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Chipbreaker [ Appearance Features Chipbreaker | Appearance Features
a The sharp cutting edge and raised 3-dimensional chipbreaker designed to
o o . have excellent chip control capability and
, ) projection near corner contribute to low cutting force in finishing to medium
o1 .\L excellent chip control at very small depth PS cutting. ng cost, M—class%ositive insert
CE of cut and low feed. used ?or high efficiency boring in a wide

range of applications.

Developed chipbreaker for medium
cutting depths. Optimal chip control due cutting. Excellent chip control due to wide,

Developed chipbreaker for finishing at low ’“\_
PSF A to pre-positioned chipbreaker element. PM ;.: positive chip flow zone.

3-dimensional chipbreaker desi%ned to
have excellent chip control capability and
low cutting force in finishing to medium
cuttin?. Low cost, M-class positive insert
used for high efficiency boring in a wide
range of applications.

PSS

@ Standard Cutting Conditions

0 . Work Chip- Depth of cut Cutting speed V:(SFM)

peration condition breaker ap (in) Lov‘i\ﬁgrb&g;tseels MediuArnot;agl‘aeoer‘ssteels Higﬁ;bosr{esélesels

Precision Continuous - 2 - 82 260 -
oy |comimews | 09 NS9530 .002-.020 0.03-.006 ggg - Zgg 228 - 228 228 - ggg
Continuous AH725 160 - 590 160 - 590 130 - 500
Finishing  |Lightinterupted | PSF T9115 .004-.020 .002-0.30 160 - 590 160 - 590 130 - 500
Heavy interrupted T9125 160 - 500 160 - 500 130 - 400
Finishing to_|C0M0uS Ns9530 500 - 980 500 - 820 400 - 220
Medium Gutting |22 mempted PS T9115 .012-.079 .003-.012 400 - 820 330 - 650 260 - 590
Heavy interrupted UL 400 - 820 260 - 590 260 - 400
Continuous AH725 160 - 590 160 - 590 130 - 500
Finishing o |uigntinterupted | PSS T9115 .012-.079 .003-.012 160 - 590 160 - 590 130 - 500
s SIC O R — T9125 160 - 500 160 - 500 130 - 400
] Continuous D 500 - 980 500 - 820 400 - 220
"gﬁt‘:;ﬁm Ughtinterrupted | PIVI To115 .039-.118 .006-.012 400 - 820 330 - 650 260 - 590
9 Heavy interrupted Eoi2s 400 - 820 260 - 590 260 - 400

Low carbon steels, Alloy steels: 1018, 8620 etc. Medium carbon steels, Alloy steels: 1035 - 1045 etc.
High carbon steels, Alloy steels: 4140,4340 ect.
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Precision finishing [ @p = ~ .020 in ]
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Chipbreaker System for Turning (Positive Inserts)
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Chipbreaker | Appearance Features Chipbreaker| Appearance Features
Designed to control the direction of chip 3-dimensional chipbreaker designed to
flow and used for precision finish boring. have excellent chip control capability and
Provides excellent chip evacuation which low cutting force in finishing to medium
Wl:“:l is important to attain a highly accurate PSS cutting. Low cost, M-class positive insert
—_— bore. used for high efficiency boring in a wide
range of applications.
Developed chipbreaker for finishing at low 3-dimensional chipbreaker designed to
cutting depths. Optimal chip control due have excellent chip control capability and
PSF to pre-positioned chipbreaker element. low cutting force in finishing to medium
Ps cutting. Low cost, M-class positive insert
used for high efficiency boring in a wide
range of applications.
Developed chipbreaker for medium
cutting. Excellent chip control due to wide,
PM positive chip flow zone.
Standard Cutting Conditions

Cutting speed v (SFM)
Operation  Work condition Chipbreaker De";t: (ci’r:)‘:“t ';el‘;? Staiil :SS S:eels *For CCMT0602 and DCMT0702 type
GH330 inserts, ap = .020-.060-.098
Precision finishing Continuous WO GT9530 .002 - .079 0.03 - .008 330-500 Stainless steels: 304, 316 etc.
Continuous
160-500
Finishing | Light interrupted PSF Fosn | 004-.020 | 002- 012
Heavy interrupted 160-400
Finishing to B PS e h 012-.079 | .003-.012 330-650
. i Light interrupted GT9530 . = o =,
Medium Cutting Heavy interrupted TG 1 20 Jrar sy
] Continuous T6130 160-500
Mo | Light nterrupted PSS AH630 | 012-.079 | .003-.012
i Heavy interrupted AH645 160-400
. AH725
st continuous AH630 330-650
i Light interrupted PM AH645 .006 - .118 .006 - .012
e Heavy interrupted T6120 160-330
T6130
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IM Stainless Steel

Precision finishing [ @p = ~ .020 in ] C%'
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Finishing to Medium cutting [ @p = .020 ~ .098 in ]
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Medium cutting [ @p = .039 ~ .118in ]
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Fracture T6130 Fracture T6130
& PM PM
% T6120 T6120
PM
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Chipbreaker System for Turning (Positive Inserts)
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Chipbreaker | Appearance Features i Features
- T-CBN inserts. All round chipbreaker for general purpose
No .. Performs well in high speed finishing of / cutting, provides low cutting forces and
chip- cast iron. g excellent performance in finishing to
breaker CM /a medium cutting.
(T-CBN)

Can cover a wide range of applications
No from finishing to roughing of cast irons.
chip- . Excels in cutting edge strength.

breaker

Standard Cutting Conditions

Work Chip- Depth of cut Feed Cutting speed V. (SFM
v (i) fipr Dustile cast rons

Precision Continuous |No chlpbreaker BX930 _ _ 980-1200 330-1640
f|n|sh|ng Light interrupted BX950 -002 -.020 .002 .008 980 -2630 330-980
Continuous 500-450 330-980
Finishing Light interrupted CM T5115 .002 -.079 .002 -.012 330-980 330-820
Heavy interrupted 330-650 330‘650
Medi Continuous N 500-450 330-980

edium o

cutting Light interrupted chip T5115 .002 -.079 .002 -.012 330-980 330-820
Heavy interrupted | breaker 330-650 330-650

Grey cast irons: Class 25 - 40 etc.
Ductile cast irons: Class 65 - 45 - 12 etc.
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For high speed
machining
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Chipbreaker System for Turning (Positive Inserts)
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Chipbreaker | Appearance Features Chipbreaker | Appearance Features
N T-DIA inserts. DX140 With The wide chipbreaker width contributes
o Performs well in high speed finishing of non- ) . to excellent chip control. DX120
chip- . ’ ferrous materials. chip- .
breaker \ breaker y
(T-DIA) (T-DIA)
Extremely sharp cutting edge. Polished
surface. Excellent chip forming at high cutting
feeds. Low power consumption.
AL w
Standard Cutting Conditions
Work Chip- Depth of cut Feed Cutting speed V¢ (SFM)
Precision Continuous | No chipbreaker |  DX140 .002 -.039 .002 -.006 1640 -8200 1300 -2630 1640 -4920
finishing Light interrupted | With chipbreaker| DX120 .002 -.039 .002 -.008 980 -8200 1640 -4920
Continuous |No chipbreaker| DX140 1640 -8200 1300 -2630 1640 -4920
Finishing  |Ushtinempted | (T-DIA) | DX140 -002-.039 D02 e 980 -1800 1300 -1970 | 1300 -1200
TRy (T e AL KSO5F .020 -.197 .004 -.020 330 -1970 330 -650
) Continuous KSO5F 330 -1200 330 -980 330 -980
Medium | igntinterrupted | AL KSO5F .020-.197 .004 -.020 330 -900 330 -650 330 -650
CUﬂlng Heavy interrupted KsosF 330 -1970 330 -650
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. Non-ferrous Metal
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Chipbreaker System for Turning (Positive Inserts)
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Chipbreaker Appearance Features
Chipbreaker| Appearance Features
Designed to control the direction of chip Excellent chip control in light cutting
flow and used for precision-finish boring. PSF conditions.
Provides excellent chip evacuation which
WDD - .,- is important to attain a highly accurate
A : s bore.
Can cover a wide range of applications PSS Low cutting force at medium depth of
No from finishing to roughing. cuts.
chip- ..s] Excels in cutting edge strength.
breaker| ¢
Great edge strength in high impact
PM applications.
Standard Cutting Conditions

) " Chip- Depth of cut Cutting speed v¢ (SFM)

Operation Work condition )

P breaker ap (in) P e ot ls
Precision Continuous
finishing s /. TH10 .002-.080 .001-.008 20-150 30-150
Finishin Cleminues No 002-.080 002-.012 20-150 30-150

9 Light interrupted chipbreaker TH 10 - - . .

Finishing &Em’:ﬂzﬁ PSF AH725 .005-.015 .002-.008 80-330 100-330
Medium Sontinuous PSS AH725 .020-.060 .003-.008 80-330 100-330

Heavy &Em’:ﬂzﬁ PM AH725 .025-.080 .004-.012 80-330 100-330

Ni-base alloys: INCONEL718 etc.
Titanium alloys: Ti - 6Al - 4V etc.
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. Superalloys and titanium
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' Hard Materials

Chipbreaker System for Turning (Positive Inserts)
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Chipbreaker | Appearance Features

T-CBN inserts.
N_O Performs well in finishing of hardened
chip-

5 A steel.
(T-CBN)

Standard Cutting Conditions

Work Depth of cut Cutting speed v¢ (SFM)

o) - Hardened steels
condition ap (in) Pre-hardened steels

Operation

Precision Continuous | No chip- | gypyq0

rects Light breaker = .002 - =
finishing 9 iy | o .002 -.010 002 -.006 350-650

Continuous | No chip-

N = breaker .002 -.007 .002 .007 -
(RITEERITE) interrupted | (T-CBN) BXM20 850-550

Hardened steels, Pre-hardened steels: A980 etc.
*Note: It is highly recommended to take .005” or less per side and dry when cutting an interruption.
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. Hard Materials

Finishing[@p =~ .012in] g

m Light interrupted ©

(2]

2
T'CBN Fso‘;gé%h T'CBN T_CBN Fso‘;gé%h T'CBN
BXM20 | “iE=: BXM10 BXM20 | SZ& BXM10

Finishing [@p =~ .012in]

m Light interrupted Medium ~ Heavy interrupted

- = [ T-CBN - . [ T-CBN -
.Brx%nBz% ivesy BXM10 .Brx%nBzr:) Hoor BXM10 gx%nBz%

Relating | TAC Toolholders > TAC Boring > Technical
Toolholders Reference —_
m pages (4-1) (5-1) (14-1) ’ 2 29



