
$BSCJde
Item /umber I$ 5 3elieG angle
$$@���� 6.35 2.38 7˃
$$@��5� 9.525 3.97 7˃ʪ�� degree 3hombic PositiWe typeʫ

Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ ⿟

˔ɿ1st Choice
⿟ɿ2nd choice

Stainless Steel M ˔ ˔ ˔ ˔ ˔ ˔ ˔ ⿟
Cast Iron K ˔
Non-Ferrous Material N ⿟ ⿟ ⿟ ˔
Heat Resistant Alloy S ⿟ ˔ ⿟ ˔ ˔
Hardened Material H ⿟ ˔ ⿟ ˔

4hape I40 Item /umber Inch Item /umber 3

$arbide

$hip $ontrol 3ange
'or 

applicable 
holder
 

see pages�

P7D $oated $7D $oated

45
�

;.
�

2
.
�

7
.
�

5.
�

%
5�

%
.
�

$1
�

$1
�

,.
�

S
L-hand shown

$$(5� ������� �4 0.03 ˔ ˔ R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

(��
,��

� ������� �4 0.1 ˔ ˔

� ������� �4 0.2 ˔ ˔

� ������.� �4 �0.08 R R

� ������.� �4 �0.18 R R

$$(5� ��5���� �4 0.03 R ˔ R R

� ��5���� �4 0.1 ˔ R ˔

� ��5���� �4 0.2 R R ˔

� ��5���� �4 0.4 R

� ��5���.� �4 �0.08 R R R

� ��5���.� �4 �0.18 R R R

� ��5���.� �4 �0.38 R R R

UɾU1
R-hand shown

$$(5� ������� �6 0.03 R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)� ������� �6 0.1 ˔ R

� ������� �6 0.2 ˔ R

$$(5� ��5���� �6� 0.03 ˔ R R

� ��5���� �6� 0.1 ˔ R R

� ��5���� �6� 0.2 ˔ R R

� ��5���� �6� 0.4 ˔ R R

CL  ˞ 2

$$(5� ������.� $- �0.08 ˔ ˔ ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)� ������.� $- �0.18 ˔ ˔ ˔ ˔ ˔

� ��5���� $- 0.03 ˔ ˔

� ��5���.� $- �0.08 ˔ ˔ ˔ ˔ ˔

� ��5���.� $- �0.18 ˔ ˔ ˔ ˔ ˔

� ��5���.� $- �0.38 ˔ ˔ ˔ ˔ ˔

:L

$$(5� ��5���� :- 0.03 ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

� ��5���.� :- 0.08 ˔ ˔ ˔ ˔ ˔

� ��5���.� :- 0.18 ˔ ˔ ˔ ˔ ˔

� ��5���.� :- 0.38 ˔ ˔ ˔ ˔ ˔

� ��5���.� :- 0.78 ˔ ˔ ˔ ˔ ˔

without
chipbreaker

$$(8�������� '/ 0.03 ˔

�

� ������� '/ 0.1 ˔

� ������� )� M 0.03 ˔

� ������� )� M 0.1 ˔

� ������� )� M 0.2 ˔

$$(8���5���� '/ 0.03 ˔

� ��5���� '/ 0.1 ˔

� ��5���� )� M 0.03 ˔

� ��5���� )� M 0.1 ˔

� ��5���� )� M 0.2 ˔

� ��5���.� 1� M �0.18 ˔

� ��5��� 7� M 0.0 ˔

� ��5���� 1� M 0.1 ˔

� ��5���� 1� M 0.2 ˔

˔ɿStandard stockɹ˔ɿNew standard stockɹ˙ɿScheduled to be produced by orderɹ˒ɿStandard stock (Specip ed)

Ｔ
R

R

ＩＣ

7°80°

100°

ˎ Inserts having 01M, 02M or 04M as the R code can be used for machining when the 
component drawing specip es that the radius is less than R�0.1, R�0.2 or R�0.4 respectively.

˞2 The specifications of CL chipbreaker are slightly different from the above dimensions, but it 
has no problem for machining.
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ʪ�� degree 3hombic PositiWe typeʫ

55˃ 7˃

̧

̩

IC
Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ ⿟

˔ɿ1st Choice
⿟ɿ2nd choice

Stainless Steel M ˔ ˔ ˔ ˔ ˔ ˔ ˔ ⿟
Cast Iron K ˔
Non-Ferrous Material N ⿟ ⿟ ⿟ ˔
Heat Resistant Alloy S ⿟ ˔ ⿟ ˔ ˔
Hardened Material H ⿟ ˔ ⿟ ˔

4hape I40 Item /umber Inch Item /umber 3

$arbide

$hip $ontrol 3ange
'or 

applicable 
holder
 

see pages�

P7D $oated $7D $oated

45
�

;.
�

2
.
�

7
.
�

5.
�

%
5�

%
.
�

$1
�

$1
�

,.
�

S
R-hand shown

%$(5� ������� �4 0.03 ˔ ˔ R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

(��
(��

� ������� �4 0.1 ˔ ˔
� ������� �4 0.2 ˔ ˔
� ������� �4 0.4- R
� ������.� �4 �0.08 R R
� ������.� �4 �0.18 R R
%$(5� ��5���� �4 0.03 R ˔ R R
� ��5���� �4 0.1 R R ˔
� ��5���� �4 0.2 R R ˔
� ��5���� �4 0.4 R
� ��5���.� �4 �0.08 R R R
� ��5���.� �4 �0.18 R R R
� ��5���.� �4 �0.38 R R R

UɾU1
R-hand shown

%$(5� ������� �6 0.03 R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)� ������� �6 0.1 R R

� ������� �6 0.2 ˔ R
%$(5� ��5���� �6� 0.03 ˔ R R R
� ��5���� �6� 0.1 ˔ R R R
� ��5���� �6� 0.2 ˔ R R R
� ��5���� �6� 0.4 ˔ R R R

without
chipbreaker

%$(8� ������� '/ 0.03 ˔

�

� ������� '/ 0.1 ˔
� ������� )� M 0.03 ˔
� ������� )� M 0.1 ˔
� ������� )� M 0.2 ˔
� ������ 7� M 0.0 ˔
%$(8� ��5���� '/ 0.03 ˔
� ��5���� '/ 0.1 ˔
� ��5���� )� M 0.03 ˔
� ��5���� )� M 0.1 ˔
� ��5���� )� M 0.2 ˔
� ��5��� 7� M 0.0 ˔

CL  ˞ 2

%$(5� ������.� $- �0.08 ˔ ˔ ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)� ������.� $- �0.18 ˔ ˔ ˔ ˔ ˔

� ������.� $- �0.38 ˔ ˔ ˔ ˔ ˔
%$(5� ��5���.� $- �0.08 ˔ ˔ ˔ ˔ ˔
� ��5���.� $- �0.18 ˔ ˔ ˔ ˔ ˔
� ��5���.� $- �0.38 ˔ ˔ ˔ ˔ ˔

:L

%$(5� ������.� :- 0.08 ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

� ������.� :- 0.18 ˔ ˔
� ������.� :- 0.38 ˔ ˔
%$(5� ��5���� :- 0.03 ˔ ˔
� ��5���.� :- 0.08 ˔ ˔ ˔ ˔ ˔
� ��5���.� :- 0.18 ˔ ˔ ˔ ˔ ˔
� ��5���.� :- 0.38 ˔ ˔ ˔ ˔ ˔
� ��5���.� :- 0.78 ˔ ˔ ˔ ˔ ˔

˔ɿStandard stockɹ˔ɿNew standard stockɹ˙ɿScheduled to be produced by orderɹ˒ɿStandard stock (Specip ed)

Item /umber I$ 5 3elieG angle
%$@���� 6.35 2.38 7˃
%$@��5� 9.525 3.97 7˃

ˎ Inserts having 01M, 02M or 04M as the R code can be used for machining when the 
component drawing specip es that the radius is less than R�0.1, R�0.2 or R�0.4 respectively.

˞2 The specifications of CL chipbreaker are slightly different from the above dimensions, but it 
has no problem for machining.
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$BSCJde

ʪ5'D with 8iper edgeʫ

55˃ 7˃

̧

̩

IC
Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ ⿟

˔ɿ1st Choice
⿟ɿ2nd choice

Stainless Steel M ˔ ˔ ˔ ˔ ˔ ˔ ˔ ⿟
Cast Iron K ˔
Non-Ferrous Material N ⿟ ⿟ ⿟ ˔
Heat Resistant Alloy S ⿟ ˔ ⿟ ˔ ˔
Hardened Material H ⿟ ˔ ⿟ ˔

4hape I40 Item /umber Inch Item /umber 3

$arbide

$hip $ontrol 3ange
'or 

applicable 
holder
 

see pages�

P7D $oated $7D $oated

45
�

;.
�

2
.
�

7
.
�

5.
�

%
5�

%
.
�

$1
�

$1
�

,.
�

AM3

5'%ç��ç'3� ��ç".� %$(5������".��81 0.05 R R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

(��
(��

��ç'3� ��ç".� ������".��81 0.15 R R R

S ˞
R-hand shown

5'%ç��ç' �� %$(5������ 4�81 0.05 ˔ R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

��ç' �� ������ 4�81 0.15 ˔ R

5'%ç��ç'3� �� %$(5������34�81 0.05 R R R

��ç'3� �� ������34�81 0.15 R R

UɾU1 ˞
R-hand shown

5'%ç��ç'3� ��ç6 %$(5������36�81 0.05 R R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

��ç'3� ��ç6 ������36�81 0.15 R R

5'%ç��ç'3� ��ç6� %$(5������36��81 0.05 R R R

��ç'3� ��ç6� ������36��81 0.15 R R

without
chipbreaker

5'%ç��ç'3� ��ç)� M %$(8������3)�81 0.05 R

�

5'%ç��ç'3� ��ç)� M %$(8������3)�81 0.05 R

˔ɿStandard stockɹɹ˔ɿNew standard stockɹɹ˙ɿScheduled to be produced by orderɹɹ˒ɿStandard stock (Specip ed)

Item /umber I$ 5 3elieG angle
5'%@�� 6.35 2.38 7˃
5'%@�� 9.525 3.97 7˃

ˎNote� NTK WP style inserts have a wiper facet design.
The insert has a 0.3mm flat on the cutting edge when the insert is set into the toolholder.
The flat on the cutting edge ensures a superior surface when feed rates are increased.
WP style inserts can be used in toolholders� SDJC, :-SDJC, CH-SDUCL and DS-SDUL.
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ʪ�� degree 3hombic PositiWe typeʫ
Steel P ˔ ˔ ˔ ˔ ˔ ˔ ˔ ˔ ⿟

˔ɿ1st Choice
⿟ɿ2nd choice

Stainless Steel M ˔ ˔ ˔ ˔ ˔ ˔ ˔ ⿟
Cast Iron K ˔
Non-Ferrous Material N ⿟ ⿟ ⿟ ˔
Heat Resistant Alloy S ⿟ ˔ ⿟ ˔ ˔
Hardened Material H ⿟ ˔ ⿟ ˔

4hape I40 Item /umber Inch Item /umber 3

$arbide

$hip $ontrol 3ange
'or 

applicable 
holder
 

see pages�

P7D $oated $7D $oated

45
�

;.
�

2
.
�

7
.
�

5.
�

%
5�

%
.
�

$1
�

$1
�

,.
�

:L

7#(5� ������� '/� :- 0.2 ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

�� ������� '/� :- 0.4 ˔ ˔ ˔

� ������� '/� :- 0.8 ˔ ˔ ˔

UHG
R-hand shown

7$&5� �������� � 6)( 0.08 R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

(��
(��
(��A;7

7$(5� ������� ";� 0.03 ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

� ������.� ";� �0.08 ˔ ˔

� ������.� ";� �0.18 ˔ ˔

� ������.� ";� �0.38 ˔ ˔

AM3

7$(5� ������� '/� ".� 0.03 ˔ ˔ ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

� ������� '/� ".� 0.1 ˔ ˔
� ������� '/� ".� 0.2 ˔ ˔
� ������.� '/� ".� �0.08 ˔ ˔ ˔ ˔ ˔
� ������.� '/� ".� �0.18 ˔ ˔ ˔ ˔ ˔
� ������.� '/� ".� �0.38 ˔ ˔ ˔ ˔ ˔
7$.5� ������� '/� ".� 0.2 ˔
� ������� '/� ".� 0.4 ˔

2M
R-hand shown

7$(5� ������� ' ��. 0.03 ˔

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

(��
(��

� ������� ' ��. 0.1 ˔

U
R-hand shown

7$(5� ������� � 6 0.03 R R

0.40.20.1
0.1
0.3
0.5
1.0
3.0
5.0

0.05
Feed (㎜/rev)

D
ep
th
 o
f c
ut
 (㎜
)

(��
(��
(��

� ������� � 6 0.1 R R

� ������� � 6 0.2 R R

� ������.� � 6 �0.08 R

� ������.� � 6 �0.18 R

without
chipbreaker

7$(8�������� )� M 0.03 ˔

�� ������� )� M 0.1 ˔

� ������� )� M 0.2 ˔

˔ɿStandard stockɹ˔ɿNew standard stockɹ˙ɿScheduled to be produced by orderɹ˒ɿStandard stock (Specip ed)

Item /umber I$ 5 3elieG angle
7#@���� 9.525 4.76 5˃

Item /umber I$ 5 3elieG angle
7$@���� 6.35 3.18 7˃
7$@���� 7.94 3.18 7˃

5°
35°

ＩＣ

Ｒ

Ｔ

7°
35°

ＩＣ

Ｒ

Ｔ

VB_ _ VC_ _

ˎ Inserts having 01M, 02M or 04M as the R code can be used for machining when the 
component drawing specip es that the radius is less than R�0.1, R�0.2 or R�0.4 respectively. &��
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