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CN 0903 1204 1606 1906 2507 2509 Page 10 - 19
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D DC 0702 11T3 Page 134 - 136

DN 1104 1504 1506 Page 137 - 138

S SC 09T3 1204 2509 Page 139 - 140

SN 1204 1906 2507 2509 Page 141 - 143

T TC 06T1 0902 1102 16T3 Page 144 - 147

TN 1604 2204 Page 148 - 149

V VC 0702 1103 1303 1604 2205 Page 150 - 156

VN

W WC 0201 0402 06T3 0804 Page 157 - 160

WN 0804 Page 161



Turning 
Indexable insert

Non-Ferrous Metal Page 162 - 195

C CC 0602 09T3 1204 Page 162 - 166

CN 1204 1606 1906 Page 167 - 169

D DC 0702 11T3 Page 170 - 173

DN 1104 1506 Page 174 - 175

S SC 09T3 1204 Page 176 - 177

SN

T TC 06T1 0902 1102 16T3 Page 178 - 181

TN

V VC 0501 0702 1103 1303 1604 2205 Page 182 - 189

VN 1604 Page 190

W WC 0201 0402 06T3 0804 Page 191 - 194

WN 0804 Page 195

Exotic Alloy Page 196 - 229
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1
M CCMT 060202-M 0,16 - 0,44 0,5 - 5,0

CCMT 060204-M 0,16 - 0,44 0,5 - 5,0

CCMT 060208-M 0,16 - 0,44 0,5 - 5,0

M1 CCGT 060204 EL-M1 0,2 - 0,45 1,0 - 3,2

CCGT 060204 ER-M1 0,2 - 0,45 1,0 - 3,2

CCGT 060208 EL-M1 0,2 - 0,45 1,0 - 3,2

CCGT 060208 ER-M1 0,2 - 0,45 1,0 - 3,2

M10 CCMT 060202-M10 0,08 - 0,20 0,4 - 2,0

CCMT 060204-M10 0,08 - 0,20 0,4 - 2,0

CCMT 060208-M10 0,12 - 0,25 0,5 - 2,0

MF7 CCMT 060202-MF7 0,05 - 0,12 0,30 - 2

CCMT 060204-MF7 0,08 - 0,20 0,40 - 2
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MF17 CCGT 0602005-MF17 0,02 - 0,06 0,05 - 1,5

CCGT 060201-MF17 0,02 - 0,06 0,5 - 1,5

CCGT 060202-MF17 0,05 - 0,12 0,5 - 2,0

CCGT 060204-MF17 0,08 - 0,25  0,6 - 3,0

MF19 CCGT 060204-MF19 0,08 - 0,25 0,6 - 3,0

F CCMT 060202-F 0,05 - 0,2 0,25 - 2,0

CCMT 060204-F 0,05 - 0,2 0,25 - 2,0

CCMT 060208-F 0,05 - 0,2 0,25 - 2,0

F10 CCMT 060202-F10 0,04 - 0,12 0,1 - 1,0

CCMT 060204-F10 0,05 - 0,16 0,1 - 1,5

± 0,08 ± 0,05

± 0,13 ± 0,08
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2,38
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F12 CCGT 0602005-F12 0,02 - 0,06 0,1 - 1,5

CCGT 060201-F12 0,02 - 0,06 0,1 - 1,5

CCGT 060202-F12 0,05 - 0,12 0,2 - 2,0

CCGT 060204-F12 0,08 - 0,25 0,2 - 2,5

W1 CCGT 060202-W1 0,10 - 0,30 0,3 - 3,0

CCGT 060204-W1 0,12 - 0,40 0,5 - 4,0

CCGT 060208-W1 0,15 - 0,50 0,7 - 4,0
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6,40
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M CCMT 09T304-M 0,16 - 0,44 0,5 - 5,0

CCMT 09T308-M 0,16 - 0,44 0,5 - 5,0

M1 CCGT 09T304 EL-M1 0,2 - 0,45 1,0 - 3,2

CCGT 09T304 ER-M1 0,2 - 0,45 1,0 - 3,2

CCGT 09T308 EL-M1 0,2 - 0,45 1,0 - 3,2

CCGT 09T308 ER-M1 0,2 - 0,45 1,0 - 3,2

M10 CCMT 09T302-M10 0,06 - 0,20 0,3 - 2,5

CCMT 09T304-M10 0,08 - 0,25 0,4 - 3,0

CCMT 09T308-M10 0,12 - 0,32 0,5 - 3,0

MF7 CCMT 09T302-MF7 0,05 - 0,12 0,3 - 2,0

CCMT 09T304-MF7 0,08 - 0,25 0,4 - 3,0

CCMT 09T308-MF7 0,12 - 0,32 0,5 - 3,0
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MF17 CCGT 09T301-MF17 0,02 - 0,06 0,5 - 1,5

CCGT 09T302-MF17 0,05 - 0,12 0,5 - 2,0

CCGT 09T304-MF17 0,08 - 0,25 0,6 - 4,0

CCGT 09T308-MF17 0,10 - 0,35 0,8 - 4,0

MF19 CCGT 09T304-MF19 0,08 - 0,25 0,6 - 4,0

CCGT 09T308-MF19 0,10 - 0,35 0,8 - 4,0

F CCMT 09T304-F 0,05 - 0,2 0,25 - 2,0

CCMT 09T308-F 0,05 - 0,2 0,25 - 2,0

F10 CCMT 09T302-F10 0,04 - 0,12 0,1 - 1,0

CCMT 09T304-F10 0,05 - 0,16 0,1 - 1,5

9,52

9,70

3,97

± 0,08 ± 0,05

± 0,13 ± 0,08

CC
09T3

80°
Diamond
7° Positive

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
 

M
at

er
ia

l

To
le

ra
nc

e
C

la
ss

es

M
ac

hi
ni

ng
 T

yp
es

Se
co

nd
ar

y 
U

se

Pr
im

ar
y 

U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 5

Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
P1

,2

P1
,2

,3

P1
,2

,3

P1
,2

P1
,2

,3

P4 P1
,2

,3

P1
,2

,3

P1
,2

,3

P1
,2

,3

P1
,2

,3

14
0-

32
0

70
-4

00

80
-3

60

12
0-

28
0

70
-3

50

70
-3

00

50
-2

50

80
-2

40

50
-2

30

70
-2

70

60
-1

70

A
22

-A
2

A
22

-F
2

A
31

-A
1

A
32

-B
2

A
42

-G
2

A
42

-I2
A

51
-B

1
A

52
-C

2
A

72
-D

2
A

72
-H

2
A

81
-C

1
F12 CCGT 09T3005-F12 0,02 - 0,06 0,1 - 1,5
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CCGT 09T302-F12 0,05 - 0,12 0,2 - 2,0

CCGT 09T304-F12 0,08 - 0,25 0,2 - 2,5

CCGT 09T308-F12 0,10 - 0,30 0,3 - 3,0

W1 CCGT 09T302-W1 0,10 - 0,30 0,3 - 3,0

CCGT 09T304-W1 0,12 - 0,40 0,5 - 4,0

CCGT 09T308-W1 0,15 - 0,50 0,7 - 4,0
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M CCMT 120404-M 0,16 - 0,44 0,5 - 5,0

CCMT 120408-M 0,16 - 0,44 0,5 - 5,0

M1 CCGT 120408 EL-M1 0,2 - 0,45 1,0 - 3,2

CCGT 120408 ER-M1 0,2 - 0,45 1,0 - 3,2

CCGT 120412 EL-M1 0,2 - 0,45 1,0 - 3,2

CCGT 120412 ER-M1 0,2 - 0,45 1,0 - 3,2

M10 CCMT 120404-M10 0,12 - 0,25 0,4 - 3,5

CCMT 120408-M10 0,12 - 0,32 0,5 - 3,5

MF7 CCMT 120404-MF7 0,12 - 0,25 0,4 - 3,5

CCMT 120408-MF7 0,12 - 0,32 0,5 - 3,5
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P3 - High alloyed / Tool steel
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MF19 CCGT 120404-MF19 0,08 - 0,25 0,6 - 5,0
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P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2
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P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2
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R CNMM 120408-R 0,4 - 1,6 2,0 - 12,5

CNMM 120412-R 0,4 - 1,6 2,0 - 12,5

R8 CNMM 120408-R8 0,30 - 0,5 0,8 - 7,0

CNMM 120412-R8 0,35 - 0,7 1,2 - 7,0

MR CNMG 120408-MR 0,32 - 0,8 1,2 - 8,0

CNMG 120412-MR 0,32 - 0,8 1,2 - 8,0

CNMG 120416-MR 0,32 - 0,8 1,2 - 8,0

MR1 CNMG 120408-MR1 0,19 - 0,8 1,4 - 4,0

CNMG 120412-MR1 0,19 - 0,8 1,4 - 4,0
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P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2
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CNMG 120412-M 0,16 - 0,4 0,8 - 5,0

CNMG 120416-M 0,16 - 0,4 0,8 - 5,0

E-M1 CNMG 120404 EL-M1 0,2 - 0,45 1,0 - 3,2

CNMG 120404 ER-M1 0,2 - 0,45 1,0 - 3,2

CNMG 120408 EL-M1 0,2 - 0,45 1,0 - 3,2

CNMG 120408 ER-M1 0,2 - 0,45 1,0 - 3,2

MF CNMG 120404-MF 0,08 - 0,32 0,5 - 4,0

CNMG 120408-MF 0,08 - 0,32 0,5 - 4,0
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P4 - P1,2,3 up to 1000 N/mm2
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P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2
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R CNMM 190612-R 0,4 - 1,6 2,0 - 12,5

CNMM 190616-R 0,4 - 1,6 2,0 - 12,5

CNMM 190624-R 0,4 - 1,6 2,0 - 12,5

R4 CNMM 190616-R4 0,4 - 1,6 1,5 - 12,0

R7 CNMG 190612-R7 0,25 - 0,65 1,2 - 10,0

CNMG 190616-R7 0,35 - 0,80 1,6 - 10,0

R8 CNMM 190616-R8 0,40 - 0,9 1,6 - 10,0

CN
1906

80°
Diamond
0° Negative

19,05

19,30

6,35

± 0,15 ± 0,10

± 0,27 ± 0,18

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
P1

,2

P1
,2

,3

P1
,2

,3

P1
,2

P1
,2

,3

P4 P1
,2

,3

P1
,2

,3

P1
,2

,3

P1
,2

,3

P1
,2

,3

14
0-

32
0

70
-4

00

80
-3

60

12
0-

28
0

70
-3

50

70
-3

00

50
-2

50

80
-2

40

50
-2

30

70
-2

70

60
-1

70

A
22

-A
2

A
22

-F
2

A
31

-A
1

A
32

-B
2

A
42

-G
2

A
42

-I2
A

51
-B

1
A

52
-C

2
A

72
-D

2
A

72
-H

2
A

81
-C

1

CN
1906

80°
Diamond
0° Negative

MR CNMG 190612-MR 0,32 - 0,8 1,2 - 8,0

CNMG 190616-MR 0,32 - 0,8 1,2 - 8,0

CNMG 190624-MR 0,32 - 0,8 1,2 - 8,0

M CNMG 190612-M 0,16 - 0,4 0,8 - 5,0

CNMG 190616-M 0,16 - 0,4 0,8 - 5,0

19,05

19,30

6,35

± 0,15 ± 0,10

± 0,27 ± 0,18

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Cutting

Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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R2 CNMM 250724-R2 0,8 - 1,6 2,5 - 12,5

CN
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80°
Diamond
0° Negative
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25,80

7,94

± 0,18 ± 0,13

± 0,38 ± 0,25

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal
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Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
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Vc (m/min) 
Cutting Speed →→

Geometry 
↓
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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CN
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Diamond
0° Negative

25,40

25,80

9,52

± 0,18 ± 0,13

± 0,38 ± 0,25

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
P1

,2

P1
,2

,3

P1
,2

,3

P1
,2

P1
,2

,3

P4 P1
,2

,3

P1
,2

,3

P1
,2

,3

P1
,2

,3

P1
,2

,3

14
0-

32
0

70
-4

00

80
-3

60

12
0-

28
0

70
-3

50

70
-3

00

50
-2

50

80
-2

40

50
-2

30

70
-2

70

60
-1

70

A
22

-A
2

A
22

-F
2

A
31

-A
1

A
32

-B
2

A
42

-G
2

A
42

-I2
A

51
-B

1
A

52
-C

2
A

72
-D

2
A

72
-H

2
A

81
-C

1
M DCMT 070204-M 0,16 - 0,44 0,5 - 5,0

E-M1 DCGT 070204 EL-M1 0,2 - 0,45 1,0 - 3,2

DCGT 070204 ER-M1 0,2 - 0,45 1,0 - 3,2

M10 DCMT 070202-M10 0,05 - 0,12 0,4 - 2,0

DCMT 070204-M10 0,08 - 0,20 0,4 - 2,0

DCMT 070208-M10 0,12 - 0,25  0,5 - 2,0

MF7 DCMT 070202-MF7 0,05 - 0,12 0,4 - 2,0

DCMT 070204-MF7 0,08 - 0,20 0,4 - 2,0

DC
0702

55°
Diamond
7° Positive

6,35

7,70

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08

d1

sl

d

r

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal
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Cutting Edge Length
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Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →
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↓↓
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Cutting Speed →→

Geometry 
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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55°
Diamond
7° Positive

MF17 DCGT 0702005-MF17 0,02 - 0,06 0,5 - 1,5

DCGT 070201-MF17 0,02 - 0,06 0,5 - 1,5

DCGT 070202-MF17 0,05 - 0,12 0,5 - 2,0

DCGT 070204-MF17 0,08 - 0,25 0,6 - 2,5

MF19 DCGT 070204-MF19 0,08 - 0,25 0,6 - 2,5

F DCMT 070202-F 0,05 - 0,2 0,25 - 2,0

DCMT 070204-F 0,05 - 0,2 0,25 - 2,0

F10 DCMT 070202-F10 0,05 - 0,12 0,4 - 2,0

DCMT 070204-F10 0,08 - 0,20 0,4 - 2,0

d1
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r
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7,70

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →
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↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓
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Depth of Cut

↓
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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55°
Diamond
7° Positive

F12 DCGT 0702005-F12 0,02 - 0,06 0,1 - 1,5

DCGT 070201-F12 0,02 - 0,06 0,1 - 1,5

DCGT 070202-F12 0,05 - 0,12 0,2 - 2,0

DCGT 070204-F12 0,08 - 0,25 0,2 - 2,5

W1 DCGT 070202-W1 0,10 - 0,30 0,3 - 3,0

DCGT 070204-W1 0,12 - 0,40 0,5 - 4,0

DCGT 070208-W1 0,15 - 0,50 0,5 - 4,0
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r
6,35

7,70

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel
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Exotic Alloy
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Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →
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Vc (m/min) 
Cutting Speed →→

Geometry 
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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1
M DCMT 11T304-M 0,16 - 0,44 0,5 - 5,0

DCMT 11T308-M 0,16 - 0,44 0,5 - 5,0

E-M1 DCGT 11T304 EL-M1 0,2 - 0,45 1,0 - 3,2

DCGT 11T304 ER-M1 0,2 - 0,45 1,0 - 3,2

DCGT 11T308 EL-M1 0,2 - 0,45 1,0 - 3,2

DCGT 11T308 ER-M1 0,2 - 0,45 1,0 - 3,2

M10 DCMT 11T302-M10 0,05 - 0,12 0,4 - 2,0

DCMT 11T304-M10 0,08 - 0,25 0,4 - 3,0

DCMT 11T308-M10 0,12 - 0,32 0,5 - 3,0

MF7 DCMT 11T302-MF7 0,05 - 0,12 0,4 - 2,0

DCMT 11T304-MF7 0,08 - 0,25 0,4 - 3,0

DCMT 11T308-MF7 0,12 - 0,32 0,5 - 3,0
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Diamond
7° Positive
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± 0,08 ± 0,05
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Feed Rate
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Grade →Grade →
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Cutting Speed →→

Geometry 
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel
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l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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Diamond
7° Positive

MF17 DCGT 11T301-MF17 0,02 - 0,06 0,5 - 1,5

DCGT 11T302-MF17 0,05 - 0,12 0,5 - 2,0

DCGT 11T304-MF17 0,08 - 0,25 0,6 - 3,0

DCGT 11T308-MF17 0,10 - 0,30 0,8 - 3,5

MF19 DCGT 11T304-MF19 0,08 - 0,25 0,6 - 3,0

DCGT 11T308-MF19 0,10 - 0,30 0,8 - 3,5

F DCMT 11T302-F 0,05 - 0,2 0,25 - 2,0

DCMT 11T304-F 0,05 - 0,2 0,25 - 2,0

F10 DCMT 11T302-F10 0,04 - 0,12 0,10 - 1,0

DCMT 11T304-F10 0,05 - 0,16  0,10 - 1,5
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar
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de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2
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F12 DCGT 11T3005-F12 0,02 - 0,06 0,1 - 1,5

DCGT 11T301-F12 0,02 - 0,06 0,1 - 1,5

DCGT 11T302-F12 0,05 - 0,12 0,2 - 2,0

DCGT 11T304-F12 0,08 - 0,25 0,2 - 2,5

DCGT 11T308-F12 0,10 - 0,30 0,3 - 3,0

W1 DCGT 11T302-W1 0,10 - 0,30 0,3 - 3,0

DCGT 11T304-W1 0,12 - 0,40 0,5 - 4,0

DCGT 11T308-W1 0,15 - 0,50 0,5 - 4,0
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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M DNMG 110408-M 0,16 - 0,4 0,8 - 5,0

E-M1 DNMG 110404 EL-M1 0,2 - 0,45 1,0 - 3,2

DNMG 110404 ER-M1 0,2 - 0,45 1,0 - 3,2

DNMG 110408 EL-M1 0,2 - 0,45 1,0 - 3,2

DNMG 110408 ER-M1 0,2 - 0,45 1,0 - 3,2

M7 DNMG 110404-M7 0,10 - 0,18 0,5 - 2,0

DNMG 110408-M7 0,15 - 0,25 0,8 - 3,0

MF DNMG 110404-MF 0,08 - 0,32 0,5 - 4,0

DNMG 110408-MF 0,08 - 0,32 0,5 - 4,0

DN
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55°
Diamond
0° Negative

9,52

11,60

4,76

± 0,08 ± 0,05
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025
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F DNMG 110404-F 0,05 - 0,2 0,12 - 1,9

DNMG 110408-F 0,05 - 0,2 0,12 - 1,9
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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MR DNMG 150408-MR 0,32 - 0,8 1,2 - 8,0

DNMG 150412-MR 0,32 - 0,8 1,2 - 8,0

M DNMG 150408-M 0,16 - 0,4 0,8 - 5,0

DNMG 150412-M 0,16 - 0,4 0,8 - 5,0

E-M1 DNMG 150404 EL-M1 0,2 - 0,45 1,0 - 3,2

DNMG 150404 ER-M1 0,2 - 0,45 1,0 - 3,2

DNMG 150408  EL-M1 0,2 - 0,45 1,0 - 3,2

DNMG 150408  ER-M1 0,2 - 0,45 1,0 - 3,2

M7 DNMG 150408-M7 0,15 - 0,25 0,8 - 3,0

DN
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025
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MF DNMG 150408-MF 0,08 - 0,32 0,5 - 4,0

F DNMG 150404-F 0,05 - 0,2 0,12 - 1,9

DNMG 150408-F 0,05 - 0,2 0,12 - 1,9

F5 DNMG 150404-F5 0,05 - 0,12 0,2 - 1,0

DNMG 150408-F5 0,07 - 0,16 0,4 - 1,5

DN
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55°
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0° Negative
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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R DNMM 150608-R 0,4 - 1,6 2,0 - 12,5

DNMM 150612-R 0,4 - 1,6 2,0 - 12,5

DNMM 150616-R 0,4 - 1,6 2,0 - 12,5

R7 DNMG 150608-R7 0,15 - 0,35 0,8 - 5,0

DNMG 150612-R7 0,20 - 0,55 1,0 - 5,0

MR DNMG 150608-MR 0,32 - 0,8 1,2 - 8,0

DNMG 150612-MR 0,32 - 0,8 1,2 - 8,0

DNMG 150616-MR 0,32 - 0,8 1,2 - 8,0

MR1 DNMG 150612-MR1 0,19 - 0,8 1,4 - 4,0
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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M DNMG 150608-M 0,16 - 0,4 0,8 - 5,0

DNMG 150612-M 0,16 - 0,4 0,8 - 5,0

DNMG 150616-M 0,16 - 0,4 0,8 - 5,0

E-M1 DNMG 150604 EL-M1 0,2 - 0,45 1,0 - 3,2

DNMG 150604 ER-M1 0,2 - 0,45 1,0 - 3,2

DNMG 150608 EL-M1 0,2 - 0,45 1,0 - 3,2

DNMG 150608 ER-M1 0,2 - 0,45 1,0 - 3,2

M7 DNMG 150604-M7 0,10 - 0,18 0,5 - 2,5

DNMG 150608-M7 0,15 - 0,25 0,8 - 3,0

MF DNMG 150604-MF 0,08 - 0,32 0,5 - 4,0

DNMG 150608-MF 0,08 - 0,32 0,5 - 4,0
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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1
MF3 DNMG 150604-MF3 0,22 - 0,40 1,0 - 3,5

DNMG 150608-MF3 0,22 - 0,40 1,2 - 4,0

F DNMG 150604-F 0,05 - 0,2 0,12 - 1,9

DNMG 150608-F 0,05 - 0,2 0,12 - 1,9

F5 DNMG 150604-F5 0,05 - 0,12 0,2 - 1,0

DNMG 150608-F5 0,07 - 0,16 0,4 - 1,5

DN
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0° Negative
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Cutting Speed →→

Geometry 
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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1
MR3 SCMT 09T308-MR3 0,20 - 0,50 0,5 - 6,0

M SCMT 09T308-M 0,16 - 0,44 0,5 - 5,0

M10 SCMT 09T304-M10 0,08 - 0,25 0,4 - 3,0

SCMT 09T308-M10 0,12 - 0,32 0,5 - 3,0

MF17 SCGT 09T304-MF17 0,08 - 0,25 0,6 - 4,0

SCGT 09T308-MF17 0,10 - 0,35 0,7 - 4,0

SC
09T3

90°
Square
7° Positive

9,52

9,52

3,97

± 0,08 ± 0,05

± 0,13 ± 0,08
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Cast Iron
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Non-Ferrous Metal
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Cutting Edge Length
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material groupe →→

F (mm/rev)
Feed Rate

↓
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Cutting Speed →→

Geometry 
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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F SCMT 09T304-F 0,05 - 0,2 0,25 - 2,0

SCMT 09T308-F 0,05 - 0,2 0,25 - 2,0

SC
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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MR3 SCMT 120408-MR3 0,20 - 0,50 0,5 - 6,0

M2 SCMT 120408-M 0,16 - 0,44 0,5 - 5,0

SCMT 120412-M 0,16 - 0,44 0,5 - 5,0

M10 SCMT 120404-M10 0,08 - 0,25 0,4 - 3,0

SCMT 120408-M10 0,12 - 0,32 0,5 - 3,5

MF9 SCMT 120408-MF9 0,12 - 0,32 0,5 - 2,5

SCMT 120412-MF9 0,12 - 0,32 0,5 - 2,5

SC
1204

90°
Square
7° Positive

12,70

12,70

4,76

± 0,13 ± 0,08

± 0,20 ± 0,13
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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MF17 SCGT 120404-MF17 0,10 - 0,40 0,4 - 6,0

SCGT 120408-MF17 0,10 - 0,40 0,9 - 6,0

SCGT 120412-MF17 0,10 - 0,40 1,2 - 6,0

F SCMT 120404-F 0,05 - 0,2 0,25 - 2,0

- SCMT 120404 0,05 - 0,3 0,4 - 2,0
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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R3 SCMT 250924-R3 0,5 - 2,0 3,2 - 15,0
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
P1

,2

P1
,2

,3

P1
,2

,3

P1
,2

P1
,2

,3

P4 P1
,2

,3

P1
,2

,3

P1
,2

,3

P1
,2

,3

P1
,2

,3

14
0-

32
0

70
-4

00

80
-3

60

12
0-

28
0

70
-3

50

70
-3

00

50
-2

50

80
-2

40

50
-2

30

70
-2

70

60
-1

70

A
22

-A
2

A
22

-F
2

A
31

-A
1

A
32

-B
2

A
42

-G
2

A
42

-I2
A

51
-B

1
A

52
-C

2
A

72
-D

2
A

72
-H

2
A

81
-C

1
MF SNMG 090304-MF 0,08 - 0,32 0,5 - 4,0
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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R SNMM 120408-R 0,4 - 1,6 2,0 - 12,5

SNMM 120412-R 0,4 - 1,6 2,0 - 12,5

R7 SNMG 120408-R7 0,20 - 0,50 0,8 - 5,0

SNMG 120412-R7 0,25 - 0,65 1,0 - 6,0

MR SNMG 120408-MR 0,32 - 0,8 1,2 - 8,0

SNMG 120412-MR 0,32 - 0,8 1,2 - 8,0

M SNMG 120408-M 0,16 - 0,4 0,8 - 5,0

SNMG 120412-M 0,16 - 0,4 0,8 - 5,0
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
P1

,2

P1
,2

,3

P1
,2

,3

P1
,2

P1
,2

,3

P4 P1
,2

,3

P1
,2

,3

P1
,2

,3

P1
,2

,3

P1
,2

,3

14
0-

32
0

70
-4

00

80
-3

60

12
0-

28
0

70
-3

50

70
-3

00

50
-2

50

80
-2

40

50
-2

30

70
-2

70

60
-1

70

A
22

-A
2

A
22

-F
2

A
31

-A
1

A
32

-B
2

A
42

-G
2

A
42

-I2
A

51
-B

1
A

52
-C

2
A

72
-D

2
A

72
-H

2
A

81
-C

1
M7 SNMG 120408-M7 0,15 - 0,25 0,8 - 3,0

F SNMG 120404-F 0,05 - 0,2 0,12 - 1,9

SN
1204

90°
Square
0° Negative

d1
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12,70

12,70

4,76

± 0,13 ± 0,08

± 0,20 ± 0,13

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Cutting
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P
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2
A

72
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2
A
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-C

1
R SNMM 150612-R 0,4 - 1,6 2,0 - 12,5

SNMM 150616-R 0,4 - 1,6 2,0 - 12,5

MR SNMG 150608-MR 0,32 - 0,8 1,2 - 8,0

SNMG 150612-MR 0,32 - 0,8 1,2 - 8,0

SNMG 150616-MR 0,32 - 0,8 1,2 - 8,0

M SNMG 150608-M 0,16 - 0,4 0,8 - 5,0

SN
1506

90°
Square
0° Negative

15,88

15,88

6,35

± 0,15 ± 0,10

± 0,27 ± 0,18

d1

sl

d

r

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
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Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
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,2

P1
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2
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1
R SNMM 190612-R 0,4 - 1,6 2,0 - 12,5

SNMM 190616-R 0,4 - 1,6 2,0 - 12,5

SNMM 190624-R 0,4 - 1,6 2,0 - 12,5

SNMM 190632-R 0,4 - 1,6 2,0 - 12,5

R4 SNMM 190616-R4 0,4 - 1,6 1,5 - 12,0

SNMM 190624-R4 0,4 - 1,6 1,5 - 12,0

MR SNMG 190612-MR 0,32 - 0,8 1,2 - 8,0

SNMG 190616-MR 0,32 - 0,8 1,2 - 8,0

M SNMG 190612-M 0,16 - 0,4 0,8 - 5,0

SN
1906

90°
Square
0° Negative

19,05

19,05

6,35

± 0,15 ± 0,10

± 0,27 ± 0,18

d1

sl

d

r

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
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ng
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Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P
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1
R SNMM 250724-R 0,4 - 1,6 2,0 - 12,5

R2 SNMM 250724-R2 0,8 - 1,6 2,5 - 12,5

SNMM 250732-R2 0,8 - 1,6 2,5 - 12,5

R4 SNMM 250724 -R4 0,4 - 1,6 1,5 - 12,0

- SNMM 250716 0,05 - 0,3 0,4 - 2,0

SNMM 250724 0,05 - 0,3 0,4 - 2,0

SN
2507

90°
Square
0° Negative

25,40

25,40

7,94

± 0,18 ± 0,13

± 0,38 ± 0,25
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Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P
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1
R2 SNMM 250924-R2 0,8 - 1,6 2,5 - 12,5

SNMM 250932-R2 0,8 - 1,6 2,5 - 12,5

R4 SNMM 250924 -R4 0,4 - 1,6 1,5 - 12,0

SN
2509

90°
Square
0° Negative

25,40

25,40

9,52

± 0,18 ± 0,13

± 0,38 ± 0,25

d1

sl

d

r

Steel

Stainless Steel

Cast Iron
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Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
 

M
at

er
ia

l

To
le

ra
nc

e
C

la
ss

es

M
ac

hi
ni

ng
 T

yp
es

Se
co

nd
ar

y 
U

se

Pr
im

ar
y 

U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P
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N
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1
MF17 TCGT 06T101-MF17 0,02 - 0,06 0,5 - 1,0

TCGT 06T102-MF17 0,05 - 0,12 0,6 - 1,2

F12 TCGT 06T102-F12 0,05 - 0,12 0,2 - 2,0

TC
06T1

60°
Triangle
7° Positive

d1

sl

d

r
3,97
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± 0,08 ± 0,05

± 0,13 ± 0,08
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Stainless Steel
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Steel
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Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P
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1
MF17 TCGT 090202-MF17 0,05 - 0,12 0,6 - 1,6

TCGT 090204-MF17 0,08 - 0,16 0,6 - 1,6

F12 TCGT 090202-F12 0,05 - 0,12 0,2 - 2,0

TC
0902

60°
Triangle
7° Positive
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5,56

9,60

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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1
M TCMT 110204-M 0,16 - 0,44 0,5 - 5,0

TCMT 110208-M 0,16 - 0,44 0,5 - 5,0

M1 TCGT 110204 EL-M1 0,2 - 0,45 1,0 - 3,2

TCGT 110204 ER-M1 0,2 - 0,45 1,0 - 3,2

M10 TCMT 110204-M10 0,08 - 0,20 0,4 - 2,0

MF7 TCMT 110202-MF7 0,08 - 0,20 0,4 - 1,5

TCMT 110204-MF7 0,08 - 0,20 0,4 - 2,0

TC
1102

60°
Triangle
7° Positive
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11,00

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08
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Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal
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Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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1
MF17 TCGT 110201-MF17 0,02 - 0,06 0,5 - 1,5

TCGT 110202-MF17 0,05 - 0,12 0,6 - 2,0

TCGT 110204-MF17 0,08 - 0,25 0,6 - 3,0

MF19 TCGT 110204-MF19 0,08 - 0,25 0,6 - 3,0

F TCMT 110202-F 0,05 - 0,2 0,25 - 2,0

TCMT 110204-F 0,05 - 0,2 0,25 - 2,0

F12 TCGT 110201-F12 0,02 - 0,06 0,1 - 1,5

TCGT 110202-F12 0,05 - 0,12 0,2 - 2,0

TCGT 110204-F12 0,08 - 0,25 0,2 - 2,5

TC
1102

60°
Triangle
7° Positive
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r
6,35

11,00

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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M TCMT 16T304-M 0,2 - 0,45 1,0 - 3,2

TCMT 16T308-M 0,2 - 0,45 1,0 - 3,2

M1 TCGT 16T304 EL-M1 0,16 - 0,44 0,5 - 5,0

TCGT 16T304 ER-M1 0,16 - 0,44 0,5 - 5,0

TCGT 16T308 EL-M1 0,16 - 0,44 0,5 - 5,0

TCGT 16T308 ER-M1 0,16 - 0,44 0,5 - 5,0

M10 TCMT 16T304-M10 0,08 - 0,25 0,4 - 3,0

TCMT 16T308-M10 0,12 - 0,32 0,5 - 3,0

MF7 TCMT 16T304-MF7 0,08 - 0,25 0,4 - 3,0

TCMT 16T308-MF7 0,12 - 0,32 0,5 - 3,0

TC
16T3

60°
Triangle
7° Positive
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± 0,13 ± 0,08
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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MF17 TCGT 16T302-MF17 0,05 - 0,12 0,5 - 2,0

TCGT 16T304-MF17 0,08 - 0,25 0,6 - 4,0

TCGT 16T308-MF17 0,10 - 0,35 0,8 - 4,0

MF19 TCGT 16T304-MF19 0,08 - 0,25 0,6 - 4,0

F12 TCGT 16T301-F12 0,02 - 0,06 0,1 - 1,5

TCGT 16T302-F12 0,05 - 0,12 0,2 - 2,0

TCGT 16T304-F12 0,08 - 0,25 0,2 - 2,5

TC
16T3

60°
Triangle
7° Positive

d1

sl

d

r
9,52

16,50
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± 0,08 ± 0,05

± 0,13 ± 0,08
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Non-Ferrous Metal

Inscribed Circle
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Feed Rate

↓
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Depth of Cut

↓

M
ac

hi
ni

ng
 

M
at

er
ia

l

To
le

ra
nc

e
C

la
ss

es

M
ac

hi
ni

ng
 T

yp
es

Se
co

nd
ar

y 
U

se

Pr
im

ar
y 

U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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1
R TNMM 160408-R 0,4 - 1,6 2,0 - 12,5

R7 TNMG 160408-R7 0,20 - 0,40 0,8 - 5,0

TNMG 160412-R7 0,25 - 0,55 0,9 - 5,0

M TNMG 160408-M 0,16 - 0,4 0,8 - 5,0

TNMG 160412-M 0,16 - 0,4 0,8 - 5,0

TNMG 160416-M 0,16 - 0,4 0,8 - 5,0

M1 TNMG 160404 EL-M1 0,2 - 0,45 1,0 - 3,2

TNMG 160404 ER-M1 0,2 - 0,45 1,0 - 3,2

TNMG 160408 EL-M1 0,2 - 0,45 1,0 - 3,2

TNMG 160408 ER-M1 0,2 - 0,45 1,0 - 3,2

TN
1604

60°
Triangle
0° Negative
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4,76

± 0,08 ± 0,05

± 0,13 ± 0,08
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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1
M7 TNMG 160404-M7 0,10 - 0,18 0,5 - 2,0

TNMG 160408-M7 0,15 - 0,25 0,8 - 3,0

MF TNMG 160404-MF 0,08 - 0,32 0,5 - 4,0

TNMG 160408-MF 0,08 - 0,32 0,5 - 4,0

TNMG 160412-MF 0,08 - 0,32 0,5 - 4,0

F TNMG 160404-F 0,05 - 0,2 0,12 - 1,9

TNMG 160408-F 0,05 - 0,2 0,12 - 1,9

F5 TNMG 160408-F5 0,07 - 0,16 0,4 - 1,5

TN
1604

60°
Triangle
0° Negative

9,52

16,50

4,76

± 0,08 ± 0,05

± 0,13 ± 0,08
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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R TNMM 220408-R 0,4 - 1,6 2,0 - 12,5

TNMM 220412-R 0,4 - 1,6 2,0 - 12,5

M TNMG 220408-M 0,16 - 0,4 0,8 - 5,0

TNMG 220412-M 0,16 - 0,4 0,8 - 5,0

TN
2204

60°
Triangle
0° Negative
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± 0,13 ± 0,08
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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F TPMR 110304-F 0,05 - 0,2 0,25 - 2,0

TPMR 110308-F 0,05 - 0,2 0,25 - 2,0
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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F TPMR 160304-F 0,05 - 0,2 0,25 - 2,0

TPMR 160308-F 0,05 - 0,2 0,25 - 2,0
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Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
P1

,2

P1
,2

,3

P1
,2

,3

P1
,2

P1
,2

,3

P4 P1
,2

,3

P1
,2

,3

P1
,2

,3

P1
,2

,3

P1
,2

,3

14
0-

32
0

70
-4

00

80
-3

60

12
0-

28
0

70
-3

50

70
-3

00

50
-2

50

80
-2

40

50
-2

30

70
-2

70

60
-1

70

A
22

-A
2

A
22

-F
2

A
31

-A
1

A
32

-B
2

A
42

-G
2

A
42

-I2
A

51
-B

1
A

52
-C

2
A

72
-D

2
A

72
-H

2
A

81
-C

1
VBMT 160404 0,05 - 0,3 0,4 - 2,0

VBMT 160408 0,05 - 0,3 0,4 - 2,0

VBMT 160412 0,05 - 0,3 0,4 - 2,0
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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2
A
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-H

2
A
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-C

1
MF17 VCGT 0702005-MF17 0,02 - 0,06 0,2 - 1,0

VCGT 070201-MF17 0,02 - 0,06 0,2 - 1,0

VCGT 070202-MF17 0,05 - 0,08 0,2 - 1,0

VCGT 070204-MF17 0,08 - 0,12 0,2 - 1,0

F VCMT 070202-F 0,05 - 0,2 0,25 - 2,0

VCMT 070204-F 0,05 - 0,2 0,25 - 2,0

F12 VCGT 0702005-F12 0,02 - 0,06 0,1 - 1,0

VCGT 070201-F12 0,02 - 0,06 0,1 - 1,0

VCGT 070202-F12 0,05 - 0,08 0,2 - 1,0

VCGT 070204-F12 0,08 - 1,20 0,2 - 1,0

VC
0702

35°
Diamond
7° Positive

3,97

6,85

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08

d1d

sl

r

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac
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ni

ng
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Continuous 
Cutting
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Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 57

Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M
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2
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-H

2
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1
M10 VCMT 110302-M10 0,05 - 0,15 0,4 - 1,5

VCMT 110304-M10 0,08 - 0,20 0,4 - 1,5

VCMT 110308-M10 0,12 - 0,25 0,5 - 1,5

MF7 VCMT 110304-MF7 0,08 - 0,20 0,4 - 1,5

MF17 VCGT 1103005-MF17 0,02 - 0,06 0,5 - 1,5

VCGT 110301-MF17 0,02 - 0,06 0,5 - 1,5

VCGT 110302-MF17 0,05 - 0,12 0,5 - 2,0

VCGT 110304-MF17 0,08 - 0,25 0,6 - 2,5

VCGT 110308-MF17 0,10 - 0,35 0,8 - 3,0

MF19 VCGT 110304-MF19 0,08 - 0,25 0,6 - 2,5

VCGT 110308-MF19 0,10 - 0,35 0,8 - 3,0

VC
1103

35°
Diamond
7° Positive

6,35

11,10

3,18

± 0,08 ± 0,05

± 0,13 ± 0,08

d1d

sl

r

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac
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ng
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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2
A
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2
A

81
-C

1
F VCMT 110302-F 0,05 - 0,2 0,25 - 2,0

VCMT 110304-F 0,05 - 0,2 0,25 - 2,0

F10 VCMT 110302-F10 0,04 - 0,12 0,1 - 1,0

VCMT 110304-F10 0,05 - 0,16 0,1 - 1,5

F12 VCGT 1103005-F12 0,02 - 0,06 0,1 - 1,5

VCGT 110301-F12 0,02 - 0,06 0,1 - 1,5

VCGT 110302-F12 0,05 - 0,12 0,2 - 2,0

VCGT 110304-F12 0,08 - 0,25 0,2 - 2,5

W1 VCGT 110302-W1 0,10 - 0,30 0,3 - 3,0

VCGT 110304-W1 0,12 - 0,40 0,5 - 4,0

VC
1103

35°
Diamond
7° Positive

d1d
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r

6,35

11,10

3,18

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Cutting

Order example: CCMT 09T304-M A31-A1

Page 59

Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P
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2
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-H

2
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-C

1
MF17 VCGT 1303005-MF17 0,02 - 0,06 0,5 - 1,5

VCGT 130301-MF17 0,02 - 0,06 0,5 - 1,5

VCGT 130302-MF17 0,05 - 0,12 0,5 - 2,0

VCGT 130304-MF17 0,08 - 0,25 0,6 - 3,0

VCGT 130308-MF17 0,08 - 0,25 0,6 - 3,0

MF19 VCGT 130304-MF19 0,08 - 0,25 0,6 - 3,0

VCGT 130308-MF19 0,08 - 0,25 0,6 - 3,0

F12 VCGT 130301-F12 0,05 - 0,12 0,2 - 2,0

VCGT 130302-F12 0,05 - 0,12 0,2 - 2,0

VCGT 130304-F12 0,08 - 0,25 0,2 - 2,5

VC
1303

35°
Diamond
7° Positive

7,94

13,10

3,18

± 0,08 ± 0,05

± 0,13 ± 0,08

d1d
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r

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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1
M VCMT 160404-M 0,16 - 0,44 0,5 - 5,0

VCMT 160408-M 0,16 - 0,44 0,5 - 5,0

M10 VCMT 160404-M10 0,08 - 0,20 0,4 - 2,0

VCMT 160408-M10 0,12 - 0,30 0,5 - 2,0

VCMT 160412-M10 0,12 - 0,32 0,5 - 2,0

MF7 VCMT 160404-MF7 0,08 - 0,20 0,4 - 2,0

VCMT 160408-MF7 0,12 - 0,30 0,5 - 2,0

MF17 VCGT 160401-MF17 0,02 - 0,06 0,5 - 1,5

VCGT 160402-MF17 0,05 - 0,12 0,2 - 2,0

VCGT 160404-MF17 0,08 - 0,25 0,6 - 3,5

VCGT 160408-MF17 0,10 - 0,35 0,8 - 3,5

VC
1604

35°
Diamond
7° Positive
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9,52

16,60

4,76

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Order example: CCMT 09T304-M A31-A1

Page 61

Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
P1

,2

P1
,2

,3

P1
,2

,3

P1
,2

P1
,2

,3

P4 P1
,2

,3

P1
,2

,3

P1
,2

,3

P1
,2

,3

P1
,2

,3

14
0-

32
0

70
-4

00

80
-3

60

12
0-

28
0

70
-3

50

70
-3

00

50
-2

50

80
-2

40

50
-2

30

70
-2

70

60
-1

70

A
22

-A
2

A
22

-F
2

A
31

-A
1

A
32

-B
2

A
42

-G
2

A
42

-I2
A

51
-B

1
A

52
-C

2
A

72
-D

2
A

72
-H

2
A

81
-C

1

VC
1604

35°
Diamond
7° Positive

MF19 VCGT 160404-MF19 0,08 - 0,25 0,6 - 3,5

VCGT 160408-MF19 0,10 - 0,35 0,8 - 3,5

VCGT 160412-MF19 0,10 - 0,45 1,0 - 3,5

F VCMT 160404-F 0,05 - 0,2 0,25 - 2,0

VCMT 160408-F 0,05 - 0,2 0,25 - 2,0

F10 VCMT 160404-F10 0,05 - 0,16 0,1 - 1,5

F12 VCGT 160401-F12 0,05 - 0,12 0,2 - 2,0

VCGT 160402-F12 0,05 - 0,12 0,2 - 2,0

VCGT 160404-F12 0,08 - 0,25 0,2 - 2,5

VCGT 160408-F12 0,10 - 0,30 0,3 - 3,0

d1d

sl

r

9,52

16,60

4,76

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Order example: CCMT 09T304-M A31-A1

Page 62

Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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1
W1 VCGT 160404-W1 0,12 - 0,40 0,5 - 4,0

VCGT 160408-W1 0,15 - 0,50 0,7 - 4,0

VC
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35°
Diamond
7° Positive
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16,60

4,76

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓
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Depth of Cut

↓
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Order example: CCMT 09T304-M A31-A1

Page 63

Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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VC
2205

35°
Diamond
7° Positive

MF17 VCGT 220520-MF17 0,10 - 0,45 1,0 - 3,5

VCGT 220530-MF17 0,10 - 0,45 1,0 - 3,5

MF19 VCGT 220530-MF19 0,10 - 0,45 1,0 - 3,5
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r

12,70

22,10

5,56

± 0,13 ± 0,08

± 0,20 ± 0,13

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
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ng
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Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 64

Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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2
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-H

2
A
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-C

1
M VNMG 160408-M 0,16 - 0,4 0,8 - 5,0

VNMG 160412-M 0,16 - 0,4 0,8 - 5,0

M7 VNMG 160404-M7 0,10 - 0,18 0,5 - 2,0

MF VNMG 160408-MF 0,08 - 0,32 0,5 - 4,0

F VNMG 160404-F 0,05 - 0,2 0,12 - 1,9

VNMG 160408-F 0,05 - 0,2 0,12 - 1,9

VN
1604

35°
Diamond
0° Negative

9,52

16,60

4,76

± 0,08 ± 0,05

± 0,13 ± 0,08

d1d

sl

r

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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ng
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Cutting
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Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 65

Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N
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1

VN
1604

35°
Diamond
0° Negative

F5 VNMG 160404-F5 0,05 - 0,12 0,2 - 1,0

d1d

sl

r

9,52

16,60

4,76

± 0,13 ± 0,08

± 0,20 ± 0,13

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Cutting

Order example: CCMT 09T304-M A31-A1

Page 66

Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P
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1

WC
0201

80°
Trigon
7° Positive

MF17 WCGT 0201005-MF17 0,05 - 0,12 0,5 - 1,5

WCGT 020101-MF17 0,05 - 0,12 0,5 - 1,5

WCGT 020102-MF17 0,05 - 0,12 0,5 - 1,5

3,97

2,70

1,59

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Order example: CCMT 09T304-M A31-A1

Page 67

Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P
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1

WC
0302

80°
Trigon
7° Positive

MF17 WCGT 030202-MF17 0,05 - 0,12 0,5 - 1,5

WCGT 030204-MF17 0,08 - 0,20 0,6 - 1,5

5,56

3,80

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Cutting

Order example: CCMT 09T304-M A31-A1

Page 68

Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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-C

1

WC
0402

80°
Trigon
7° Positive

M10 WCMT 040204-M10 0,08 - 0,25 0,4 - 2,0

MF17 WCGT 040202-MF17 0,05 - 0,12 0,5 - 2,0

WCGT 040204-MF17 0,08 - 0,25 0,6 - 2,5

F12 WCGT 040202-F12 0,05 - 0,12 0,2 - 2,0

WCGT 040204-F12 0,08 - 0,25 0,2 - 2,5

W1 WCGT 040204-W1 0,08 - 0,20 0,2 - 1,2

6,35

4,30

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Cutting

Order example: CCMT 09T304-M A31-A1

Page 69

Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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WC
06T3

80°
Trigon
7° Positive

M10 WCMT 06T304-M10 0,08 - 0,25 0,4 - 2,5

WCMT 06T308-M10 0,12 - 0,32 0,5 - 2,5

MF17 WCGT 06T302-MF17 0,05 - 0,12 0,6 - 2,0

WCGT 06T304-MF17 0,08 - 0,25 0,6 - 3,0

F12 WCGT 06T304-F12 0,08 - 0,25 0,20 - 2,5

9,52

6,50

3,97

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Cutting

Order example: CCMT 09T304-M A31-A1

Page 70

Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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WC
0804

80°
Trigon
7° Positive

M10 WCMT 080404-M10 0,08 - 0,25 0,5 - 3,0

WCMT 080408-M10 0,10 - 0,35 0,6 - 3,0

MF17 WCGT 080404-MF17 0,08 - 0,25 0,6 - 4,0

WCGT 080408-MF17 0,10 - 0,35 0,8 - 4,0

MF19 WCGT 080404-MF19 0,08 - 0,25  0,6 - 4,0

W1 WCGT 080404-W1 0,12 - 0,40 0,5 - 4,0

12,70

8,72

4,76

± 0,13 ± 0,08

± 0,20 ± 0,13

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut
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Order example: CCMT 09T304-M A31-A1

Page 71

Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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M WNMG 060408-M 0,16 - 0,4 0,8 - 5,0

M7 WNMG 060404-M7 0,10 - 0,18 0,5 - 2,0

WNMG 060408-M7 0,15 - 0,25 0,8 - 2,5

MF WNMG 060404-MF 0,08 - 0,32 0,5 - 4,0

WNMG 060408-MF 0,08 - 0,32 0,5 - 4,0

WN
0604

80°
Trigon
0° Negative

9,52

6,50

4,76

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
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Order example: CCMT 09T304-M A31-A1

Page 72

Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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R7 WNMG 080408-R7 0,20 - 0,40 0,8 - 6,0

WNMG 080412-R7 0,25 - 0,60 1,0 - 6,0

MR WNMG 080408-MR 0,32 - 0,80 1,2 - 8,0

WNMG 080412-MR 0,32 - 0,80 1,2 - 8,0

WNMG 080416-MR 0,32 - 0,80 1,2 - 8,0

MR1 WNMG 080408-MR1 0,19 - 0,80 1,4 - 4,0

WNMG 080412-MR1 0,19 - 0,80 1,4 - 4,0

M WNMG 080408-M 0,16 - 0,40 0,8 - 5,0

WNMG 080412-M 0,16 - 0,40 0,8 - 5,0

WNMG 080416-M 0,16 - 0,40 0,8 - 5,0

WN
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Trigon
0° Negative

12,70

8,60

4,76

± 0,13 ± 0,08

± 0,20 ± 0,13
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Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal
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Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓
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Geometry 
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Order example: CCMT 09T304-M A31-A1

Page 73

Class

Turning 
Indexable insert

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2

C
ar

bi
de Steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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M1 WNMG 080404 ER-M1 0,2 - 0,45 1,0 - 3,2

WNMG 080408 EL-M1 0,2 - 0,45 1,0 - 3,2

WNMG 080408 ER-M1 0,2 - 0,45 1,0 - 3,2

WNMG 080412 EL-M1 0,2 - 0,45 1,0 - 3,2

WNMG 080412 ER-M1 0,2 - 0,45 1,0 - 3,2

M7 WNMG 080404-M7 0,10 - 0,20 0,5 - 3,0

WNMG 080408-M7 0,15 - 0,32 0,8 - 3,0

WNMG 080412-M7 0,15 - 0,35 0,8 - 3,5

MF WNMG 080404-MF 0,08 - 0,32 0,5 - 4,0

WNMG 080408-MF 0,08 - 0,32 0,5 - 4,0

WN
0804

80°
Trigon
0° Negative

12,70

8,60

4,76

± 0,13 ± 0,08

± 0,20 ± 0,13

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Order example: CCMT 09T304-M A31-A1

Page 74

Class

Turning 
Indexable insert

C
ar

bi
de Steel

Steel Groupe

P1 - Unalloyed
P2 - Low alloyed
P3 - High alloyed / Tool steel
P4 - P1,2,3 up to 1000 N/mm2





d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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CC
0602

80°
Diamond
7° Positive

M1 CCMT 060202-M1 0,13 - 0,63 1,0 - 4,0

CCMT 060204-M1 0,13 - 0,63 1,0 - 4,0

E-M1 CCGT 060204 EL-M1 0,13 - 0,63 1,0 - 4,0

CCGT 060204 ER-M1 0,13 - 0,63 1,0 - 4,0

CCGT 060208 EL-M1 0,13 - 0,63 1,0 - 4,0

CCGT 060208 ER-M1 0,13 - 0,63 1,0 - 4,0

M10 CCMT 060202-M10 0,05 - 0,12 0,3 - 2,0

CCMT 060204-M10 0,08 - 0,20 0,4 - 2,0

CCMT 060208-M10 0,10 - 0,25 0,5 - 2,0

MF7 CCMT 060202-MF7 0,05 - 0,12 0,3 - 2,0

CCMT 060204-MF7 0,08 - 0,20 0,4 - 2,0

6,35

6,40

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness
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material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →
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Geometry 
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Order example: CCMT 09T304-M A31-A1

Page 76

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s
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MF10 CCGT 060201-MF10 0,02 - 0,06 0,1 - 0,5

CCGT 060202-MF10 0,04 - 0,10 0,1 - 0,6

CCGT 060204-MF10 0,06 - 0,12 0,2 - 0,6

MF15 CCGT 060201-MF15 0,02 - 0,06 0,1 - 0,5

CCGT 060202-MF15 0,04 - 0,10 0,1 - 0,6

CCGT 060204-MF15 0,06 - 0,12 0,2 - 0,6

F CCMT 060202-F 0,05 - 0,20 0,1 - 2,0

CCMT 060204-F 0,05 - 0,20 0,1 - 2,0

F10 CCMT 060202-F10 0,04 - 0,12 0,1 - 1,0

CCMT 060204-F10 0,05 - 0,16 0,1 - 1,5

CC
0602

80°
Diamond
7° Positive

6,35

6,40

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →
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Cutting Speed →→

Geometry 
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Order example: CCMT 09T304-M A31-A1

Page 77

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025
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MR1 CCMT 09T304-MR1 0,20 - 0,50 0,5 - 9,1

CCMT 09T308-MR1 0,20 - 0,50 0,5 - 9,1

M1 CCMT 09T304-M1 0,13 - 0,63 1,0 - 4,0

CCMT 09T308-M1 0,13 - 0,63 1,0 - 4,0

E-M1 CCGT 09T304 EL-M1
CCGT 09T308 ER-M1
CCGT 09T308 ER-M1

M10 CCMT 09T302-M10 0,05 - 0,12 0,3 - 2,0

CCMT 09T304-M10 0,08 - 0,25 0,4 - 3,0

CCMT 09T308-M10 0,12 - 0,32 0,5 - 3,0

CC
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Diamond
7° Positive
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3,97

± 0,08 ± 0,05

± 0,13 ± 0,08
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Stainless Steel

Cast Iron

Exotic Alloy
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Non-Ferrous Metal
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Cutting Edge Length

Thickness
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material groupe →→
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Feed Rate
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Cutting Speed →→

Geometry 
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Order example: CCMT 09T304-M A31-A1

Page 78

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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MF7 CCMT 09T302-MF7 0,05 - 0,12 0,3 - 2,0

CCMT 09T304-MF7 0,08 - 0,25 0,4 - 3,0

CCMT 09T308-MF7 0,12 - 0,32 0,5 - 3,0

MF10 CCGT 09T301-MF10 0,02 - 0,06 0,1 - 0,5

CCGT 09T302-MF10 0,04 - 0,10 0,1 - 1,0

CCGT 09T304-MF10 0,06 - 0,12 0,2 - 1,0

MF15 CCGT 09T3005-MF15 0,02 - 0,06 0,1 - 0,5

CCGT 09T301-MF15 0,02 - 0,06 0,1 - 0,5

CCGT 09T302-MF15 0,04 - 0,10 0,1 - 1,0

CCGT 09T304-MF15 0,06 - 0,12 0,2 - 1,0

F CCMT 09T304-F 0,05 - 0,20 0,1 - 2,0
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Diamond
7° Positive
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± 0,08 ± 0,05

± 0,13 ± 0,08
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Order example: CCMT 09T304-M A31-A1

Page 79

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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F10 CCMT 09T302-F10 0,04 - 0,12 0,1 - 1,0

CCMT 09T304-F10 0,05 - 0,16 0,1 - 1,5

± 0,08 ± 0,05

± 0,13 ± 0,08
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Diamond
7° Positive
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Order example: CCMT 09T304-M A31-A1

Page 80

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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MR1 CCMT 120404-MR1 0,20 - 0,50 0,5 - 9,1
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± 0,20 ± 0,13

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
 

M
at

er
ia

l

To
le

ra
nc

e
C

la
ss

es

M
ac

hi
ni

ng
 T

yp
es

Se
co

nd
ar

y 
U

se

Pr
im

ar
y 

U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 81

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel
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F6 CCXT 120404-F6 0,08 - 0,25 0,6 - 5,0
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Order example: CCMT 09T304-M A31-A1

Page 82

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s
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Order example: CCMT 09T304-M A31-A1

Page 83

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s
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R8 CNMM 120408-R8 0,30 - 0,50 0,8 - 7,0

CNMM 120412-R8 0,35 - 0,70 1,2 - 7,0

0,35 - 0,60 1,2 - 7,2

0,35 - 0,60 1,2 - 7,2

M CNMG 120408-M 0,16 - 0,40 1,0 - 5,5

CNMG 120412-M 0,16 - 0,40 1,0 - 5,5

M1 CNMG 120408-M1 0,16 - 0,40 1,0 - 4,0

CNMG 120412-M1 0,16 - 0,40 1,0 - 4,0

CN
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Diamond
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± 0,13 ± 0,08

± 0,20 ± 0,13
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Order example: CCMT 09T304-M A31-A1

Page 84

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel

MR CNMG 120408-MR 
CNMG 120412-MR
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l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
M

1,
2,

3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

60
-1

80

60
-1

60

15
0-

23
0

10
0-

20
0

60
-1

60

10
0-

20
0

10
0-

20
0

90
-1

40

70
-1

50

12
0-

18
0

10
0-

17
0

70
-1

80

B
22

-V
2

B
32

-S
2

B
41

-D
1

B
42

-T
2

B
42

-W
2

B
51

-E
1

B
52

-U
2

B
62

-O
2

B
62

-Y
2

B
71

-G
1

B
72

-R
2

B
81

-F
1

E-M1 CNMG 120404 EL-M1 0,20 - 0,45 1,0 - 4,0

CNMG 120404 ER-M1 0,20 - 0,45 1,0 - 4,0

CNMG 120408 EL-M1 0,20 - 0,45 1,0 - 4,0

CNMG 120408 ER-M1 0,20 - 0,45 1,0 - 4,0

M7 CNMG 120404-M7 0,10 - 0,20 0,5 - 3,0

CNMG 120408-M7 0,15 - 0,32 0,8 - 3,0

CNMG 120412-M7 0,15 - 0,35 0,8 - 3,5

MF CNMG 120404-MF 0,10 - 0,30 0,5 - 3,5

CNMG 120408-MF 0,10 - 0,30 0,5 - 3,5

CNMG 120412-MF 0,10 - 0,30 0,5 - 3,5

F4 CNMG 120404-F4 0,08 - 0,17 0,4 - 1,5

CNMG 120408-F4 0,10 - 0,20 0,5 - 2,0
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Order example: CCMT 09T304-M A31-A1

Page 85

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s
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F14 CNGP 120402-F14 0,05 - 0,25 0,03 - 3,0

CNGP 120404-F14 0,05 - 0,25 0,05 - 3,5

CNGP 120408-F14 0,05 - 0,25 0,05 - 4,0
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Order example: CCMT 09T304-M A31-A1

Page 86

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025
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R8 CNMM 160612-R8 0,35 - 0,70 1,2 - 9,0

0,35 - 0,60 1,2 - 7,2

0,35 - 0,60 1,2 - 7,2

M CNMG 160612-M 0,16 - 0,40 1,0 - 5,5

M1 CNMG 160612-M1 0,16 - 0,40 1,0 - 4,0

CNMG 160616-M1 0,16 - 0,40 1,0 - 4,0
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Order example: CCMT 09T304-M A31-A1

Page 87

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel

MR CNMG 160612-MR 
CNMG 160616-MR



d   m d s
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Order example: CCMT 09T304-M A31-A1

Page 88

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel
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l    E ± 0,025 ± 0,025 ± 0,025
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Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)
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MR CNMG 190612-MR



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
M

1,
2,

3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

60
-1

80

60
-1

60

15
0-

23
0

10
0-

20
0

60
-1

60

10
0-

20
0

10
0-

20
0

90
-1

40

70
-1

50

12
0-

18
0

10
0-

17
0

70
-1

80

B
22

-V
2

B
32

-S
2

B
41

-D
1

B
42

-T
2

B
42

-W
2

B
51

-E
1

B
52

-U
2

B
62

-O
2

B
62

-Y
2

B
71

-G
1

B
72

-R
2

B
81

-F
1

M1 DCMT 070204-M1 0,13 - 0,63 1,0 - 4,0

M11 DCMT 070202-M11 0,08 - 0,15 0,40 - 1,5

DCMT 070204-M11 0,08 - 0,22 0,40 - 2,5

MF10 DCGT 0702008-MF10 0,02 - 0,06 0,1 - 0,5

DCGT 0702015-MF10 0,02 - 0,06 0,1 - 0,5

DCGT 070201-MF10 0,02 - 0,06 0,1 - 0,5
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E-M1 DCGT 070204 EL-M1 0,10 - 0,52 0,8 - 3,5

DCGT 070204 ER-M1 0,10 - 0,52 0,8 - 3,5

F DCMT 070202-F 0,05 - 0,20 0,1 - 2,0

DCMT 070204-F 0,05 - 0,20 0,1 - 2,0

F10 DCMT 070202-F10 0,04 - 0,12 0,10 - 1,0

DCMT 070204-F10 0,05 - 0,16 0,10 - 1,5

F12 DCGT 0702008-F12 0,02 - 0,06 0,1 - 1,5

DCGT 0702015-F12 0,05 - 0,12 0,2 - 2,0

DCGT 070202-F12 0,05 - 0,12 0,2 - 2,0

DCGT 070204-F12 0,08 - 0,25 0,2 - 2,5
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MR1 DCMT 11T304-MR1 0,20 - 0,50 0,5 - 9,1

DCMT 11T308-MR1 0,20 - 0,50 0,5 - 9,1

M1 DCMT 11T304-M1 0,13 - 0,63 1,0 - 4,0

DCMT 11T308-M1 0,13 - 0,63 1,0 - 4,0

E-M1 DCGT 11T304 EL-M1 0,13 - 0,63 1,0 - 4,0

DCGT 11T304 ER-M1 0,13 - 0,63 1,0 - 4,0

DCGT 11T308 ER-M1 0,13 - 0,63 1,0 - 4,0

M11 DCMT 11T302-M11 0,08 - 0,15 0,40 - 1,5

DCMT 11T304-M11 0,08 - 0,22 0,40 - 2,5
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Order example: CCMT 09T304-M A31-A1
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Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)
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MF10 DCGT 11T3008-MF10 0,02 - 0,06 0,1 - 0,5

DCGT 11T3015-MF10 0,02 - 0,06 0,1 - 0,5

DCGT 11T301-MF10 0,02 - 0,06 0,1 - 0,5

DCGT 11T302-MF10 0,04 - 0,10 0,1 - 0,6

DCGT 11T304-MF10 0,08 - 0,20 0,3 - 2,0

MF15 DCGT 11T3005-MF15 0,02 - 0,06 0,1 - 0,5

DCGT 11T3008-MF15 0,02 - 0,06 0,1 - 0,5

DCGT 11T3015-MF15 0,02 - 0,06 0,1 - 0,5

DCGT 11T301-MF15 0,02 - 0,06 0,1 - 0,5

DCGT 11T302-MF15 0,04 - 0,10 0,1 - 0,6

DCGT 11T304-MF15 0,08 - 0,20 0,3 - 2,0

F DCMT 11T302-F 0,05 - 0,20 0,1 - 2,0

DCMT 11T304-F 0,05 - 0,20 0,1 - 2,0

F10 DCMT 11T302-F10 0,04 - 0,12 0,10 - 1,0

DCMT 11T304-F10 0,05 - 0,16 0,10 - 1,5
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel
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F11 DCGT 11T3008-F11 0,02 - 0,06 0,1 - 1,5

DCGT 11T3015-F11 0,05 - 0,12 0,2 - 2,0

DCGT 11T301-F11 0,02 - 0,06 0,1 - 1,5

DCGT 11T302-F11 0,05 - 0,12 0,2 - 2,0

DCGT 11T3035-F11 0,06 - 0,17 0,2 - 2,5

DCGT 11T304-F11 0,08 - 0,25 0,2 - 2,5

DCGT 11T308-F11 0,10 - 0,30 0,3 - 3,0

F12 DCGT 11T3008-F12 0,02 - 0,06 0,1 - 1,5

DCGT 11T3015-F12 0,05 - 0,12 0,2 - 2,0

DCGT 11T304-F12 0,08 - 0,25 0,2 - 2,5

DCGT 11T308-F12 0,10 - 0,30 0,3 - 3,0

W1 DCGT 11T308-W1 0,15 - 0,50 0,5 - 4,0
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Order example: CCMT 09T304-M A31-A1
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Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar
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M DNMG 110408-M 0,16 - 0,40 1,0 - 5,5

M1 DNMG 110404-M1 0,16 - 0,40 1,0 - 4,0

DNMG 110408-M1 0,16 - 0,40 1,0 - 4,0

M7 DNMG 110404-M7 0,10 - 0,18 0,5 - 2,0

DNMG 110408-M7 0,15 - 0,25 0,8 - 3,0

MF DNMG 110404-MF 0,10 - 0,30 0,5 - 3,5

DNMG 110408-MF 0,10 - 0,30 0,5 - 3,5
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
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de Stainless steel
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s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
M

1,
2,

3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

60
-1

80

60
-1

60

15
0-

23
0

10
0-

20
0

60
-1

60

10
0-

20
0

10
0-

20
0

90
-1

40

70
-1

50

12
0-

18
0

10
0-

17
0

70
-1

80

B
22

-V
2

B
32

-S
2

B
41

-D
1

B
42

-T
2

B
42

-W
2

B
51

-E
1

B
52

-U
2

B
62

-O
2

B
62

-Y
2

B
71

-G
1

B
72

-R
2

B
81

-F
1

F14 DNGP 110402-F14 0,05 - 0,25 0,03 - 3,0

DNGP 110404-F14 0,05 - 0,25 0,05 - 3,5

DN
1104

55°
Diamond
0° Negative

9,52

11,60

4,76

± 0,08 ± 0,05

± 0,13 ± 0,08

d1

sl

d

r

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
 

M
at

er
ia

l

To
le

ra
nc

e
C

la
ss

es

M
ac

hi
ni

ng
 T

yp
es

Se
co

nd
ar

y 
U

se

Pr
im

ar
y 

U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 96

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)
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M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar
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de Stainless steel

MR DNMG 150608-MR 
DNMG 150612-MR
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Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar
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de Stainless steel
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar
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de Stainless steel
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel

MR SNMG 120408-MR 
SNMG 120412-MR
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel

MR SNMG 190612-MR 
SNMG 190616-MR
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar
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de Stainless steel



d   m d s
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel
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M1 TNMG 160404 EL-M1 0,16 - 0,40 1,0 - 4,0

TNMG 160404 ER-M1 0,16 - 0,40 1,0 - 4,0

TNMG 160408 ER-M1 0,16 - 0,40 1,0 - 4,0

M7 TNMG 160408-M7 0,15 - 0,25 0,8 - 3,0

TN
1604

60°
Triangle
0° Negative

9,52

16,50

4,76

± 0,08 ± 0,05

± 0,13 ± 0,08

d1

sl

d

r

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
 

M
at

er
ia

l

To
le

ra
nc

e
C

la
ss

es

M
ac

hi
ni

ng
 T

yp
es

Se
co

nd
ar

y 
U

se

Pr
im

ar
y 

U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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M1 VBMT 160404-M1 0,13 - 0,63 1,0 - 4,0
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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F VCGT 050102-F 0,05 - 0,20 0,1 - 2,0

F10 VCGT 050101-F10 0,04 - 0,15 0,05 - 1,0

VCGT 050102-F10 0,04 - 0,20 0,1 - 2,5

VCGT 050104-F10 0,05 - 0,16 0,1 - 2,5

F11 VCGT 050102-F11 0,02 - 0,05 0,10 - 0,8
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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MF7 VCMT 070204-MF7 0,05 - 0,15 0,4 - 1,0

F VCMT 070202-M 0,05 - 0,20 0,1 - 2,0

VCMT 070204-M 0,05 - 0,20 0,1 - 2,0

F11 VCGT 0702015-F11 0,02 - 0,06 0,1 - 1,0

VCGT 070202-F11 0,05 - 0,08 0,2 - 1,0

VCGT 070204-F11 0,08 - 1,20 0,2 - 1,0
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Diamond
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± 0,08 ± 0,05

± 0,13 ± 0,08
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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M11 VCMT 110302-M11 0,08 - 0,20 0,4 - 2,0

VCMT 110304-M11 0,08 - 0,20 0,4 - 2,0

MF7 VCMT 110302-MF7 0,05 - 0,15 0,4 - 1,5

VCMT 110304-MF7 0,08 - 0,20 0,4 - 1,5

F VCMT 110302-F 0,05 - 0,20 0,1 - 2,0

VCMT 110304-F 0,05 - 0,20 0,1 - 2,0

F10 VCMT 110302-F10 0,04 - 0,12 0,1 - 1,0

VCMT 110304-F10 0,05 - 0,16 0,1 - 1,5
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025
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F11 VCGT 1103008-F11 0,02 - 0,06 0,1 - 1,5

VCGT 1103015-F11 0,05 - 0,12 0,2 - 2,0

VCGT 110301-F11 0,02 - 0,06 0,1 - 1,5

VCGT 110302-F11 0,05 - 0,12 0,2 - 2,0

VCGT 1103035-F11 0,08 - 0,25 0,2 - 2,5

VCGT 110304-F11 0,08 - 0,25 0,2 - 2,5

F12 VCGT 1103005-F12 0,02 - 0,06 0,1 - 1,5

VCGT 1103008-F12 0,02 - 0,06 0,1 - 1,5

VCGT 1103015-F12 0,05 - 0,12 0,2 - 2,0

VCGT 110301-F12 0,02 - 0,06 0,1 - 1,5

VCGT 110302-F12 0,05 - 0,12 0,2 - 2,0

VCGT 110304-F12 0,08 - 0,25 0,2 - 2,5
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
M

1,
2,

3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

60
-1

80

60
-1

60

15
0-

23
0

10
0-

20
0

60
-1

60

10
0-

20
0

10
0-

20
0

90
-1

40

70
-1

50

12
0-

18
0

10
0-

17
0

70
-1

80

B
22

-V
2

B
32

-S
2

B
41

-D
1

B
42

-T
2

B
42

-W
2

B
51

-E
1

B
52

-U
2

B
62

-O
2

B
62

-Y
2

B
71

-G
1

B
72

-R
2

B
81

-F
1

F11 VCGT 130302-F11 0,05 - 0,12 0,2 - 2,0

VCGT 130304-F11 0,08 - 0,25 0,2 - 2,5
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Order example: CCMT 09T304-M A31-A1

Page 118

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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MR1 VCMT 160404-MR1 0,20 - 0,50 0,5 - 5,0

VCMT 160408-MR1 0,20 - 0,50 0,5 - 5,0

VCMT 160412-MR1 0,20 - 0,50 0,5 - 5,0

M1 VCMT 160404-M1 0,13 - 0,63 1,0 - 4,0

VCMT 160408-M1 0,13 - 0,63 1,0 - 4,0

VCMT 160412-M1 0,13 - 0,63 1,0 - 4,0

M11 VCMT 160404-M11 0,12 - 0,25 0,8 - 3,0

VCMT 160408-M11 0,15 - 0,25 0,8 - 3,0

MF7 VCMT 160404-MF7 0,08 - 0,20 0,4 - 2,0

VCMT 160408-MF7 0,12 - 0,30 0,5 - 2,0
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Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar
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de Stainless steel
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Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
M

1,
2,

3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

M
1,

2,
3

60
-1

80

60
-1

60

15
0-

23
0

10
0-

20
0

60
-1

60

10
0-

20
0

10
0-

20
0

90
-1

40

70
-1

50

12
0-

18
0

10
0-

17
0

70
-1

80

B
22

-V
2

B
32

-S
2

B
41

-D
1

B
42

-T
2

B
42

-W
2

B
51

-E
1

B
52

-U
2

B
62

-O
2

B
62

-Y
2

B
71

-G
1

B
72

-R
2

B
81

-F
1

M7 VNMG 160404-M7 0,10 - 0,18 0,5 - 2,0

M8 VNMG 160408-M8 0,15 - 0,25 0,8 - 3,0

F4 VNMG 160404-F4 0,05 - 0,15 0,2 - 1,5

VNMG 160408-F4 0,07 - 0,18 0,3 - 2,0

F14 VNGP 160402-F14 0,05 - 0,25 0,03 - 3,0

VNGP 160404-F14 0,05 - 0,25 0,05 - 3,5

VN
1604

35°
Diamond
0° Negative

9,52

16,60

4,76

± 0,08 ± 0,05

± 0,13 ± 0,08

d1d

sl

r

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
 

M
at

er
ia

l

To
le

ra
nc

e
C

la
ss

es

M
ac

hi
ni

ng
 T

yp
es

Se
co

nd
ar

y 
U

se

Pr
im

ar
y 

U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1
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Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar
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de Stainless steel
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar
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de Stainless steel
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar
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de Stainless steel
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar
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de Stainless steel
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0,35 - 0,60 1,2 - 7,2
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M WNMG 080408-M 0,16 - 0,40 1,0 - 5,5

WNMG 080412-M 0,16 - 0,40 1,0 - 5,5
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Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
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e
C
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es

Se
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U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 127

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel

MR WNMG 080408-MR 
WNMG 080412-MR



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P
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K

N

S
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M
1,
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M
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M
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3

M
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2,
3
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0-

23
0

10
0-
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0
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-1
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0-

20
0
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0-

20
0
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-1

40

70
-1

50
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0
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0
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-1

80

B
22

-V
2

B
32

-S
2

B
41

-D
1

B
42

-T
2

B
42

-W
2

B
51

-E
1

B
52

-U
2

B
62

-O
2

B
62

-Y
2

B
71

-G
1

B
72

-R
2

B
81

-F
1

E-M1 WNMG 080404 ER-M1 0,20 - 0,40 1,0 - 3,2

WNMG 080408 EL-M1 0,20 - 0,40 1,0 - 3,2

WNMG 080408 ER-M1 0,20 - 0,40 1,0 - 3,2

WNMG 080412 EL-M1 0,20 - 0,40 1,0 - 3,2

WNMG 080412 ER-M1 0,20 - 0,40 1,0 - 3,2

M7 WNMG 080404-M7 0,10 - 0,20 0,5 - 3,0

WNMG 080408-M7 0,15 - 0,32 0,8 - 3,0

WNMG 080412-M7 0,15 - 0,35 0,8 - 3,5

MF WNMG 080404-MF 0,10 - 0,30 0,5 - 3,5

WNMG 080408-MF 0,10 - 0,30 0,5 - 3,5

F14 WNGP 080404-F14 0,05 - 0,25 0,05 - 3,5

WNGP 080408-F14 0,05 - 0,25 0,05 - 4,0

WN
0804

80°
Trigon
0° Negative

12,70

8,72

4,76

± 0,13 ± 0,08

± 0,20 ± 0,13

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
 

M
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U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 128

Class

Turning 
Indexable insert

Stainless steel Groupe

M1 - Ferritic
M2 - Martensitic
M3 - Austenitic
(Hardened - reduce 30%)

C
ar

bi
de Stainless steel



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P
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C
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2
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D
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C
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-A
C

2
A

52
-C

2

MF7 CCMT 060204-MF7 0,08 - 0,20 0,4 - 2,0

MF17 CCGT 0602005-MF17 0,02 - 0,06 0,05 - 1,5

CCGT 060201-MF17 0,02 - 0,06 0,5 - 1,5

CCGT 060202-MF17 0,05 - 0,12 0,5 - 2,0

CCGT 060204-MF17 0,08 - 0,25 0,6 - 3,0

F12 CCGT 0602005-F12 0,02 - 0,06 0,1 - 1,5

CCGT 060201-F12 0,02 - 0,06 0,1 - 1,5

CCGT 060202-F12 0,05 - 0,12 0,2 - 2,0

CCGT 060204-F12 0,08 - 0,25 0,2 - 2,5

W1 CCGT 060202-W1 0,10 - 0,30 0,3 - 3,0

CCGT 060204-W1 0,12 - 0,40 0,5 - 4,0

CCGT 060208-W1 0,15 - 0,50 0,7 - 4,0

CC
0602

80°
Diamond
7° Positive

6,35

6,40

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
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U
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Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 129

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron

serykh
Line



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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2
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D
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C
42

-A
C

2
A

52
-C

2

M2 CCMT 09T304-M2 0,15 - 0,50 0,8 -8,0

CCMT 09T308-M2 0,15 - 0,50 0,8 -8,0

MF7 CCMT 09T308-MF7 0,12 - 0,32 0,5 - 3,0

MF17 CCGT 09T301-MF17 0,02 - 0,06 0,5 - 1,5

CCGT 09T302-MF17 0,05 - 0,12 0,5 - 2,0

CCGT 09T304-MF17 0,08 - 0,25 0,6 - 4,0

CCGT 09T308-MF17 0,10 - 0,35 0,8 - 4,0

F12 CCGT 09T3005-F12 0,02 - 0,06 0,1 - 1,5

CCGT 09T301-F12 0,02 - 0,06 0,1 - 1,5

CCGT 09T302-F12 0,05 - 0,12 0,2 - 2,0

CCGT 09T304-F12 0,08 - 0,25 0,2 - 2,5

CCGT 09T308-F12 0,10 - 0,30 0,3 - 3,0

CC
09T3

80°
Diamond
7° Positive

9,52

9,70

3,97

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
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Pr
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U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 130

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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D
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C
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2
A
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W1 CCGT 09T302-W1 0,10 - 0,30 0,3 - 3,0

CCGT 09T304-W1 0,12 - 0,40 0,5 - 4,0

CCGT 09T308-W1 0,15 - 0,50 0,7 - 4,0

CC
09T3

80°
Diamond
7° Positive

9,52

9,70

3,97

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
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ng
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Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 131

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P
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S

H
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-C

2

M CCMT 120408-M 0,15 - 0,50 0,8 -8,0

MF17 CCGT 120401-MF17 0,05 - 0,12 0,5 - 2,0

CCGT 120402-MF17 0,05 - 0,12 0,5 - 2,0

CCGT 120404-MF17 0,08 - 0,25 0,6 - 5,0

CCGT 120408-MF17 0,10 - 0,35 0,8 - 5,0

W1 CCGT 120404-W1 0,12 - 0,40 0,5 - 4,0

CCGT 120408-W1 0,15 - 0,50 0,7 - 4,0

CC
1204

80°
Diamond
7° Positive

12,70

12,90

4,76

± 0,13 ± 0,08

± 0,20 ± 0,13

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 132

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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M6 CNMG 090304-M6 0,10 - 0,20 0,5 - 2,0

CN
0903

80°
Diamond
0° Negative

9,52

9,70

3,18

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Cutting

Order example: CCMT 09T304-M A31-A1

Page 133

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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R7 CNMG 120408-R7 0,20 - 0,40 0,8 - 6,0

CNMG 120412-R7 0,25 - 0,60 1,0 - 6,0

MR CNMG 120408-MR 0,25 -  1,00 1,2 - 10,0

CNMG 120412-MR 0,25 -  1,00 1,2 - 10,0

CNMG 120416-MR 0,25 -  1,00 1,2 - 10,0

M CNMG 120408-M 0,15 - 0,50 0,8 - 8,0

CNMG 120412-M 0,15 - 0,50 0,8 - 8,0

CNMG 120416-M 0,15 - 0,50 0,8 - 8,0

M CNMG 120404-M 0,11 - 0,40 0,6 - 5,0

CN
1204

80°
Diamond
0° Negative

12,70

12,90

4,76

± 0,13 ± 0,08

± 0,20 ± 0,13

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 134

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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- CNMA 120408 0,30 - 0,70 0,8 - 5,0

CNMA 120412 0,30 - 0,70 1,2 - 5,0

CN
1204

80°
Diamond
0° Negative

12,70

12,90

4,76

± 0,13 ± 0,08
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron
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M DCMT 070204-M 0,15 - 0,50 0,8 - 5,0

DCMT 070208-M 0,15 - 0,50 0,8 - 5,0

MF17 DCGT 0702005-MF17 0,02 - 0,06 0,5 - 1,5

DCGT 070201-MF17 0,02 - 0,06 0,5 - 1,5

DCGT 070202-MF17 0,05 - 0,12 0,5 - 2,0

DCGT 070204-MF17 0,08 - 0,25 0,6 - 2,5

F12 DCGT 0702005-F12 0,02 - 0,06 0,1 - 1,5

DCGT 070201-F12 0,02 - 0,06 0,1 - 1,5

DCGT 070202-F12 0,05 - 0,12 0,2 - 2,0

DCGT 070204-F12 0,08 - 0,25 0,2 - 2,5

W1 DCGT 070202-W1 0,10 - 0,30 0,3 - 3,0

DCGT 070204-W1 0,12 - 0,40 0,5 - 4,0

DCGT 070208-W1 0,15 - 0,50 0,5 - 4,0
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron
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H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
K1

,2
,3

K1
,2

,3

K1
,2

,3

K1
,2

,3

K1
,2

,3

K1
,2

,3

K1
,2

,3

K1
,2

,3

K1
,2

,3

20
0-

30
0

25
0-

40
0

15
0-

21
0

25
0-

40
0

20
0-

30
0

13
0-

20
0

15
0-

23
0

20
0-

26
0

15
0-

23
0

C
22

-A
B

2
C

21
-I1

A
22

-A
2

C
31

-J
1

C
22

-A
A

2
A

32
-B

2
C

52
-A

D
2

C
42

-A
C

2
A

52
-C

2

M DCMT 11T304-M 0,15 - 0,50 0,8 - 6,0

DCMT 11T308-M 0,15 - 0,50 0,8 - 6,0

MF7 DCMT 11T304-MF7 0,08 - 0,25 0,4 - 3,0

DCMT 11T308-MF7 0,12 - 0,32 0,5 - 3,0

MF17 DCGT 11T301-MF17 0,02 - 0,06 0,5 - 1,5

DCGT 11T302-MF17 0,05 - 0,12 0,5 - 2,0

DCGT 11T304-MF17 0,08 - 0,25 0,6 - 3,0

DCGT 11T308-MF17 0,10 - 0,30 0,8 - 3,5

F12 DCGT 11T3005-F12 0,02 - 0,06 0,1 - 1,5

DCGT 11T301-F12 0,02 - 0,06 0,1 - 1,5

DCGT 11T302-F12 0,05 - 0,12 0,2 - 2,0

DCGT 11T304-F12 0,08 - 0,25 0,2 - 2,5

DCGT 11T308-F12 0,10 - 0,30 0,3 - 3,0
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025
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W1 DCGT 11T302-W1 0,10 - 0,30 0,3 - 3,0

DCGT 11T304-W1 0,12 - 0,40 0,5 - 4,0

DCGT 11T308-W1 0,15 - 0,50 0,5 - 4,0
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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R7 DNMG 150608-R7 0,15 - 0,35 0,8 - 5,0

MR DNMG 150608-MR 0,25 -  1,00 1,2 - 8,0

DNMG 150612-MR 0,25 -  1,00 1,2 - 8,0

M DNMG 150608-M 0,15 - 0,40 0,80 - 6,00

DNMG 150608-M 0,15 - 0,40 0,80 - 6,00

- DNMA 150608 0,30 - 0,70 0,80 - 6,00

DNMA 150612 0,30 - 0,70 1,20 - 6,00
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron
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l    E ± 0,025 ± 0,025 ± 0,025
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025
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MF17 SCGT 120404-MF17 0,10 - 0,40 0,4 - 6,0

SCGT 120408-MF17 0,10 - 0,40 0,4 - 6,0

SCGT 120412-MF17 0,10 - 0,40 1,0 - 6,0
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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R7 SNMG 120412-R7 0,25 - 0,65 1,0 - 6,0

MR SNMG 120408-MR 0,25 -  1,00 1,2 - 10,0

SNMG 120412-MR 0,25 -  1,00 1,2 - 10,0

M SNMG 120408-M 0,32 - 0,60 0,80 - 7,00

SNMG 120412-M 0,32 - 0,80 1,20 - 7,00

- SNMA 120408 0,20 - 0,40 0,80 - 7,00

SNMA 120412 0,20 - 0,50 1,20 - 7,00

SNMA 120416 0,20 - 0,50 1,60 - 7,00

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal
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material groupe →→
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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Thickness
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material groupe →→
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron
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l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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material groupe →→
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13
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TCGT 06T102-MF17 0,05 - 0,12 0,6 - 1,2

F12 TCGT 06T102-F12 0,05 - 0,12 0,2 - 2,0
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Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle
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material groupe →→
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Feed Rate
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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F12 TCGT 090202-F12 0,05 - 0,12 0,2 - 2,0
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Exotic Alloy
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Non-Ferrous Metal

Inscribed Circle
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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MF17 TCGT 110201-MF17 0,02 - 0,06 0,5 - 1,5

TCGT 110202-MF17 0,05 - 0,12 0,6 - 2,0

TCGT 110204-MF17 0,08 - 0,25 0,6 - 3,0

F12 TCGT 110201-F12 0,02 - 0,06 0,1 - 1,5

TCGT 110202-F12 0,05 - 0,12 0,2 - 2,0

TCGT 110204-F12 0,08 - 0,25 0,2 - 2,5

Steel

Stainless Steel

Cast Iron
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Non-Ferrous Metal
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Order example: CCMT 09T304-M A31-A1

Page 149

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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TCGT 16T308-MF17 0,10 - 0,35 0,8 - 4,0

F12 TCGT 16T301-F12 0,02 - 0,06 0,1 - 1,5

TCGT 16T302-F12 0,05 - 0,12 0,2 - 2,0

TCGT 16T304-F12 0,08 - 0,25 0,2 - 2,5
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron
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Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1

Page 152

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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± 0,13 ± 0,08

MF17 VCGT 0702005-MF17 0,02 - 0,06 0,2 - 1,0

VCGT 070201-MF17 0,02 - 0,06 0,2 - 1,0

VCGT 070202-MF17 0,05 - 0,08 0,2 - 1,0

VCGT 070204-MF17 0,08 - 0,12 0,2 - 1,0

F12 VCGT 0702005-F12 0,02 - 0,06 0,1 - 1,0

VCGT 070201-F12 0,02 - 0,06 0,1 - 1,0

VCGT 070202-F12 0,05 - 0,08 0,2 - 1,0

VCGT 070204-F12 0,08 - 0,12 0,2 - 1,0

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓
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Depth of Cut

↓

M
ac

hi
ni

ng
 

M
at

er
ia

l

To
le

ra
nc

e
C

la
ss

es

M
ac

hi
ni

ng
 T

yp
es

Se
co

nd
ar

y 
U

se

Pr
im

ar
y 

U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 153

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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3,18

± 0,08 ± 0,05

± 0,13 ± 0,08

M10 VCMT 110308-M10 0,12 - 0,25 0,5 - 1,5

MF7 VCMT 110304-MF7 0,08 - 0,20 0,4 - 1,5

MF17 VCGT 1103005-MF17 0,02 - 0,06 0,5 - 1,5

VCGT 110301-MF17 0,02 - 0,06 0,5 - 1,5

VCGT 110302-MF17 0,05 - 0,12 0,5 - 2,0

VCGT 110304-MF17 0,08 - 0,25 0,6 - 2,5

VCGT 110308-MF17 0,10 - 0,35 0,8 - 3,0

F12 VCGT 1103005-F12 0,02 - 0,06 0,1 - 1,5

VCGT 110301-F12 0,02 - 0,06 0,1 - 1,5

VCGT 110302-F12 0,05 - 0,12 0,2 - 2,0

VCGT 110304-F12 0,08 - 0,25 0,2 - 2,5

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓
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Depth of Cut

↓
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Cutting

Order example: CCMT 09T304-M A31-A1

Page 154

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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U ± 0,13
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± 0,08 ± 0,05

± 0,13 ± 0,08

W1 VCGT 110302-W1 0,10 - 0,30 0,3 - 3,0

VCGT 110304-W1 0,12 - 0,40 0,5 - 4,0

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
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Vc (m/min) 
Cutting Speed →→

Geometry 
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1

Page 155

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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± 0,08 ± 0,05

± 0,13 ± 0,08

MF17 VCGT 1303005-MF17 0,02 - 0,06 0,5 - 1,5

VCGT 130301-MF17 0,02 - 0,06 0,5 - 1,5

VCGT 130302-MF17 0,05 - 0,12 0,5 - 2,0

VCGT 130304-MF17 0,08 - 0,25 0,6 - 3,0

VCGT 130308-MF17 0,08 - 0,25 0,6 - 3,0

F12 VCGT 130301-F12 0,05 - 0,12 0,2 - 2,0

VCGT 130302-F12 0,05 - 0,12 0,2 - 2,0

VCGT 130304-F12 0,08 - 0,25 0,2 - 2,5

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
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Vc (m/min) 
Cutting Speed →→

Geometry 
↓
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Depth of Cut

↓
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Order example: CCMT 09T304-M A31-A1

Page 156

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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± 0,08 ± 0,05

± 0,13 ± 0,08

M10 VCMT 160412-M10 0,12 - 0,32 0,5 - 2,0

MF7 VCMT 160408-MF7 0,12 - 0,30 0,5 - 2,0

MF17 VCGT 160401-MF17 0,02 - 0,06 0,5 - 1,5

VCGT 160402-MF17 0,05 - 0,12 0,5 - 2,0

VCGT 160404-MF17 0,08 - 0,25 0,6 - 3,5

VCGT 160408-MF17 0,10 - 0,35 0,8 - 3,5

F12 VCGT 160401-F12 0,05 - 0,12 0,2 - 2,0

VCGT 160402-F12 0,05 - 0,12 0,2 - 2,0

VCGT 160404-F12 0,08 - 0,25 0,2 - 2,5

VCGT 160408-F12 0,10 - 0,30 0,3 - 3,0

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
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Vc (m/min) 
Cutting Speed →→

Geometry 
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1

Page 157

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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W1 VCGT 160404-W1 0,12 - 0,40 0,5 - 4,0

VCGT 160408-W1 0,15 - 0,50 0,7 - 4,0
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Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
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Cutting Speed →→

Geometry 
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Order example: CCMT 09T304-M A31-A1

Page 158

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13
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± 0,13 ± 0,08

± 0,20 ± 0,13

MF17 VCGT 220520-MF17 0,10 - 0,45 1,0 - 3,5

VCGT 220530-MF17 0,10 - 0,45 1,0 - 3,5

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
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Vc (m/min) 
Cutting Speed →→

Geometry 
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1

Page 159

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025
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U ± 0,13
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± 0,13 ± 0,08

MF17 WCGT 0201005-MF17 0,05 - 0,12 0,5 - 1,5

WCGT 020101-MF17 0,05 - 0,12 0,5 - 1,5

WCGT 020102-MF17 0,05 - 0,12 0,5 - 1,5

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Cutting
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Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 160

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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80°
Trigon
7° Positive

6,35

4,30

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08

MF17 WCGT 040202-MF17 0,05 - 0,12 0,5 - 2,0

WCGT 040204-MF17 0,08 - 0,25 0,6 - 2,5

F12 WCGT 040202-F12 0,05 - 0,12 0,2 - 2,0

WCGT 040204-F12 0,08 - 0,25 0,2 - 2,5

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 161

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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80°
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7° Positive

9,52

6,50

3,97

± 0,08 ± 0,05

± 0,13 ± 0,08

MF17 WCGT 06T302-MF17 0,05 - 0,12 0,6 - 2,0

WCGT 06T304-MF17 0,08 - 0,25 0,6 - 3,0

F12 WCGT 06T304-F12 0,08 - 0,25 0,2 - 2,5

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut
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Cutting

Order example: CCMT 09T304-M A31-A1

Page 162

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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12,70

8,60

4,76

± 0,13 ± 0,08

± 0,20 ± 0,13

MF17 WCGT 080404-MF17 0,08 - 0,25 0,6 - 4,0

WCGT 080408-MF17 0,10 - 0,35 0,8 - 4,0

W1 WCGT 080404-W1 0,12 - 0,40 0,5 - 4,0

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut
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Order example: CCMT 09T304-M A31-A1

Page 163

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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0° Negative

12,70
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± 0,13 ± 0,08

± 0,20 ± 0,13

R7 WNMG 080408-R7 0,20 - 0,40 0,8 - 6,0

WNMG 080412-R7 0,25 - 0,60 1,0 - 6,0

MR WNMG 080408-MR 0,25 -  1,00 0,8 - 5,5

WNMG 080412-MR 0,25 -  1,00 1,2 - 6,0

M WNMG 080404-M 0,10 - 0,25 0,4 - 5,5

WNMG 080408-M 0,15 - 0,40 0,8 - 5,5

WNMG 080412-M 0,15 - 0,40 1,2 - 5,5

- WNMA 080408 0,30 - 0,60 0,8 - 5,0

WNMA 080412 0,30 - 0,60 1,2 - 5,0

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut
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Cutting

Order example: CCMT 09T304-M A31-A1

Page 164

Class

Turning 
Indexable insert

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

Cast iron Groupe

K1 - Grey cast iron
K2 - Ductile cast iron (Vc -20%)
K3 - Malleable cast iron
Pearlitic structure Vc - 25%

C
ar

bi
de Cast iron



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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I2
MR CCGT 060202-MR 0,15 - 0,65 1,0 - 8,0

CCGT 060204-MR 0,15 - 0,65 1,0 - 8,0

MF10 CCGT 060201-MF10 0,02 - 0,06 0,1 - 0,5

CCGT 060202-MF10 0,04 - 0,10 0,1 - 0,6

CCGT 060204-MF10 0,06 - 0,12 0,2 - 0,6

MF15 CCGT 0602005-MF15 0,02 - 0,06 0,1 - 0,5

CCGT 060201-MF15 0,02 - 0,06 0,1 - 0,5

CCGT 060202-MF15 0,04 - 0,10 0,1 - 0,6

CCGT 060204-MF15 0,06 - 0,12 0,2 - 0,6

MF17 CCGT 0602005-MF17 0,02 - 0,06 0,5 - 1,5

CCGT 060201-MF17 0,02 - 0,06 0,5 - 1,5

CCGT 060202-MF17 0,05 - 0,12 0,5 - 2,0

CCGT 060204-MF17 0,08 - 0,25 0,6 - 3,0

CC
0602

80°
Diamond
7° Positive

6,35

6,40

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Order example: CCMT 09T304-M A31-A1

Page 165

Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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F11 CCGT 060201-F11 0,02 - 0,06 0,1 - 1,5

CCGT 060202-F11 0,05 - 0,12 0,2 - 2,0

CCGT 060204-F11 0,08 - 0,25 0,2 - 2,5

F12 CCGT 0602005-F12 0,02 - 0,06 0,1 - 1,5

CCGT 060201-F12 0,02 - 0,06 0,1 - 1,5

CCGT 060202-F12 0,05 - 0,12 0,2 - 2,0

CCGT 060204-F12 0,08 - 0,25 0,2 - 2,5

W1 CCGT 060202-W1 0,10 - 0,30 0,3 - 3,0

CCGT 060204-W1 0,12 - 0,40 0,5 - 4,0

CCGT 060208-W1 0,15 - 0,50 0,7 - 4,0

CC
0602

80°
Diamond
7° Positive

6,35

6,40

2,38

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓
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Order example: CCMT 09T304-M A31-A1

Page 166

Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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MR CCGT 09T302-MR 0,15 - 0,65 1,0 - 8,0

CCGT 09T304-MR 0,15 - 0,65 1,0 - 8,0

CCGT 09T308-MR 0,15 - 0,65 1,0 - 8,0

MF10 CCGT 09T301-MF10 0,02 - 0,06 0,1 - 0,5

CCGT 09T302-MF10 0,04 - 0,10 0,1 - 1,0

CCGT 09T304-MF10 0,06 - 0,12 0,2 - 1,0

MF15 CCGT 09T3005-MF15 0,02 - 0,06 0,1 - 0,5

CCGT 09T301-MF15 0,02 - 0,06 0,1 - 0,5

CCGT 09T302-MF15 0,04 - 0,10 0,1 - 1,0

CCGT 09T304-MF15 0,06 - 0,12 0,2 - 1,0

MF17 CCGT 09T3005-MF17 0,02 - 0,06 0,5 - 1,5

CCGT 09T301-MF17 0,02 - 0,06 0,5 - 1,5

CCGT 09T302-MF17 0,05 - 0,12 0,5 - 2,0

CCGT 09T304-MF17 0,08 - 0,25 0,6 - 4,0

CCGT 09T308-MF17 0,10 - 0,35 0,8 - 4,0

CC
09T3

80°
Diamond
7° Positive

9,52

9,70

3,97

± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1

Page 167

Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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U ± 0,13
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D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)
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de Non-ferrous metals
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D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)
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de Non-ferrous metals
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Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals
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Turning 
Indexable insert
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D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)
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de Non-ferrous metals
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Turning 
Indexable insert
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D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals
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DCGT 0702015-MF10 0,02 - 0,06 0,1 - 0,5
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MF15 DCGT 0702005-MF15 0,02 - 0,06 0,1 - 0,5

DCGT 0702008-MF15 0,02 - 0,06 0,1 - 0,5

DCGT 0702015-MF15 0,02 - 0,06 0,1 - 0,5

DCGT 070201-MF15 0,02 - 0,06 0,1 - 0,5

DCGT 070202-MF15 0,04 - 0,10 0,1 - 0,6

DCGT 070204-MF15 0,06 - 0,18 0,3 - 2,0

MF17 DCGT 0702005-MF17 0,02 - 0,06 0,5 - 1,5

DCGT 070201-MF17 0,02 - 0,06 0,5 - 1,5

DCGT 070202-MF17 0,05 - 0,12 0,5 - 2,0

DCGT 070204-MF17 0,08 - 0,25 0,6 - 2,5
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Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals
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D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)
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ar
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de Non-ferrous metals
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DCGT 11T301-MF10 0,02 - 0,06 0,1 - 0,5

DCGT 11T302-MF10 0,04 - 0,10 0,1 - 0,6

DCGT 11T304-MF10 0,08 - 0,20 0,3 - 2,0

MF15 DCGT 11T3005-MF15 0,02 - 0,06 0,1 - 0,5

DCGT 11T3008-MF15 0,02 - 0,06 0,1 - 0,5

DCGT 11T3015-MF15 0,02 - 0,06 0,1 - 0,5

DCGT 11T301-MF15 0,02 - 0,06 0,1 - 0,5

DCGT 11T302-MF15 0,04 - 0,10 0,1 - 0,6

DCGT 11T304-MF15 0,08 - 0,20 0,3 - 2,0
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D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)
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ar
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de Non-ferrous metals
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TCGT 110204-MF17 0,08 - 0,25 0,6 - 3,0

F12 TCGT 110201-F12 0,02 - 0,06 0,1 - 1,5

TCGT 110202-F12 0,05 - 0,12 0,2 - 2,0

TCGT 110204-F12 0,08 - 0,25 0,2 - 2,5

TC
1102

60°
Triangle
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± 0,08 ± 0,05

± 0,13 ± 0,08
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Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →
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Vc (m/min) 
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Geometry 
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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MR TCGT 16T304-MR 0,15 - 0,65 1,0 - 8,0

MF17 TCGT 16T302-MF17 0,05 - 0,12 0,5 - 2,0

TCGT 16T304-MF17 0,08 - 0,25 0,6 - 4,0

TCGT 16T308-MF17 0,10 - 0,35 0,8 - 4,0

F12 TCGT 16T301-F12 0,02 - 0,06 0,1 - 1,5

TCGT 16T302-F12 0,05 - 0,12 0,2 - 2,0

TCGT 16T304-F12 0,08 - 0,25 0,2 - 2,5

TC
16T3

60°
Triangle
7° Positive
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Thickness
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material groupe →→

F (mm/rev)
Feed Rate
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Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1

Page 184

Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13
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MF17 VCGT 050101-MF17 0,020 - 0,06 0,10 - 1,0

VCGT 050102-MF17 0,020 - 0,06 0,10 - 1,0

VCGT 050104-MF17 0,050 - 0,08 0,20 - 1,0

F10 VCGT 050101-F10 0,04 - 0,15 0,05 - 1,0

VCGT 050102-F10 0,04 - 0,20 0,1 - 2,5

VCGT 050104-F10 0,05 - 0,16 0,1 - 1,5

F11 VCGT 050102-F11 0,020 - 0,06 0,10 - 1,0

F12 VCGT 050102-F12 0,020 - 0,06 0,10 - 1,0
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0501

35°
Diamond
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± 0,13 ± 0,08
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Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate
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Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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MF17 VCGT 0702005-MF17 0,02 - 0,06 0,2 - 1,0

VCGT 070201-MF17 0,02 - 0,06 0,2 - 1,0

VCGT 070202-MF17 0,05 - 0,08 0,2 - 1,0

VCGT 070204-MF17 0,08 - 0,12 0,2 - 1,0

F11 VCGT 070202-F11 0,05 - 0,08 0,2 - 1,0

VCGT 070204-F11 0,08 - 1,20 0,2 - 1,0

F12 VCGT 0702005-F12 0,02 - 0,06 0,1 - 1,0

VCGT 070201-F12 0,02 - 0,06 0,1 - 1,0

VCGT 070202-F12 0,05 - 0,08 0,2 - 1,0

VCGT 070204-F12 0,08 - 1,20 0,2 - 1,0
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0702
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Diamond
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± 0,08 ± 0,05

± 0,13 ± 0,08

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
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Vc (m/min) 
Cutting Speed →→

Geometry 
↓
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1

Page 186

Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals

serykh
Line



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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I2
MR VCGT 110302-MR 0,15 - 0,65 1,0 - 8,0

VCGT 110304-MR 0,15 - 0,65 1,0 - 8,0

MF10 VCGT 1103008-MF10 0,040 - 0,10 0,10 - 1,0

VCGT 1103015-MF10 0,040 - 0,10 0,10 - 1,0

VCGT 110301-MF10 0,040 - 0,10 0,10 - 1,0

VCGT 110302-MF10 0,040 - 0,10 0,20 - 1,5

VCGT 110304-MF10 0,060 - 0,18 0,30 - 2,0

MF15 VCGT 1103005-MF15 0,04 - 0,10 0,1 - 1,0

VCGT 1103008-MF15 0,04 - 0,10 0,1 - 1,0

VCGT 1103015-MF15 0,04 - 0,10 0,1 - 1,0

VCGT 110301-MF15 0,04 - 0,10 0,1 - 1,0

VCGT 110302-MF15 0,04 - 0,10 0,2 - 1,5

VCGT 110304-MF15 0,06 - 0,18 0,3 - 2,0

MF17 VCGT 1103005-MF17 0,02 - 0,06 0,5 - 1,5

VCGT 110301-MF17 0,02 - 0,06 0,5 - 1,5

VCGT 110302-MF17 0,05 - 0,12 0,5 - 2,0

VCGT 110304-MF17 0,08 - 0,25 0,6 - 2,5

VCGT 110308-MF17 0,10 - 0,35 0,8 - 3,0
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Steel
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Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate
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Designation Designation 
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Vc (m/min) 
Cutting Speed →→

Geometry 
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1

Page 187

Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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F11 VCGT 1103008-F11 0,020 - 0,06 0,10 - 1,5

VCGT 1103015-F11 0,05 - 0,12 0,2 - 2,0

VCGT 110301-F11 0,02 - 0,06 0,1 - 1,5

VCGT 110302-F11 0,05 - 0,12 0,2 - 2,0

VCGT 110304-F11 0,08 - 0,25 0,2 - 2,5

F12 VCGT 1103005-F12 0,02 - 0,06 0,1 - 1,5

VCGT 1103008-F12 0,02 - 0,06 0,1 - 1,5

VCGT 1103015-F12 0,05 - 0,12 0,2 - 2,0

VCGT 110301-F12 0,02 - 0,06 0,1 - 1,5

VCGT 110302-F12 0,05 - 0,12 0,2 - 2,0

VCGT 110304-F12 0,08 - 0,25 0,2 - 2,5

W1 VCGT 110302-W1 0,10 - 0,30 0,3 - 3,0

VCGT 110304-W1 0,12 - 0,40 0,5 - 4,0
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Machining  
material groupe →→
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Feed Rate
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Grade →Grade →
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Cutting Speed →→
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Depth of Cut
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13
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MF17 VCGT 1303005-MF17 0,02 - 0,06 0,5 - 1,5

VCGT 130301-MF17 0,02 - 0,06 0,5 - 1,5

VCGT 130302-MF17 0,05 - 0,12 0,5 - 2,0

VCGT 130304-MF17 0,08 - 0,25 0,6 - 3,0

VCGT 130308-MF17 0,08 - 0,25 0,6 - 3,0

F11 VCGT 130302-F11 0,05 - 0,12 0,2 - 2,0

VCGT 130304-F11 0,08 - 0,25 0,2 - 2,5

F12 VCGT 1303005-F12 0,05 - 0,12 0,2 - 2,0

VCGT 130301-F12 0,05 - 0,12 0,2 - 2,0

VCGT 130302-F12 0,05 - 0,12 0,2 - 2,0

VCGT 130304-F12 0,08 - 0,25 0,2 - 2,5
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Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate
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Grade →Grade →

Designation Designation 
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Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut
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Order example: CCMT 09T304-M A31-A1

Page 189

Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13
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I2
MR VCGT 160402-MR 0,15 - 0,65 1,0 - 8,0

VCGT 160404-MR 0,15 - 0,65 1,0 - 8,0

VCGT 160408-MR 0,15 - 0,65 1,0 - 8,0

VCGT 160412-MR 0,15 - 0,65 1,0 - 8,0

MF10 VCGT 160401-MF10 0,040 - 0,10 0,10 - 1,0

VCGT 160402-MF10 0,040 - 0,10 0,20 - 1,5

VCGT 160404-MF10 0,080 - 0,20 0,30 - 2,0
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Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals
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Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals
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Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals
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Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals
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Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13
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Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar

bi
de Non-ferrous metals



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
D

1,
2

D
1,

2,
3

D
1,

2

D
1

D
1,

2,
3

D
1,

2

D
1

D
1

D
1,

2,
3

D
1,

2,
3

D
1

65
0-

20
00

30
0-

25
00

40
0-

24
00

85
0-

13
00

30
0-

25
00

70
0-

30
00

85
0-

13
00

75
0-

12
00

30
0-

25
00

30
0-

25
00

75
0-

12
00

D
22

-A
E2

D
22

-A
L2

D
21

-K
1

D
22

-A
F2

D
22

-A
K

2
D

21
-P

1
D

42
-A

G
2

D
42

-A
H

2
D

42
-A

M
2

D
42

-A
N

2
D

42
-A

I2
MR WCGT 080404-MR 0,15 - 0,65 1,0 - 8,0

WCGT 080408-MR 0,15 - 0,65 1,0 - 8,0

MF17 WCGT 080404-MF17 0,08 - 0,25 0,6 - 4,0

WCGT 080408-MF17 0,10 - 0,35 0,8 - 4,0

W1 WCGT 080404-W1 0,12 - 0,40 0,5 - 4,0

WC
0804

80°
Trigon
7° Positive

12,70

8,60

4,76

± 0,13 ± 0,08

± 0,20 ± 0,13

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
 

M
at

er
ia

l

To
le

ra
nc

e
C

la
ss

es

M
ac

hi
ni

ng
 T

yp
es

Se
co

nd
ar

y 
U

se

Pr
im

ar
y 

U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 197

Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar
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de Non-ferrous metals
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Class

Turning 
Indexable insert

Non-ferrous materials Groupe
D1 - Aluminium alloys
(heat treated Vc - 40%)
D2 - Copper alloys (Vc - 70%) 
D3 - Non-metallic materials
(Vc - 90%)

C
ar
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de Non-ferrous metals



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
S1

,2
,3

S1 S2
,3

S3 S1 S2
,3

S1
,2

,3

S1
,2

,3

S3 S1 S1
,2

,3

S1
,2

,3

15
-9

0

15
-7

0

30
-7

0

30
-8

0

20
-1

00

30
-7

0

15
-8

0

15
-8

0

30
-7

0

20
-1

00

15
-7

0

5-
35

B
22

-V
2

A
22

-J
2

E2
1-

L1
E2

2-
A

O
2

E3
1-

N
1

E3
1-

M
1

B
32

-S
2

B
42

-W
2

E4
2-

A
P2

E4
1-

O
1

B
62

-Y
2

B
72

-M
2

CC
0602

80°
Diamond
7° Positive

M11 CCMT 060202-M11 0,05 - 0,20 0,2 - 1,5

CCMT 060204-M11 0,06 - 0,20 0,2 - 1,5
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy
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R7 CNMG 120408-R7 0,20 - 0,40 0,8 - 6,0

CNMG 120412-R7 0,25 - 0,60 1,0 - 6,0

MR CNGG 120408-MR 0,20 - 0,50 1,2 - 6,0

CNGG 120412-MR 0,20 - 0,50 1,2 - 6,0

MR2 CNGG 120408-MR2 0,20 - 0,45 1,0 - 3,2

M CNGG 120404-M 0,20 - 0,40 1,0 - 3,5
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CNGG 120412-M 0,20 - 0,40 1,0 - 3,5
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Order example: CCMT 09T304-M A31-A1

Page 204

Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy

serykh
Line
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy
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S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys
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S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys
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Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar
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de Exotic alloy
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Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar
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de Exotic alloy
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- DCGT 11T3015 0,05 - 0,20 0,1 - 1,0

DCGT 11T3035 0,05 - 0,20 0,1 - 1,0

MF17 DCGT 11T304-MF17 0,08 - 0,25 0,6 - 3,0

F10 DCMT 11T302-F10 0,04 - 0,12 0,1 - 1,0

DCMT 11T304-F10 0,05 - 0,16 0,1 - 1,5

F11 DCGT 11T3015-F11 0,05 - 0,12 0,2 - 2,0
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy
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Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
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de Exotic alloy



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
S1

,2
,3

S1 S2
,3

S3 S1 S2
,3

S1
,2

,3

S1
,2

,3

S3 S1 S1
,2

,3

S1
,2

,3

15
-9

0

15
-7

0

30
-7

0

30
-8

0

20
-1

00

30
-7

0

15
-8

0

15
-8

0

30
-7

0

20
-1

00

15
-7

0

5-
35

B
22

-V
2

A
22

-J
2

E2
1-

L1
E2

2-
A

O
2

E3
1-

N
1

E3
1-

M
1

B
32

-S
2

B
42

-W
2

E4
2-

A
P2

E4
1-

O
1

B
62

-Y
2

B
72

-M
2

DN
1504

55°
Diamond
0° Negative

M DNMG 150404-M 0,20 - 0,40 1,0 - 3,5

DNMG 150408-M 0,20 - 0,40 1,0 - 3,5

DNMG 150412-M 0,20 - 0,40 1,0 - 3,5

M1 DNGG 150404-M1 0,10 - 0,30 0,5 - 4,0
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DNGG 150412-M1 0,10 - 0,30 0,5 - 4,0
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Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
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de Exotic alloy
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M DNMG 150604-M 0,20 - 0,40 1,0 - 3,5

DNMG 150608-M 0,20 - 0,40 1,0 - 3,5

DNMG 150612-M 0,20 - 0,40 1,0 - 3,5

M1 DNGG 150604-M1 0,10 - 0,30 0,5 - 4,0

DNGG 150608-M1 0,10 - 0,30 0,5 - 4,0

DNGG 150612-M1 0,10 - 0,30 0,5 - 4,0
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Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
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d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
S1

,2
,3

S1 S2
,3

S3 S1 S2
,3

S1
,2

,3

S1
,2

,3

S3 S1 S1
,2

,3

S1
,2

,3

15
-9

0

15
-7

0

30
-7

0

30
-8

0

20
-1

00

30
-7

0

15
-8

0

15
-8

0

30
-7

0

20
-1

00

15
-7

0

5-
35

B
22

-V
2

A
22

-J
2

E2
1-

L1
E2

2-
A

O
2

E3
1-

N
1

E3
1-

M
1

B
32

-S
2

B
42

-W
2

E4
2-

A
P2

E4
1-

O
1

B
62

-Y
2

B
72

-M
2

DN
1506

55°
Diamond
0° Negative

F4 DNMG 150604-F4 0,06 - 0,16 0,4 - 1,5

DNMG 150608-F4 0,08 - 0,19 0,5 - 2,0

12,70

15,50

6,35

± 0,13 ± 0,08

± 0,20 ± 0,13

d1

sl

d

r

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
 

M
at

er
ia

l

To
le

ra
nc

e
C

la
ss

es

M
ac

hi
ni

ng
 T

yp
es

Se
co

nd
ar

y 
U

se

Pr
im

ar
y 

U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 214

Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
S1

,2
,3

S1 S2
,3

S3 S1 S2
,3

S1
,2

,3

S1
,2

,3

S3 S1 S1
,2

,3

S1
,2

,3

15
-9

0

15
-7

0

30
-7

0

30
-8

0

20
-1

00

30
-7

0

15
-8

0

15
-8

0

30
-7

0

20
-1

00

15
-7

0

5-
35

B
22

-V
2

A
22

-J
2

E2
1-

L1
E2

2-
A

O
2

E3
1-

N
1

E3
1-

M
1

B
32

-S
2

B
42

-W
2

E4
2-

A
P2

E4
1-

O
1

B
62

-Y
2

B
72

-M
2

SC
09T3

90°
Square
7° Positive

M10 SCMT 09T304-M10 0,08 - 0,25 0,4 - 3,0

9,52

9,70

3,97

± 0,08 ± 0,05

± 0,13 ± 0,08

d1

sl

d

r

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
 

M
at

er
ia

l

To
le

ra
nc

e
C

la
ss

es

M
ac

hi
ni

ng
 T

yp
es

Se
co

nd
ar

y 
U

se

Pr
im

ar
y 

U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 215

Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
S1

,2
,3

S1 S2
,3

S3 S1 S2
,3

S1
,2

,3

S1
,2

,3

S3 S1 S1
,2

,3

S1
,2

,3

15
-9

0

15
-7

0

30
-7

0

30
-8

0

20
-1

00

30
-7

0

15
-8

0

15
-8

0

30
-7

0

20
-1

00

15
-7

0

5-
35

B
22

-V
2

A
22

-J
2

E2
1-

L1
E2

2-
A

O
2

E3
1-

N
1

E3
1-

M
1

B
32

-S
2

B
42

-W
2

E4
2-

A
P2

E4
1-

O
1

B
62

-Y
2

B
72

-M
2

SC
1204

90°
Square
7° Positive

M10 SCMT 120404-M10 0,08 - 0,25 0,4 - 3,0

SCMT 120408-M10 0,12 - 0,32 0,5 - 3,5

12,70

12,70

4,76

± 0,13 ± 0,08

± 0,20 ± 0,13

d1

sl

d

r

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
 

M
at

er
ia

l

To
le

ra
nc

e
C

la
ss

es

M
ac

hi
ni

ng
 T

yp
es

Se
co

nd
ar

y 
U

se

Pr
im

ar
y 

U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 216

Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025

s   G ± 0,025 ± 0,025 ± 0,13

H ± 0,013 ± 0,013 ± 0,025

M ± 0,13

U ± 0,13

P

M

K

N

S

H
S1

,2
,3

S1 S2
,3

S3 S1 S2
,3

S1
,2

,3

S1
,2

,3

S3 S1 S1
,2

,3

S1
,2

,3

15
-9

0

15
-7

0

30
-7

0

30
-8

0

20
-1

00

30
-7

0

15
-8

0

15
-8

0

30
-7

0

20
-1

00

15
-7

0

5-
35

B
22

-V
2

A
22

-J
2

E2
1-

L1
E2

2-
A

O
2

E3
1-

N
1

E3
1-

M
1

B
32

-S
2

B
42

-W
2

E4
2-

A
P2

E4
1-

O
1

B
62

-Y
2

B
72

-M
2

SN
1204

90°
Square
0° Negative

MR SNMG 120408-MR 0,20 - 0,50 1,2 - 6,0

SNMG 120412-MR 0,20 - 0,50 1,2 - 6,0

M1 SNMG 120408-M1 0,10 - 0,30 0,5 - 4,0

SNMG 120412-M1 0,10 - 0,30 0,5 - 4,0

12,70

12,70

4,76

± 0,13 ± 0,08

± 0,20 ± 0,13

d1

sl

d

r

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac

hi
ni

ng
 

M
at

er
ia

l

To
le

ra
nc

e
C

la
ss

es

M
ac

hi
ni

ng
 T

yp
es

Se
co

nd
ar

y 
U

se

Pr
im

ar
y 

U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1

Page 217

Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
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S3 - Titanium alloys
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S1 - High temperature
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S3 - Titanium alloys
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S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy
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VCGT 110302-F11 0,05 - 0,12 0,2 - 2,0
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy
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F11 VCGT 130302-F11 0,05 - 0,12 0,2 - 2,0

VCGT 130304-F11 0,08 - 0,25 0,2 - 2,5
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025
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VCGT 160404-MF17 0,08 - 0,25 0,6 - 3,5

VCGT 160408-MF17 0,10 - 0,35 0,8 - 3,5

F10 VCMT 160404-F10 0,05 - 0,16 0,1 - 1,5
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy



d   m d s

l    E ± 0,025 ± 0,025 ± 0,025
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M1 VNMG 160404-M1 0,10 - 0,30 0,5 - 4,0

VNMG 160408-M1 0,10 - 0,30 0,5 - 4,0

F4 VNMG 160404-F4 0,05 - 0,15 0,2 - 1,5

VNMG 160408-F4 0,07 - 0,18 0,3 - 2,0
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± 0,08 ± 0,05
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy
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Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy
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Order example: CCMT 09T304-M A31-A1

Page 230

Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy
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Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy
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WNGG 080412-M 0,20 - 0,40 1,0 - 3,5

WNMG 080404-M 0,20 - 0,40 1,0 - 3,5

WNMG 080408-M 0,20 - 0,40 1,0 - 3,5

WNMG 080412-M 0,20 - 0,40 1,0 - 3,5

M1 WNGG 080404-M1 0,10 - 0,30 0,5 - 4,0

WNGG 080408-M1 0,10 - 0,30 0,5 - 4,0

WNGG 080412-M1 0,10 - 0,30 0,5 - 4,0

M2 WNMG 080408-M2 0,20 - 0,45 1,0 - 5,0

F4 WNMG 080404-F4 0,08 - 0,17 0,4 - 1,5

WNMG 080408-F4 0,10 - 0,20 0,5 - 2,0

12,70

8,60

4,76

± 0,13 ± 0,08

± 0,20 ± 0,13

Steel

Stainless Steel

Cast Iron

Exotic Alloy

Steel

Non-Ferrous Metal

Inscribed Circle

Cutting Edge Length

Thickness

Machining  
material groupe →→

F (mm/rev)
Feed Rate

↓

Grade →Grade →

Designation Designation 
↓↓

Vc (m/min) 
Cutting Speed →→

Geometry 
↓

Ap (mm)
Depth of Cut

↓

M
ac
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ng
 

M
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l

To
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e
C
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ss

es

M
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 T

yp
es

Se
co

nd
ar

y 
U

se

Pr
im

ar
y 

U
se

Continuous 
Cutting

General 
Cutting

Interrupted 
Cutting

Order example: CCMT 09T304-M A31-A1
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Class

Turning 
Indexable insert

Exotic alloy Groupe

S1 - High temperature
resistant alloys
S2 - Pure titanium (Vc +100%)
S3 - Titanium alloys

C
ar

bi
de Exotic alloy


