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PVD Coated Cemented Carbide Grade for Carbon Steels

MS6015

Designed for performance in irons, carbon steels, and
free cutting steels.

Features 1

A fine grain carbide substrare and a new PVD coating that greatly improves wear resistance.

Ti-C-N Multilayer Coating

MS6015 | Conventional

Superior wear and welding

Coating TICN Multilayer TIAIN resistance and demonstrating
the best possible results for
Hardness
(HV) 3000 2800 carbon steels.
Wear
Coefficient Low High

Minute multilayers

(Carbon Steels) )
remarkably improve

Base Material

Hardness 92.0 92.0 welding.
(HRA)
T.R.S
G 2.0 2.0

Extremely smooth PVD coating meens exellent chip evacuation resulting in good wall surface finish and
long tool life.

Optimizing the Laminated Structure

Optimizing the laminated structure enables the thickening of coating which leads to significant wear resist-

ance.
I
@
Conventional \

Wear Resistance ( Linked Coating Thickness )

Adhesion Strength




Features 2

Set the corner radius to a minus tolerance.

Oder  DCGT32.50.5M RSN 0.5M R.007 inch (R.006 — R.008 inch)
Number  HCGT32.5 1 M SMG 1M R.015inch (R.014 — R.016 inch)

Light Cutting LS-P Breaker

Surface treatment before
coating drastically improves
welding resistance extending
tool life.

Conventional

By flattening the substrate surface,

the coating particles crystals form f I I \
straighty, leading to stable cutting and \ !
welding prevention. ‘ ‘ | | ' Wil
ALl ST
*Graphical Representation. h ‘
Flat Substrate Surface Uneven Substrate Surface
Coating layer forms straighty. Coating layer forms irregularly.
Coating surface is smooth and prevents Low cutting performance due to voids
welding. and defects.

Cutting Performance

Surface Roughness in Soft Magnetic Iron Cutting

High quality worked surface preventing cloudiness.

MS6015+L S-P Conventional A Conventional B

Cutting Time = 9 min
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Rz=147.087 p-inch Rz=178.898 p-inch

Glossy Surface Streaks Cloudy Surface
<Cutting Conditions>
Workpiece Material : ELCH2 Feed per Rev. : f=.001 IPR
Insert : DCGT32.50.5MLS-P  Depth of Cut :ap=.020 inch
Grade : MS6015 Cutting Mode : Wet Cutting (Water-insoluble)

Cutting Speed :ve=330 SFM Machine : Swiss Style Lathes



Pressed Insert for Back Turning

SMB secae

Outstanding surface finish in back turning
applications from a pressed geometry.

Features

Eliminates the need for rough and finish passes.

Achieves a stable tool life by adopting VP15TF that
can be used for many types of workpiece material.

Prevents the biting of the chip at end face when grooving.
Geometry stabilizes insert when plunging of grooving.

Good surface finish from wiper

geometry.

SMB Breaker

Conventional
(Ground Type)

Cutting Performance

Superior wear resistance compared to ground inserts - even in difficult workpiece

materials such as AlSI 304SS.

SMB Breaker

Conventional
(Ground Type)

Conventional Breaker

Set the Corner Radius to a Minus Tolerance
01M : R.0031" 02M : .0071"

<Cutting Conditions>
Workpiece Material : Low Carbon Steels

Inserts : BTAT723501MR-SMB
Grade : VP15TF

Cutting Speed :ve=330 SFM

Depth of Cut :ap=.098 inch

Feed (Grooving) :f=.0012 IPR

Feed (External) :f=.0016 IPR

Cutting Mode : Wet Cutting (Water-soluble)
Machine : Swiss Style Lathes

<Cutting Conditions>
Workpiece Material 1 AISI 304

Inserts : BTAT723501MR-SMB

Grade 1 VP15TF

Cutting Speed :ve=195 SFM

Depth of Cut :ap=.098 inch

Feed (Grooving) : £=.0008 IPR

Feed (External) :f=.0016 IPR

Number of Workpieces : 100 pieces

Cutting Mode : Wet Cutting (Water-insoluble)

Machine : Swiss Style Lathes



Breaker System

Negative Inserts

=
S8
TS Broaker Name Cross Section
oS and Features G t
= Picture eometry
S E
<
= - Precise Finishing Carbon Steel « Alloy Steel Flank
= an
= Double-sided chip breaker. 2 8
Olg A narrow lead chip breaker for good chip control. £079 14°
ﬁ Sharp cutting edge gives a good surface finish. 039
= 0 7"004 .008 012016
i f(IPR)
S| @
Rel ixs)
w5 BrsEb e e Cross Section
o| s and Features G t
a2 Picture eometry
al| o
<|F
= - Finish Cutting of Swiss Style Lathes Carbon Steel » Alloy Steel -
= Flan
g Lead chip breaker controls chip flow. = e
Olg Sharp cutting edge gives a good surface finish. 2079 17
= S 039
2 )
= 0 004 .008 .012.016
i f(IPR)
- Light Cutting of Swiss Style Lathes Carbon Steel - Alloy Steel  Nose
Designed with parallel cutting edges. %'118 v
© Achieves stable chip control over a wide range from low to medium £079
depths of cut. & 039
= Surface treatment before coating drastically improves welding I 6° M
= resistance extending tool life. .004 008 .012
5 f(IPR)
O
=) - Light Cutting of Swiss Style Lathes Carb(’zr;?tee' * Alloy Steel
= The parallel chip breaker. %‘- Flank
G Excellent chip control at low feed rates. £157 14°
& ore ]
0 004 012
f(IPR)
- Medium Cutting of Swiss Style Lathes Carb;;: Steel - Alloy Steel Flank
The parallel chip breaker. =
© Excellent chip control at low to medium feed rates. §'157 20°
o Soro |t lz:zzxiii““——-"//_________
= 1]
= 0 004 012
63 f(IPR)
=
2 - Medium Cutting of Swiss Style Lathes 11scarb°” Steel - Alloy Steel Nose
g 3D molded chip breaker provides good chip control. = ' 14 v
© G class insert gives sharp cutting action, g 078
allowing high precision machining. 20397 Flank
Breaker geometry appropriate for copying and back turning. 0552 508 B3 D16 o M
f(IPR)

Recommended Cutting Conditions

(inch)
Workpiece Material Grade Cutting Speed vc (SFM) Feed f (IPR)
P| Carbon Steels - Alloy Steels 330 (165—490) .0031 (.0004—.0059)
MS6015
Pure Irons - Free Cutting Steels 490 (165—820) .0031 (.0004—.0059)
M Stainless Steels MS6015 260 (165—395) .0024 (.0008—.0039)
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Tools for Small Part Machining

MS6015

Negative Inserts (With Hole) R,Lf::h
G Class
TNGG

Nz
D1

VAN
epsrY |_IC Is|
60°
RE : Set the corner radius to a minus tolerance. (inch)
g Stock
<o
Order Number 2l IC S | RE | D1
NEw TNGG330.5RFS Fl® .375 | .187 |.008 | .150
New TNGG330.5LFS Fl® .375 | .187 |.008 | .150
New TNGG331RFS Fle® .375 |.187 | .016 | .150
New TNGGS33ILFS Fl® .375 | .187 | .016 | .150
New TNGG332RFS Fle® .375 |.187|.031 | .150
New TNGGS332LFS Fl® .375 | .187 | .031 | .150

@ : Inventory maintained.



° . . Finish Light Light
7° Positive Inserts (With Hole) —r 5 s
G Class
CCGH
CCGT
_RE -
fNT ’\7‘3 Medium Medium
\Y>J 4 An RIL-SN  |SMG
EPSR\/ IC S e
80°
RE : Set the corner radius to a minus tolerance. (inch)
g Stock g Stock
< L0 < L0
Order Number g’ g IC S RE | D1 Order Number g’ g IC S RE | D1
| o | o
3|2 3|2
NEw CCGH21.50.5MRF Fle® .250 |.094 |.008 | .110 CCGT21.50.2MRSN |M | @ .250 |.094 | .004 | .110
New CCGH21.50.5MLF F|l® .250 |.094 |.008 | .110 new CCGT21.50.2MLSN |M| @ .250 |.094 | .004 | .110
New CCGH21.51MRF Fle .250 |.094 | .016 | .110 CCGT21.50.5MRSN (M| @ .250 |.094 | .008 | .110
New CCGH21.51IMLF Fle® .250 | .094 |.016 | .110 n~ew CCGT21.50.5MLSN |M| @ .250 |.094 | .008 | .110
New CCGTO03S101IMR-F Fle® .141%| .055 | .004 | .079 CCGT32.50.2MRSN (M| @ 375 | .156 | .004 | .173
NEw CCGTO03S101ML-F Fle® .141% | .055 | .004 | .079 nNew CCGT32.50.2MLSN (M| @ 375 | .156 | .004 | .173
New CCGT03S102MR-F Fle® .141%| .055 | .008 | .079 CCGT32.50.5MRSN |M| @ 375 | .156 | .008 | .173
New CCGT03S102ML-F Fle® .141%| .0565|.008 | .079 n~ew CCGT32.50.5MLSN |M| @ .375 | .156 | .008 | .173
NEw CCGTO03S104MR-F Fle .141%| .055|.016 | .079 CCGT32.51MRSN M| ® 375 | .156 | .016 | .173
NEw CCGTO03S104ML-F Fle® .141%| .055|.016 | .079 new CCGT32.51MLSN M|@® 375 | .156 | .016 | .173
NEw CCGTO4TOOIMR-F Fle® 172%|.070 | .004 | .094 CCGT21.50.2MSMG (M| @ .250 |.094 | .004 | .110
NEw CCGTO04TOOIML-F Fle 172% | .070 | .004 | .094 CCGT21.50.5MSMG (M| @ .250 |.094 |.008 | .110
NEw CCGTO4TO02MR-F Fle 172%|.070 | .008 | .094 CCGT21.51MSMG M| ® 250 |.094 | .016 | .110
New CCGTO04TO02ML-F Fle 172%| .070 | .008 | .094 CCGT32.50.2MSMG | M | @ 375 | .156 | .004 | .173
New CCGTO04TO0O4MR-F Fle 172%|.070 | .016 | .094 CCGT32.50.5MSMG |M | @ 375 | .156 | .008 | .173
New CCGT04T004ML-F Fle 172%|.070 | .016 | .094 CCGT32.51MSMG M| ® 375 | .156 | .016 | .173
NEW CCGT21.50.2MLS-P (L | @ 250 |.094 | .004 | .110
NEw CCGT21.50.5MLS-P (L (@ .250 |.094 |.008 | .110
NEW CCGT32.50.2MLS-P (L | @ 375 | .156 | .004 | .173
New CCGT32.50.5MLS-P | L | @ .375 | .156 | .008 | .173
NEw CCGT32.51MLS-P L|l® 375 | .156 | .016 | .173
CCGT21.50.2MRSS |L|@® .250 |.094 | .004 | .110
NEw CCGT21.50.2MLSS (L | @ .250 |.094 | .004 | .110
CCGT21.50.5MRSS (L |® .250 |.094 | .008 | .110
NEw CCGT21.50.5MLSS (L | @ .250 |.094 |.008 | .110
CCGT32.50.2MRSS (L |® 375 | .156 | .004 | .173
New CCGT32.50.2MLSS |L| @ 375 | .156 | .004 | .173
CCGT32.505MRSS |L|@® .375 | .156 | .008 | .173
NEw CCGT32.50.5MLSS (L | @ 375 | .156 | .008 | .173
CCGT32.51MRSS L|l@® 375 | .156 | .016 | .173
NEw CCGT32.51MLSS L|l® 375 | .156 | .016 | .173

% Diameter of inscribed circle is non-ISO standard. (For SCLC type)
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Tools for Small Part Machining

MS6015

o ‘e . Light Light Medium Medium
7° Positive Inserts (With Hole) 5 s ey Tsve
G Class
DCGT _RE =
o7 0
(N LA
EpsssFi\/ Ic sl Finish
TcaT /RE 1‘8 RIL-F
/@ Y ESIV A~
oo | ¢ A
RE : Set the corner radius to a minus tolerance. (inch)
8 Stock 8 Stock
< <
Order Number g’ g IC S RE | D1 Order Number g’ g IC S RE | D1
| o b=
New DCGT21.50.2MLS-P | L | @ .250 |.094 | .004 | .110 new TCGTL1.210.2MRF Fle .156 |.063 | .004 | .091
New DCGT21.50.5MLS-P | L | @ .250 | .094 | .008 | .110 n~ew TCGT1.210.2MLF F|le® .156 | .063 | .004 | .091
New DCGT21.51IMLS-P L|l® 250 |.094 |.016 | .110 new TCGT1.210.5MRF Fle .156 |.063 | .008 | .091
New DCGT32.50.2MLS-P (L (@ 375 | .156 | .004 | .173 nNew TCGT1.210.5MLF Fle® .156 |.063 | .008 | .091
NEw DCGT32.50.5MLS-P (L (@ .375 | .156 | .008 | .173 nNew TCGT1.211MRF Fle® .156 |.063 |.016 | .091
New DCGT32.51MLS-P L|l® 375 | .156 | .016 | .173 new TCGT1.211MLF Fle .156 |.063 | .016 | .091
DCGT21.50.2MRSS |L | @ .250 | .094 | .004 | .110
New DCGT21.50.2MLSS | L | @ .250 | .094 | .004 | .110
DCGT21.50.5MRSS |L| @ .250 | .094 | .008 | .110
New DCGT21.50.5MLSS (L | @ .250 | .094 | .008 | .110
DCGT32.50.2MRSS |L|® 375 | .156 | .004 | .173
NEw DCGT32.50.2MLSS (L | @ 375 | .156 | .004 | .173
DCGT32.50.5MRSS |L|® 375 | .156 | .008 | .173
New DCGT32.50.5MLSS |L| @ 375 | .156 | .008 | .173
DCGT32.51MRSS L|l® 375 | .156 | .016 | .173
New DCGT32.51MLSS L|l® 375 | .156 | .016 | .173
DCGT21.50.2MRSN |M| @ 250 | .094 | .004 | .110
NEw DCGT21.50.2MLSN (M| @ .250 | .094 | .004 | .110
DCGT21.50.5MRSN |M| @ 250 |.094 | .008 | .110
New DCGT21.50.5MLSN |M| @ .250 | .094 | .008 | .110
DCGT32.50.2MRSN |M| @ 375 | .156 | .004 | .173
New DCGT32.50.2MLSN |M| @ 375 | .156 | .004 | .173
DCGT32.50.5MRSN |M| @ 375 | .156 | .008 | .173
New DCGT32.50.5MLSN (M| @ 375 | .156 | .008 | .173
DCGT32.51MRSN M|@® 375 | .156 | .016 | .173
New DCGT32.51MLSN M|@® 375 | .156 | .016 | .173
DCGT21.50.2MSMG |M| @ .250 | .094 | .004 | .110
DCGT21.50.5MSMG |M| @ .250 | .094 | .008 | .110
DCGT21.51MSMG M|@® .250 | .094 | .016 | .110
DCGT32.50.2MSMG |M | @ 375 | .156 | .004 | .173
DCGT32.50.5MSMG |M| ® 375 | .156 | .008 | .173
DCGT32.51MSMG M|@® 375 | .156 | .016 | .173

@ : Inventory maintained.






Tools for Small Part Machining

External Back Turning

- Standard

o T HBL
72 T LH Right hand tool holder shown.
*
Stock Dimensions (inch) @ ﬁ
Order Number Insert Type \
R|L H B | LF | LH | HF \WF2|HBH|HBL |[CDX|Clamp Screw| Wrench
BTAHR/L-062 o0 5528 RIL-B |.375|.375|4.724|.591|.375|.138|.125|.374|.217| NS402W | NKY15S
BTAHR/L-082 oo BTAT 282866"?""8 500|.5004.724| 591/ .500|.138| — |.374|.217| NS403W | NKY15S
BTAHR/L-102 [ ] 7235 °R-SMB|.625|.625 4.724|.591|.625|.138| — |.374|.217| NS403W | NKY15S

Note 1) Please use right hand insert for right hand holder and left hand insert for left hand holder.
Note 2) Set the maximum depth of cut at under 60% of the effective cutting edge length (LE).
+* Clamp Torque (Ibf-in) : NS402W=6.2, NS403W=6.2

ils (inch)
Coated & Dimensions *
Order Number Hand 2 LE Geometry
\VP15TF|MS6015|PSIRRIL*| REL CF L W1 CwW S
new BTAT7235V5R-SMB | R | @ 72° | .002 | .012 | .787 | .315 | .055 | .098 | .138 |With Breaker
new BTAT723501MR-SMB| R | @ 72° | .003 | .012 | .787 | .315 | .055 | .098 | .138 @ ‘ ==
new BTAT723502MR-SMB| R | @ 72° | .007 | .012 | .787 | .315 | .055 | .098 | .138 L
r——>
BTAT552800R-B R| @ | @ | 55° |.000|.000 |.787 | .315 | .020 | .098 | .110 %% -
: 2
BTAT552800L-B L| @ 55° | .000 | .000 | .787 | .315 | .020 | .098 | .110
EPSR 50°
BTAT552801R-B R| @ | @ |55 |.004|.000|.787 | .315 | .020 | .098 | .110
BTAT552801L-B L| @ 55° | .004 | .000 | .787 | .315 | .020 | .098 | .110 | SMB Type B Type
(Pressed Type) (Ground Type)
BTAT603500R-B R| @ | @ | 60°|.000|.000 |.787 | .315 | .020 | .098 | .138 | wu|REL REL
Olﬁ ;v \
BTAT603500L-B L| @ 60° | .000 | .000 | .787 | .315 | .020 | .098 | .138 |3} o%
new BTAT603501MR-B R ® | 60° | .003 | .000 | .787 | .315 | .020 | .098 | .138 | 16~ 15° 55 1rR
PSIRR
BTAT603501R-B R| @ | @ | 60°|.004|.000|.787 | .315 | .020 | .098 | .138
BTAT603501L-B L ([ ] 60° | .004 | .000 | .787 | .315 | .020 | .098 | .138 Right hand insert shown.
BTAT605000RX R| ® 60° | .000 | .000 | .787 | .315 | .049 | .098 | .197 |Without Breaker

Eﬁiu %
L

Vo) <

) 3

\/EPSR 50°

PSIRR

% Numeric value set insert on holder.

CUTTING CONDITIONS > P11

@ : Inventory maintained. (5 inserts in one case)



9 o | EFE .
€ I —
I 2
KAPR ~—"KAPR
55° o NEK
T T
60° X
o I HBL
72 T LH Right hand tool holder shown.
*
Stock Dimensions (mm) @
Order Number Insert Type &
R|L H B | LF | LH | HF |WF2|HBH|HBL |CDX|Clamp Screw| Wrench
BTAHR/L0810-50 (I ) 55283 R/L-B 8| 10 |120| 15 8 (35| 4 |95|55|NS402W | NKY15S
BTAHR/L1010-50 (0 ) e 6035¢ /.-B | 10 | 10 [120| 15 | 10 | 3.5 9.5 | 5.5 [ NS402W | NKY15S
BTAHR/L1212-50 (I ) 605000RX 12 {12 (120 15 | 12 | 3.5| — | 9.5 | 5.5 [ NS403W | NKY15S
BTAHR/L1616-50  |® 72355 R-SMB| 16 | 16 [120| 15 | 16 | 3.5 | — | 9.5 | 5.5 | NS403W | NKY15S
Note 1) Please use right hand insert for right hand holder and left hand insert for left hand holder.
Note 2) Set the maximum depth of cut at under 60% of the effective cutting edge length (LE).
% Clamp Torque (N * m) : NS402W=1.0, NS403W=1.0
rts (mm)
Coated & Dimensions *
Order Number Hand 2 LE Geometry
VP15TFMS6015/PSRRLY| REL | CF L w1l | CW S
new BTAT7235V5R-SMB [ R [ @ 72° |0.05| 03 | 20 | 8 |14 | 25 | 3.5 |With Breaker
new BTAT723501MR-SMB| R ([ ] 72° 10.08 | 0.3 | 20 8 (14 25 || 38 D ==
LE ! 3
new BTAT723502MR-SMB| R (] 72° 10.18 | 0.3 20 8 |14 25 ] 35 L
’4—»
BTAT552800R-B R (] ( 55° |0 0 20 8 |05 25 | 28 T{/}\B 4
i 2
BTAT552800L-B L (] 55° |0 0 20 8 |05 25 ] 28
/EPSR 50°
BTAT552801R-B R [ (] 55° | 0.1 0 20 8 |05 25 | 28
BTAT552801L-B L (] 55° | 0.1 0 20 8 |05 25 ] 28 SMB Type B Type
(Pressed Type) (Ground Type)
BTAT603500R-B R [ (] 60° | 0 0 20 8 |05 25 || 38 u-l REL REL
oy S
BTAT603500L-B L (] 60° |0 0 20 8 |05 25 ] 35 %If@ ol PE
new BTAT603501MR-B R ( J 60° | 0.08 | O 20 8 |05 25 | 35 | 167 5SIRR 15° =~ E5irRR
BTAT603501R-B R [ ] (] 60° | 0.1 0 20 8 |05 25 ] 35
BTAT603501L-B L ([ ] 60° | 0.1 0 20 8 |05 25 || 38 Right hand insert shown.
BTAT605000RX R| ® 60° | 0 0 | 20 | 8 |125 25 | 50 |WithoutBreaker
Eﬁﬁu %
L
PSIRR
SN s
\J =
\/EPSR 50°
% Numeric value set insert on holder.
CUTTING CONDITIONS > P12

10
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Tools for Small Part Machining

External Back Turning

- Standard

I HBL
= LH Right hand tool holder shown.
% *
Stock Dimensions (inch) \\\;\
Order Number Insert Type &
R(L H B | LF | LH | HF |WF2|HBH|HBL |CDX|Clamp Screw| Wrench
CTBHR/L-062 [ 20 ) 604503R/L-B  |-375(.375(4.724/.768|.375|.133|.125|.472|.295| NS402W | NKY15S
CTBHR/L-082 () BTBT 606000R/L .500|.500(4.724/.768|.500|.133| — |.472(.295| NS403W | NKY15S
CTBHR/L-102 o0 705503 3R-SMB| 625|625 4.724|.768|.625|.133| — |.472|.295| NS403W | NKY15S
Note 1) Please use right hand insert for right hand holder and left hand insert for left hand holder.
Note 2) Set the maximum depth of cut at under 60% of the effective cutting edge length (LE).
+* Clamp Torque (Ibf-in) : NS402W=6.2, NS403W=6.2
-rts (inch)
Coated g Dimensions *
Order Number Hand & LE Geometry
VP15TF|MS6015[PSRRI*| REL | CF L Wil |CW | S |[CDX
new BTBT7055V5R-SMB | R | @ 70° |.002 |.012|.984 | .370|.053 | .138 | .256 | .217 | With Breaker I
new BTBT705501MR-SMB| R (] 70° |.003|.012|.984 | .370|.053|.138 | .256 | .217 =
new BTBT705502MR-SMB| R (] 70° 1.007|.012|.984 | .370|.053|.138|.256 | .217 g
BTBT604500R-B R (] ® ([ 60°|.000|.008|.984|.370|.028|.138|.217 | .177 \/Epsn45°
BTBT604500L-B L| e 60° | .000|.008|.984 | 370 |.028 | 138|217 | 177 SMBlTFf‘E’f(PfessedType) 5 Tio Ground e
S REL O|  cpx
new BTBT604501MR-B R ® | 60°|.003|.012|.984 |.370|.028|.138|.217|.177 ;E\i 24 3 ]
@] ¥
BTBT604501R-B R (] ® (60°|.004|.012|.984|.370|.028|.138|.217 | .177 15
PSIRR PSIRR
BTBT604501L-B L [ J 60° |.004 | .012|.984 |.370|.028 |.138 |.217 | .177 Right hand insert shown.
BTBT606000R R| @ 60° |.000 |.008 | .984 | .370|.028 | .138 | .276 | .236 | Without Breaker N
1 RELY
BTBT606000L L| e 60° | .000 | .008 | .984 | .370|.028 | .138 | .276 | .236 | [oE ST S|
f
‘<—>
@ g PSIRR
EPSR 45°
Right hand insert shown.

% Numeric value set insert on holder.

!mmended Cutting Conditions

Workpiece Material Grade Cutting Speed vc (SFM) Feed f (IPR)
Carbon Steels - Alloy Steels VP15TF 165—490 .0004—.006
Free Cutting Steels MS6015 100—590 .0004—.006
Stainless Steels VP15TF 165—395 .0008—.004
Non-Ferrous Metals MS6015 230—755 .0012—.006

@ : Inventory maintained. (5 inserts in one case)



KAPR % N\ \
600 ’/T(APR o
70° sy NEX =
AN
I | HBL
T LH Right hand tool holder shown.
*
Stock Dimensions (mm) @
Order Number Insert Type &
R|L H B | LF | LH | HF \WF2|HBH|HBL |CDX|Clamp Screw| Wrench
CTBHR/L1010-160 |®® 604503R/L-B | 10 | 10 [120(19.5| 10 | 3.4 | 2 | 12 | 7.5 | NS402W | NKY15S
CTBHR/L1212-160 oo BTBT 606000R/L 12 | 12 |120(19.5| 12 |34 | — | 12 | 7.5 | NS403W | NKY15S
CTBHR/L1616-160 |®|® 7055.XR-SMB| 16 | 16 [120|19.5| 16 | 3.4 | — | 12 | 7.5 | NS403W | NKY15S
Note 1) Please use right hand insert for right hand holder and left hand insert for left hand holder.
Note 2) Set the maximum depth of cut at under 60% of the effective cutting edge length (LE).
+* Clamp Torque (N ¢ m) : NS402W=1.0, NS403W=1.0
Coated Dimensions *
Order Number Hand & LE Geometry
VP15TF|MS6015[PSRRI*] REL | CF L W1l | CW| S |CDX
new BTBT7055V5R-SMB | R | @ 70° [0.05| 0.3 | 25 | 94 |1.35| 3.5 | 6.5 | 5.5 |With Breaker I
new BTBT705501MR-SMB| R (] 70° |10.08| 0.3 | 25 | 94 [135| 35 | 6.5 | 5.5 o
new BTBT705502MR-SMB| R (] 70°10.18| 03 | 25 | 94 |135| 35 |65 |55 g
BTBT604500R-B R (] ® |60°|0 02| 25 |94 (0.7 | 35 |55 |45 £PSR 45°
° SMB Type (Pressed Type) B Type (Ground Type)
BTBT604500L-B L (] 60° |0 02| 25 |94 |07 | 35|55 |45 | REL
new BTBT604501MR-B R ® |60°(008| 03| 25|94 |07 |35|55]|45 ;ﬁﬁ
O
BTBT604501R-B R (] ® |60°(01 | 03| 25 |94|07 |35|55]45 120§
PSIRR
BTBT604501L-B L (] 60° 0.1 | 03| 25 | 94 |07 | 35|55 |45 Right hand insert shown.
BTBT606000R R| e 60° |0 02| 25|94 07 |35|7 |60 |WihoutBreaker N
't RELY
BTBT606000L L| @ 60°|0 | 02| 25|94(07 |35|7 |60]| % S <2
‘ L
\l @ g PSIRR
\/EPSR45°
Right hand insert shown.

% Numeric value set insert on holder.

‘mmended Cutting Conditions

Workpiece Material Properties Grade Cutting Speed vc (m/min) Feed f (mm/rev)
Carbon Steels - Alloy Steels 180HB—280HB VP15TF 100 (50—150) 0.08 (0.01—0.15)
Free Cutting Steels - MS6015 110 (30—180) 0.08 (0.01—0.15)

M Stainless Steels <200HB VP15TF 80 (50—120) 0.06 (0.02—0.1)
Non-Ferrous Metals - MS6015 150 (70—230) 0.09 (0.03—0.15)

12



Tools for Small Part Machining

External Cutting Off

‘tandard

cutoiat ‘ o
t T O El
I HBL
£ CH Right hand tool holder shown.
*2 ﬁ
Stock Dimensions (inch) ’
Order Number Insert Type C(E:]TC%I? \\\\§
R|L H | B | HF | LF | LH |[CDX|HBH/HBL|S10 Clamp Screw| Wrench
CTAHR/L-062 (I J .375|.375|.375|4.724|.591|.217|.125|.374|.866 NS402W | NKY15S
CTAHR/L-082 ® @ CTAT .500(.500(.500(4.724|.591|.217| — |.374 .866(:';2?*1 NS402W | NKY15S
CTAHR/L-102 o0 .625(.625(.6254.724/.591|.217| — |.374|.866 NS403W | NKY15S

*1 When the width of cutting off (CW) is .028inch.
%2 Clamp Torque (Ibf-in) : NS402W=6.2, NS403W=6.2

é EEI; Right hand tool holder only.

) ) ) *2
Order Number Stock Insert Type Pl slons (e Ciﬂ-':%l? \\@\%\ /
R H | B | HF | LF | LH |[CDX|HBH|HBL|S10 | S11 Clamp Screw| Wrench
CTAHR-062S (] G -[.375|.375(.3753.150|.591|.217|.125|.374|.630(.217| 472 NS401 | NKY25R
CTAHR-082S (] 1.500/.500/.500(3.150(.591|.217| — |.374|.630(.217 (:315)x1 NS401 | NKY25R

%1 When the width of cutting off (CW) is .028inch.
*2 Clamp Torque (Ibf-in) : NS401=31

lmended Cutting Conditions

Workpiece Material Grade Cutting Speed vc (SFM) Feed f (IPR)
Carbon Steels - Alloy Steels VP15TF 165—490 .0008—.0035
Free Cutting Steels MS6015 100—590 .0004—.0035

M Stainless Steels VP15TF 165—395 .0008—.0019
Non-Ferrous Metals MS6015 230—755 .0012—.0043

13 @ : Inventory maintained. (5 inserts in one case)



rts

(inch)
g . E Coated Dimensions *
S |Setting Geometry| § Geometry Insert Geometry Order Number Hand 2 CUTDIA
T I} VP15TF|MS6015|CW/|CDX [RERLL| L (W1| S |LBB
REL _CDX, [CTATO7080V5RR-B | R | ® 028|.177|.002(.787|.315/.098|.059| .315
\%: 5 _L CTAT10120V5RR-B | R | ® | @ [.039|.264|.002|.787|.315/.098|.059| 472
& CTAT15120V5RR-B | R | ® | @ |.059).264|.002.787|.315/.098|.059| 472
16° RER/~—-t28 | CTAT20120V5RR-B | R | ® | @ |079].264|.002|787.315098|.059] 472
! REL .CDX CTAT15120V5RR-BX| R | @ .059|.264|.002(.787|.315/.098|.059| .472
ﬁ 2 CTAT20120V5RR-BX| R | @ .079|.264|.002(.787|.315/.098|.059| 472
2
|
16° Strong Edge Type
0° g REL ,_CDX CTAT10120V5RN-B | N | @ | @ |.039|.264|.002|.787|.315/.098|.059 472
AE@ > CTAT15120V5RN-B | N | ® | @ |059|.264.002|787,.315.098|.059| 472
x @ o CTAT20120V5RN-B | N | @ | @ |.079|.264|.002|.787|.315/.098|.059 472
g = RER LBB
2 ‘ REL ~CDX CTAT15120V5RN-BX| N | @ .059|.264|.002(.787|.315/.098|.059| .472
2 ﬁ 5 — | CTAT20120V5RN-BX| N | ® .079|.264|.002(.787|.315/.098.059| .472
|
0° RER StrongLEEEZeType
o REL ,_ CDX CTAT10110V5RL-B | L | ® .039|.264|.002(.787|.315/.098|.059| .433
’B: | - J: CTAT15110V5RL-B | L | @ .059|.264|.002/.787|.315/.098.059| .433
O URER* s |CTAT20110V5RL-B | L | @ .079|.264|.002(.787|.315/.098|.059| 433
- L
gi’@ g | REL <CL>:]_ CTAT1012000RR R | ® | ® |.039.264/.000(.787|.315.098|.138 472
: 2 = s CTAT1512000RR R | ® | ® |059.264/.000/.787.315/.098|.138| 472
L 3 EPSR 50° © - CTAT2012000RR R | ® | ® |.079.264/.000(.787|.315.098.138 472
200 s RER o
16° REL __1BB CTATO7080V5LL-B | L | @ .028|.177|.002(.787|.315/.098|.059| .315
/%: o ; CTAT10120V5LL-B | L | @ .039|.264|.002.787|.315/.098.059| 472
| & T CTAT15120V5LL-B | L | @ .059|.264|.002(.787|.315/.098|.059| 472
RER/ |.CDX.| |CTAT20120V5LL-B | L | ® .079|.264/.002|.787.315|.098|.059| 472
g REL _ BB CTAT10120V5LN-B | N | ® | @ |.039).264|.002.787|.315/.098|.059| 472
ﬁ 3 CTAT15120V5LN-B | N | ® | @ [.059|.264|.002787|.315/.098|.059| 472
a | = 3 CTAT20120V5LN-B | N | ® | @ |.079|.264|.002|.787|.315/.098|.059| 472
2| o § RER CDXT
;:“ REL __LBB CTAT10110V5LR-B | R | ® | @ |.039|.264|.002.787|.315/.098|.059| 433
et > T CTAT15110V5LR-B | R | ® | @ [.059).264|.002.787|.315/.098|.059| 433
e | bJﬁ\ CTAT20110V5LR-B | R | @ | @ |.079|.264|.002|.787|.315/.098|.059| 433
RER CDX
20° g REL _ BB CTAT1012000LL L| e .039].264/.000(.787|.315/.098.138| .472
—| £ 2! | |CTAT1512000LL L| e .059|.264|.000(.787|.315/.098|.138| 472
\ 3 Right hand | ! 1=]= CTAT2012000LL L|e .079|.264.000|.787.315|.098|.138| .472
= insert shown. | RER/ |CDX

% CUTDIA : Max. Cut Off Diameter

14



Tools for Small Part Machining

External Cutting Off

LF
CDX
N e - o | S o
I cutoab [._s10 of
1 m L NI, II
i T HBL
£ CH | Right hand tool holder shown.
*2
Stock Dimensions (mm
Order Number Insert Type (it C(ngl)A
R|L H B | HF | LF | LH |CDX|HBH|HBL|S10 Clamp Screw | Wrench
CTAHR/L0810-120 L) 8 10| 8 (120 15|5.5 95| 22 NS402W | NKY15S
CTAHR/L1010-120 L) CTAT 10 | 10 | 10 |120| 15 | 5.5 95|22 | 4, [ NS402W | NKY15S
CTAHR/L1212-120 |e|® 12 |12 | 12 [120] 15 | 55| — |9.5| 22 | ®*" | Ns403w | NKY15S
CTAHR/L1616-120 o0 16 | 16 | 16 |120| 15 | 55| — | 9.5| 22 NS403W | NKY15S
%1 When the width of cutting off (CW) is 0.7mm.
%2 Clamp Torque (N * m) : NS402W=1.0, NS403W=1.0
A
LF
| S10 45°
(RN [ PEEE— . b s
b, cox| b mI
1 % .
[P T
ISR
s INON] =]
1 CUTDIA
I IHBL]
2 LH Right hand tool holder only.
*2
Stock Dimensions (mm) f
Order Number Insert Type C(LrJr‘]I'rI?]I)A \\\\%\
R H B | HF | LF | LH |[CDX|HBH|HBL|S10|S11 Clamp Screw | Wrench
CTAHR1010-120S ® | CTAT 10 10|80 | 15|16 | 2 | 95|16 |55 (81); NS401 | NKY25R

%1 When the width of cutting off (CW) is 0.7mm.
%2 Clamp Torque (N * m) : NS401=3.5

‘mmended Cutting Conditions

15

Workpiece Material Properties Grade Cutting Speed vc (m/min) Feed f (mm/rev)
Carbon Steels - Alloy Steels 180HB—280HB VP15TF 100 (50—150) 0.05 (0.02—0.09)
Free Cutting Steels - MS6015 110 (30—180) 0.05 (0.01—0.09)

M Stainless Steels <200HB VP15TF 80 (50—120) 0.03 (0.02—0.05)
Non-Ferrous Metals - MS6015 150 (70—230) 0.07 (0.03—0.11)

@ : Inventory maintained. (5 inserts in one case)



rts

(mm)
g . E Coated Dimensions *
S |Setting Geometry| § Geometry Insert Geometry Order Number Hand 2 CUTDIA
EE & VPI5TF | MS6015|CW|CDX RERL| L [W1| S [LBB
REL . CDX, |CTATO7080V5RR-B | R | ® 0.7/4.5/0.05/20 | 8 |2.5|1.5| 8
\%: 5 _L CTAT10120V5RR-B | R | ® | @ [1.0/6.7/0.0520| 8 |2.5(1.5] 12
& CTAT15120V5RR-B | R | ® | @ [15/6.7/0.0520| 8 |2.5(1.5] 12
16° RER/~—-t28 | CTAT20120V5RR-B | R | ® | @ |20/6.700.0520| 8 |25/15] 12
! REL .CDX CTAT15120V5RR-BX| R | ® 1.5/6.7(0.05/20| 8 |2.5/1.5]| 12
ﬁ 2 CTAT20120V5RR-BX| R | ® 2.0/6.7/0.0520| 8 |2.5/1.5| 12
2
|
16° Strong Edge Type
0° g REL . CDX CTAT10120V5RN-B | N | ® | @ [1.0/6.7/0.0520| 8 |2.5/1.5] 12
AE: 8 s CTAT15120V5RN-B | N [ ® | ® |1.5/6.70.0520| 8 |25|15 12
x @ o CTAT20120V5RN-B | N | @ | @ |2.0/6.7/0.0520| 8 |2.5|1.5| 12
g = RER LBB
2 ‘ REL ~.CDX CTAT15120V5RN-BX| N | @ 1.5/6.7|0.05/20| 8 |2.5/1.5| 12
2 ﬁ z — | CTAT20120V5RN-BX| N | ® 2.0/6.7(0.05/20 | 8 [2.5[1.5( 12
|
0° RER StrongLEEEZeType
N REL _ CDX CTAT10110V5RL-B | L | ® 1.0/6.7(0.05/20| 8 |2.5/1.5] 11
’B: | %J: CTAT15110V5RL-B | L | ® 1.5(6.7(0.05/20| 8 |2.5/1.5| 11
a7 o |° CTAT20110V5RL-B | L | @ 2.0/6.7(0.05/20| 8 [2.515] 11
N RER /| LBB
%Q@ g | REL <@LY:]_ CTAT1012000RR R| ® | @ |10/67/0 [20|8 |25|35]12
: 2 = s CTAT1512000RR R|®| ® |15(67/0 [20|8|25[35|12
e 3 EPSR 50°| © - CTAT2012000RR R| ® | @ |20/6.7/0 [20|8 |25|35]12
200 s RER e
16° REL _ BB CTATO7080V5LL-B | L | ® 0.7/4.5/0.05/20 | 8 |2.5|1.5| 8
)%: 5! ; CTAT10120V5LL-B | L | ® 10(6.700 |20| 8 |25/1.5] 12
! o T CTAT15120V5LL-B | L | ® 15(6.700 |20| 8 |25/1.5] 12
RER/ |.CDX.| |CTAT20120V5LL-B | L | ® 206700 |20| 8 [25/1.5] 12
g REL _, (BB CTAT10120V5LN-B | N | ® | ® [1.0/6.7/0.0520| 8 |2.5/1.5] 12
‘ﬁ: 3 s CTAT15120V5LN-B | N | ® | ® [15/6.7/0.0520| 8 |2.5(1.5] 12
] | = & CTAT20120V5LN-B | N | ® | ® [2.0/6.7/0.0520| 8 |2.5/1.5] 12
2| o § RER CDXT
;:“ REL __LBB CTAT10110V5LR-B | R | ® | @ [1.0/6.7/0.0520| 8 |2.5/1.5] 11
et > T CTAT15110V5LR-B | R | ® | ® [15/6.7/0.0520| 8 |2.5/1.5] 11
oo | bJﬁ\ CTAT20110V5LR-B | R | ® | @ [2.0/6.7/0.0520| 8 |2.5/1.5] 11
RER CDX
20° g REL BB CTAT1012000LL L| e 106700 |20| 8 |25/3.5| 12
—| & 2! | |CTAT1512000LL L| @ 15(6.700 |20| 8 |25/3.5] 12
\ 3 Right hand | ! 1=]= CTAT2012000LL L| e 2.0/6.7/0 [20| 8 [25[35] 12
= insert shown. | RER/ |CDX

% CUTDIA : Max. Cut Off Diameter

16
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Tools for Small Part Machining

External Cutting Off

Wlinch standard

LF

1 S10 Y

CUTDIA /”\\
7
T \ N @I II
|
- HBL
LH Right hand tool holder shown.

HF
7

HBH

*
Order Number Stock Insert Type pimensions (inch) gl;?#; \%@% ﬁ
R(L H B HF | LF | LH |CDX|HBH|HBL | S10 Clamp Screw| Wrench
CTBHR/L-062 o e 1.375|.375|.375|4.724| .768 | .295 | .125 | .374 | .984 | .630 | NS402W | NKY15S
CTBHR/L-082 ® ®| CTBT .500 | .500 | .500 |4.724| .768 | .295| — |.374|.984 (.630| NS403W | NKY15S
CTBHR/L-102 o0 7].625|.625|.625 4.724| .768 | .295| — |.374|.984|.630 | NS403W | NKY15S

* Clamp Torque (Ibf-in) : NS402W=6.2, NS403W=6.2

rts (inch)
ko _ 8 Coated g Dimensions
S | Setting Geometry | § Geometry Insert Geometry Order Number Hand 5 CUTDIA
T @ VP15TF[MS6015| CW |CDXRERLL| L (W1 | S
REL . CDX CTBT15160V5RR-B | R ® ® |.059].362|.002|.984/|.370|.138| .630
CTBT20160V5RR-B | R ([ ] ® |.079].362|.002|.984/.370.138| .630
I
_ ﬁ: :
z
g oo RER
T
%, REL CoX_ CTBT20160V5RN-B | N ® ® |.079].362|.002|.984/|.370|.138| .630
2

T I

RER
16° . | REL CTBT20160V5LL-B | L | ® 079).362/.002|.984 .370|.138| .630
= QU 2
I 2 k[@)\ g >
§ : | RER CDX
EPSR 45°
CTBT20160V5LN-B | N [ ] .079|.362/.002|.984.370/.138( .630

Left Hand (L)
o CW 0
)

CTBT20145V5LR-B | R | @ ® |.079].362|.002|.984/.370[.138( .571

REL
N
= 3
16° Right hand | RER/|_CDX

insert shown.

CUTTING CONDITIONS > P13

@ : Inventory maintained. (5 inserts in one case)



LF

CDX
------- - : J
oy :
i S10 o/
CUTDIA /”\\
LIL \\\ N v@’ Il
|
- I HBL
g CH Right hand tool holder shown.
% *
Stock Dimensions (mm) CUTDIA %\\
Order Number Insert Type (mm) &
R|L H B HF | LF | LH |CDX|HBH|HBL | S10 Clamp Screw | Wrench
CTBHR/L1010-160 o0 10 | 10 | 120 (19575 | 2 | 95 | 25 | 16 | NS402W | NKY15S
CTBHR/L1212-160 @ ®| CTBT 12 | 12 [ 120 |19.5| 75 | — | 9.5 | 25 | 16 | NS403W | NKY15S
CTBHR/L1616-160 [ JL ) 16 | 16 [ 120 (19.5| 75 | — | 9.5 | 25 | 16 | NS403W | NKY15S
+ Clamp Torque (N * m) : NS402W=1.0, NS403W=1.0
rts (mm)
o) . k3 Coated g Dimensions
% Setting Geometry | S Geometry Insert Geometry Order Number Hand 2 CUTDIA
T o VP15TF|MS6015{ CW [CDX|RERL| L |W1| S
REL . CDX CTBT15160V5RR-B| R | @ ® [1.5]9.2(0.05 25|9.4(3.5(16
CTBT20160V5RR-B| R | @ ® (2.0(9.20.05 25(9.4/3.5|16
I
_ ﬁ;: :
4
g o RER
T
% ] REL cDX CTBT20160V5RN-B | N ( J ® [2.0]9.2/0.05 25|9.4(3.5(16
2 0
= 3
0
RER
16° = REL CTBT20160V5LL-B | L ( 2.0(9.20.05 25 |9.4/3.5|16
2| ===
8 L =
! m T 8}
= @ 2| | rer/|_cox
= 2 |
— i CTBT20160V5LN-B | N | ® | @ [2.0]9.200.05 259.4]3.5[16
=
b= N
=
5| T g
Bl o RER,/ | CDX
—
REL CTBT20145V5LR-B | R | @ ® |2.0/9.2(0.05 25|9.4(3.5(14.5
N
T 3
@)
16° Right hand| RER/|.CDX
insert shown.
CUTTING CONDITIONS > P15
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Application Example

Insert (Grade) DCGT32.50.5MSMG (MS6015) DCGT32.50.2MRSN (MS6015)
Iron-based Soft Magnetic Material (ELCH2) Free Cutting Steel (AISI 12L14)
Pra— Pra—
Workpiece 7 7
£ | Cutting Speed vc (SFM) 645 (4500min-1) 410 (5000min-1)
<§’ Feed per Rev. f (IPR) .004 .002
= | Depth of Cut ap (inch) .004 .012

Cutting Mode

Wet Cutting (Water-insoluble)

Wet Cutting (Water-insoluble)

Machine Swiss Style Lathes Swiss Style Lathes
Number of Workpieces (pcs. /corner) Number of Workpieces (pcs. /corner)
2?0 590 1q00 ZQOO 3090
MS6015 MS6015
Results

Conventional

An excellent finished surface and 1.4X longer life compared
with conventional product.
Stable SMG breaker and chip discharge management.

Conventional

MS6015 has minimal welding and maintains secure
dimensional accuracy.

Insert (Grade)

DCGT32.50.5MRSN (MS6015)

DCGT32.50.5MSMG (MS6015)

Carbon Steel (AISI 1045)

Mild Steel (AISI 1015)

Pra— Pra—
Workpiece 7 7

£ | Cutting Speed vc (SFM) 370 (3000min-1) 330 (1300min-1)

8 | Feed per Rev. f (IPR) .001 .005

= | Depth of Cut ap (inch) .039 .051

Cutting Mode

Wet Cutting (Water-insoluble)

Wet Cutting (Water-insoluble)

Machine Swiss Style Lathes Swiss Style Lathes
Number of Workpieces (pcs. /corner) Number of Workpieces (pcs. /corner)
590 lOpO 15‘00 2?0 590
MS6015 MS6015
Results

Conventional

MS6015 has superior wear resistance and achieves 2X longer
life compared with conventional product.

Conventional

MS6015 has superior welding resistance and achieves 1.3X
longer life compared with conventional product.

For your safety

@Don't touch breakers and chips without gloves. @Please machine within recommended application range, and exchange expired tools with new parts in advance. @Please use safety cover and wear
safety glasses. @When using compounded cutting oils, please take fire prevention. @When attaching inserts or spare parts, please use the attached wrench or driver. @When using tools in revolution
machining, please make a trial run to check run-out, vibration, abnormal sounds etc.

S« MITSUBISHI MATERIALS U.S.A. CORPORATION

Customer Service : 800-523-0800
Technical Service : 800-486-2341

LOS ANGELES HEAD OFFICE

11250 Slater Avenue, Fountain Valley, CA 92708

TEL : 714-352-6100  FAX:714-668-1320
NORTH CAROLINA OFFICE

TORONTO OFFICE

TEL : 905-814-0240 FAX : 905-814-0245

105 Corporate Center Drive Suite A, Mooresville, NC 28117

TEL : 980-312-3100
CHICAGO OFFICE

FAX: 704-746-9292

1314B North Plum Grove Road, Schaumburg, IL 60173

TEL : 847-252-6300  FAX:847-519-1732

3535 Laird Road, Units 15 & 16, Mississauga, Ontario, L5L 5Y7, Canada

MMC METAL DE MEXICO, S.A. DE C.V.

Av. La Canada No.16, Parque Industrial Bernardo Quintana,
El Marques, Queretaro, CP76246, Mexico

TEL : +52-442-221-6136 FAX : +52-442-221-6134

URL : http://www.mitsubishicarbide.com

(Tool specifications subject to change without notice.) TA 1218
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