.25 120-200 120-200|120~200 100-180 032, 0401 5 | 14x10
950-080] - | 14x20
225 4 | 14%6
Alloy Steel ~0.25 100-180 100-180100-180 80-150 232,240, 5 | 14x8
250-980] - | 14x15
225 4 14x6
Metal Mold Steel ~0.2 100-180 802150 | 80150 604130 232,040, 5 14x8
250~280 - 14x15
925 6 | 14x8
Cast Iron ~0.25 1002200 80150 |232:240] 5 | 14x12
950-080] - | 14x20
225 7 | 1410
Non-ferrous Material ~0.2 100500/232,240) 5 | 14x15
250~280 - 14x30

* Slotting with a tool over 850 mm is not recommended.
@ Caution of installing Notched Insert

» Notched Inserts are necessary to be installed correct position. When it is installed wrongly, the tool cannot machine the workpiece and it may
damage the toolholder body.
» Please be minded following tables when you install Inserts to toolholders. Indication is not marked near the Insert pocket for MEA / MEB.
Please refer Tablel or Table2 and make correct combination.
It is not available to install same Notched Insert (-N1, -N2 or -N3).
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Table 1 Table 2
5L NDK[] 09 type 5T NDK[ ] 09 type Ioh NDK[ ] 15 type
Description S @ |Without| With notch Description S @|Wwithout| With notch Description o 9| Without |With notch
Z =/ noth [N1[N2 Z = noteh [ N1 N2 Z 5 notch | N3
MEA 12-S10 MEA 30-S25 4 ) 212 MEB 25-S20 (-...) 2 1 1
12-S16 il 32-S25 (-...) 25-S25 (-...)
13-S12 32-S32-W-5T | . | | 5|, 32-825(-.) | 5 | , 1
14-S12 40-S32 32-S32 (-...)
16-S12 (-...) 40-S32-110W-6T 6 ) 313 40-S32 (-...) 2 2
17-S16 2 ) 11 50-S32 50-S32
18-S16 63-S32 8 ) 414 63-S32 5 3 2
19-S16 80-S32 80-S32 6 3 3
20-S16 (-...) MEAL10-S10(-.) | , | , | _ | .
21-S20 12-S12-W
22-S20 16-S16 (-...)
24-520 31 -12)1 20-s20-z2 |2 - 1|1
25-520 (-...) 20520 (-) | 5| |5 |4
28-S25 25-S25
25-S25-W-4T
Spisap 41-12]72
MEA 20-S20-130W)| 2 | - | 1 | 1
25-S25-140(W)| 3 | - | 2 | 1
32-525-160W) , | | , | 5
40-S32-200(W)



