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Shape Clearance Angle Tolerance Insert Type
80° Diamond 7° Positive d+0.05 m=0.08 Screw Down Clamping

rake s +0.13 Single Sided
Insert designation Grade s r Catalog Nr.  Page
CCMT 060204 NN LT 10 6 2,38 0,4 T0000055 13
CCMT 09T304 NN LT 10 9 3,97 0,4 T0000056 14
CCMT 09T308 NN LT 10 9 3,97 0,8 TO000117 15
CCMT 09T308 WM LT 10 9 3,97 0,8 T0000057 16
CCMT 120404 NN LT 10 12 4,76 0,4 T0001456 17
CCMT 120408 NN LT 10 12 4,76 0,8 T0001457 18
CCMT 120412 NN LT 10 12 4,76 1,2 TO001776 19

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

CCMT 060204 NN [(osmmEmEm| [CEEEEEEEE] | [ [ |

CCMT 09T304 NN [CEmmEw | [CEEEEEEEE] | ] . ]

CCMT09T308 NN [fem | [Ci=sssmEmm| [‘CEssmmEm] | [ ]

CCMT 09T308 WM [feEEEEERE| [CEEEEEEEE] [ | [ ] [ |

CCMT 120404 NN [(EEEEEEEE| ([CEEEEEEEN]| [GEE . | |

CCMT 120408 NN | | [EEm | [CooEmmmmE] | | ]
[

CCMT 120412 NN EEEE EEEEEEN| [ 1]

. Not Recommended 2 Acceptable 3 Recommended Excellent

80° Diamond shape inserts, with positive chip breaker geometry. Very popular and useful for Boring even of
small diameters, Facing and external turning operations. Machining Recommendation Guide - Please see Pg. 8
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TECHNGOGLOGIES




CCMT 060204 NN Machining conditions Turning

Group

Material Group No

Material  Brinell d.o.c[mm] feed [nm/rev] Amax Vg [m/min] op(t:m?ilit(i:g;lsing

* 2
Examples®  hardness min | m min | max (L] min max d.o.c | feed

ax
2.0

0.36 350
Low Carbon [ fgg fgjg 180 | 010 20 | 008 o018 | 020 | 180 280 | 10 o018
Steel ' 210 2.0 0.16 | 0.9 250
42 CrMo 4 180 20 | 05 018 | 020 280
Alloy Steel 2 g}(ggz 280 | gqp 20 _ [0 ] oM 20 20 40 o1s
S 1060 20 | 15 | o 016 | 024 20 | 7
4140 320 15 014 | 019 180
220 20 016 | 0.24 190
280 15 014 | 0.24 150
X40 CrioV'5 1 0.10 0.08 70 10 012
o H13C 320 15 013 | 017 130
ig 40 NiCrMo 6
Alloy Steel 3 luza0 350 15 013 | 014 100
$2-10-1-8 | 400 13 011 [ o012 | 5 9 | 09 @ 010
HSS M42 480 | 010 12 | 005 009 | 0.10 40 80 07 008
550 10 008 | 008 | 30 70| 06 @007
4 |Xsomitg 9 | 210 20 | 008 016 |02 | 170 270 | 10 015
304 to 250
Austenitic | 5 |xecnimor722l 230 | g0 45 | 008 014 | 017 | 160 210 | 10 012
Stainless Steel 316 10270
g |Xeommorii7i22f L. 15 | 008 013|014 | 70 15 | 10 012
316 Ti Duplex / Nitronic
Ferritic 7 | X807 |ameaed| 010 20 | 008 016 [ 020 | 170 250 | 10 015
Stainless Steel 430
Martensitic | ¢ |xisor13  (Amedd) o0 50 | g00 ggs | g | 170 B0 g ggs
Stainless Steel 410 Treated 120 190
GG 20 0.38 250
Garey 66 25 M0 010 20 | 006 018 | 036 | 170 230 | 10 018
Cast Iron t0 230
GG 30 0.36 210
GGG 40 210 0.29 230
Nodular 666 50 260 | 010 20 | 006 o016 | 024 | 120 190 | 10 015
Cast Iron GGG 70 310 0.24 150
G-x260NiCr42 | 450 | 010 © 10 | 006 010 | 008 | 30 70 | 06 @ 007
Inconel 625 0.14 25 35
Inconel 718 | === 010 15 | 008 014 [ 014 | 28 40 | 10 012
Hastelloy C 0.17 40 65
TAGV4 | 010 15 | ogg 014|017 | 35 60| 10 o014
T40 013 [ 014 | 28 40 | 10 o012
Insert designation  Super Finishing Finishing Semi Finishing  Roughing Interrrupted Cut

CCMT 060204 NN

[fEEEEEEEE| [foEEEEEEE]| | ] ] ]

PR Y T O S T T S S R O S SR S
1 2 3 41 2 3 4JBEN1 2 3 4JHEN1 2 3 JNEN1 2 3 4

TECHNGOLOGIES

CCMT



Turning Machining conditions CCMT 097304 NN

Material Group GrouP

Material

Brinell

d.o.c [mm]

feed [mm/rev]

* 2.
No- Examples” - faroness T max —min | max ™™ “min | max

ax
3.0

A max

V¢ [m/min]

Optimal cutting

conditions

“doc | feed

350
Low Carbon (R f'g;g fgjg 180 | 020 25 | 011 020 | 048 | 180 280 | 20 o018
Steel ’ 210 25 018 | 048 250
42 CrMo 4 180 25 020 | 048 280
5t 50-2 0.11
Alloy Steel 2 |ckeo 280 | g9 25 020 | 0401 oy B0 o0 o5
e 1060 20 | T 20 | 018 | 040 20 | &7
4140 320 20 016 | 032 180
220 25 018 | 040 190
280 25 016 | 040 150
X40 CrioV'5 1 020 0.09 70 20 012
o H13C 320 20 014 | 028 130
ig 40 NiCrMo 6
Alloy Steel 3 4340 350 20 014 | 0.24 100
$2-10-1-8 | 400 18 012 | 020 | 50 90 | 17 011
HSS M42 480 | 020 15 | 005 0.0 | 017 40 80 14 009
550 14 008 | 013 | 30 70| 12 o007
XscrNi18 9 | 210
e 0250 25 | 010 018 | 032 | 170 270 | 20 @ 015
Rustenitic | 5 |xacnmot722] 230 | o0 20 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
6 |eomimoriiziez| . 20 | 009 014|020 | 70 150 | 20 o012
316 Ti Duplex / Nitronic
Ferritic 7 | X807 |ameaed| 020 20 | 011 018 [ 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic | o |xisor13  (Amedd) (o0 o0 | o ggg | oo | 10 B0 L0 g
Stainless Steel 410 Treated 120 190
GG 20 0.64 250
arey) 6625 M0 020 30 | 008 020 |00 | 170 20 | 20 o018
Cast Iron t0 230 ’ ’ ’ ’ : ’ ’
GG 30 0.60 210
GGG 40 210 0.48 230
Nodular 66 50 20 | 020 25 | 008 018 | 040 | 120 190 | 20 @ 015
Cast Iron GGG 70 310 0.40 150
G-X260NiCr42 | 450 | 020 15 | 005 o010 | 017 | 30 70 | 14 009
Inconel 625 0.24 25 35
Inconel 718 | - 020 20 | 010 o016 | 024 | 28 40 | 20 @ 012
Hastelloy C 0.28 40 65
TAGV4 | 020 20 | oge 016|028 | 3 60 | 20 o014
40 014 | 024 | 28 40 | 20 o012
Insert designation  Super Finishing Finishing Semi Finishing  Roughing Interrrupted Cut

CCMT 097304 NN
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CCMT 09T308 NN Machining conditions Turning

Material Group GrouP

Material

Brinell

d.o.c [mm]

feed [mm/rev]

* 2.
No' Examples™ - fardness T max —min | max ™™ “min | max

ax
5.0

A max

V¢ [m/min]

Optimal cutting

conditions

o | feod

350
Low Carbon (IR fgg fgjg 180 | 050 50 | 021 045 | 18| 180 300 | 30 035
Steel ' 210 40 040 | 15 250
42 CrMo 4 180 50 | gp 040 | 12 280
Alloy Steel 2 g}(ggz 280 | g M0 ' 040 | T2 0 oy B0 50 030
e 1060 20 | 0 40| 0% | 12 20 | U7
4140 320 35 ' 035 | 10 180
220 40 040 | 12 190
X40 CrMov 51| 280 40 040 | 12 150
050 0.18 70 25 028
™ H13C 320 30 035 | 08 130
ig 40 NiCrMo 6
Alloy Steel 3 a0 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 40 80 17 020
550 17 020 | 03| 3 70| 10 o018
4 |scmitg g | 210 50 | 020 040 | 10| 170 270 | 30 035
304 t0 250
Austenitic 5 [ecmmorrzel 20 1 o5 40 | 018 035 | 08| 160 210 | 30 032
Stainless Steel 316 10270
g |eCMiMaTi7122| 40 | 018 035 | 06| 70 150 | 25 028
316 Ti Duplex / Nitronic
Ferritic 7 | X807 |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
Martensitic | o |xisor13  [Amedd) o000 | g0 g5 | gg | 10 B0 0 g
Stainless Steel 410 Treated 120 190
6G 20 2.0 250
Garey 6625 M0 1 o0 50 | 015 060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 18 210
GGG 40 210 15 230
Nodular GGG 50 260 | 050 50 | 015 050 [ 13| 120 1% | 30 = 030
Cast Iron GGG 70 310 1.2 150
G-x260Nicra2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 1.0 018
Inconel 625 0.7 25 35
Inconel 718 | ===~ 050 30 | 020 035 | 07| 28 40 | 20 @ o028
Hastelloy C 0.8 40 65
TABVA | 050 30 | osg 0¥ | 08| B 60| 20 030
140 030 | 06| 28 40 | 20 028
Insert designation  Super Finishing Finishing Semi Finishing  Roughing Interrrupted Cut
CCMT 09T308 NN [mmm | [FEEEEEEEE] [FEEEEEEEE] [ ] [ |

PR Y T O S T T S S R S ST SR S
1 2 3 41 2 3 4JBEN1 2 3 4JNEN1 2 3 JNEN1 2 3 4

TECHNGOLOGIES

CCMT



Turning Machining conditions CCMT 097308 WM

Group Material  Brinell  d.o.c[mm]  feed [nm/rev] Amax  V¢[m/min] 0"&"‘]3'“?(‘)’;2“9

* 2
No ' Examples*  harness min | m min | max ] min max d.o.c | feed

ax
5.0 . 350

Material Group

Low Carbon IR f'g;g fgjg 180 | 050 50 | 021 045 | 18| 180 300 | 30 035
Steel ’ 210 40 040 | 15 250
42CMo 4 180 50 040 | 12 280
5t 50-2 021
Alioy Steel  IZARITEN 280 | gy 40 040 T2 0 oy B0 50 030
e 1060 20 | 40 | 08| 12 20 | 5T
4140 320 35 | 7 035 | 10 180
220 40 040 | 12 190
X40 CrMov 51| 280 40 040 | 12 150
0.50 0.18 70 25 | 028
- H13C 320 3.0 035 | 08 130
ig 40 NiCrMo 6
aloysteel TR 350 3.0 035 | 08 100
$2-10-1-8 | 400 25 03 | 06| 50 9 | 20 02
HSS M42 480 | 050 20 | 011 025 | 04 40 80 17 020
550 17 020 | 03| 30 70| 10 o018
4 |Xsomitg 9 | 210 50 | 020 o040 | 10| 170 270 | 30 035
304 to 250
Austenitic 5 [ecmmorrzel 20 1 o5 40 | 018 035 | 08| 160 210 | 30 032
Stainless Steel 316 10270
P DSRCLCHRTALE] p— 40 | 018 035 | 06| 70 150 | 25 o028
316 Ti Duplex / Nitronic
Ferritic 7 | %07 |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g | xiscri3  (Amealedl 50 0 1 000 035 | 09 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Garey 6625 M0 100 5o | 015 060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 18 210
GGG 40 210 15 230
Nodular 666 50 260 | 050 50 | 015 050 | 13| 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-x26onicra2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 0718
Inconel 625 0.7 25 35
Inconel 718 | - 050 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAeVA | 050 30 | g 0| 08| 3 60| 20 030
40 03 | o6 | 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing Roughing Interrrupted Cut

CCMT 097304 WM  [[CEE=EmESm| [(fEEEs=EE| | [ | |

TECHNOLOGIES




CCMT 120404 NN Machining conditions Turning

Material Group GrouP

Material

Brinell

d.o.c [mm]

ax
3.0

feed [mm/rev]

* 2.
No' Examples™  faroness T max —min | max ™™ “min | max

Amax  Vg[m/min]

Optimal cutting

conditions

o | feod

0.60 350
Low Carbon (IR fgg fgjg 180 | 020 25 | 011 020 | 048 | 180 280 | 20 o018
Steel ' 210 25 018 | 048 250
20Moa | 180 25 020 | 0.48 280
5t 50-2 0.11
Alloy Steel  EEAL 280 | g9 25 020 | 040 1 oy B0 50 o5
e 1060 20 | T 20 | 018 | 040 20 | &7
4140 320 20 | 016 | 032 180
220 25 0.18 | 0.0 190
280 25 0.16 | 0.40 150
X40 CrMoV 5 1 020 0.09 70 20 012
- H13C 320 20 014 | 028 130
ig 40 NiCMo 6
aioysteel RPN 350 20 0.14 | 0.24 100
$2-10-1- | 400 18 012 | 020 | 50 90 | 17 o1
HSS M42 480 | 020 15 | 005 010 | 017 40 80 14 009
550 14 008 [ 013 | 30 70| 12 o007
4 |Xsomitg 9 | 210 25 | 010 o018 | 032 | 170 270 | 20 015
304 0 250
Rustenitic | 5 |xecrmot722] 230 | o0 20 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
6 [eommoniziz) 20 | 000 014|020 | 70 150 | 20 012
316 Ti Duplex / Nitronic
Ferritic 7 | X807 |ameded| 020 20 | 011 018 [ 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic | o |xisor13  (Ameddl (o0 o0 | o ggg | oo | 10 B0 L0 g
Stainless Steel 410 Treated 120 190
66 20 0.64 250
farey 66 25 M0 1020 30 | 008 020 | 060 | 170 230 | 20 018
Cast Iron t0 230
GG 30 0.60 210
GGG 40 210 0.48 230
Nodular 666 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
G-xasonicra2 | 450 | 020 15 | 005 o010 | 017 | 30 70 | 14 009
Inconel 625 0.24 25 35
Inconel 718 | - 020 20 | 010 016 | 024 | 28 40 | 20 012
Hastelloy C 0.28 40 65
TAGVA | 020 20 | oge 016|028 ] 3 60| 20 o014
T40 014 | 024 | 28 40 | 20 012

Insert designation

CCMT 120404 NN

Super Finishing  Finishing
CL L]

Semi Finishing  Roughing

Interrrupted Cut

[(Emm

PR Y T O S T T S S R O S SR S
1 2 3 41 2 3 4JBEN1 2 3 4JHEN1 2 3 JNEN1 2 3 4

TECHNGOLOGIES

CCMT



Turning Machining conditions CCMT 120408 NN

Material Group GrouP

Material

Brinell

d.o.c [mm]

feed [mm/rev]

A max

V¢ [m/min]

* 2.
No- Examples™  fardness T max ~min | max ™™ “min | max

ax
5.0

Optimal cutting
conditions

“doc | feed

350
Low Carbon (R f'g;g fgjg 180 | 050 50 | 021 045 | 18| 180 300 | 30 035
Steel ’ 210 40 040 | 15 250
42 CrMo 4 180 50 040 | 12 280
5t 50-2 021
Alloy Steel 2 |ckeo 280 | gy 40 040 T2 0 oy B0 50 030
e 1060 20 | 40 | 08| 12 20 | 5T
4140 320 35 ' 035 | 10 180
220 40 040 | 12 190
X40 CrMov 51| 280 40 040 | 12 150
0.50 0.18 70 25 028
o H13C 320 30 035 | 08 130
ig 40 NicrMo 6
Alloy Steel 3 a0 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 40 80 17 020
550 1.7 020 | 03| 3 70| 10 o018
XscrNi18 9 | 210
4 o 0250 50 | 020 040 | 10| 170 270 | 30 @ 035
Austenitic 5 [ecmmorrzel 20 1 o5 40 | 018 035 | 08| 160 210 | 30 032
Stainless Steel 316 10270
LI ESACURE A — 40 | 018 035 | 06| 70 150 | 25 028
316 Ti Duplex / Nitronic
Ferritic 7 | %07 |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
Martensitic | o |xisor13  (Amedd) o000 | g0 gas | gg | 10 B0 0 g
Stainless Steel 410 Treated 120 190
6G 20 2.0 250
Garey 6625 M0 100 5o | 015 060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 18 210
GGG 40 210 15 230
Nodular GGG 50 20 | 050 50 | 015 050 [ 1.3 120 1% | 30 030
Cast Iron GGG 70 310 1.2 150
G-x260Nicra2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 1.0 @ 018
Inconel 625 0.7 25 35
Inconel 718 | ===~ 050 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TABVA | 050 30 | osg 0¥ | 08| B 60| 20 030
T40 030 | 06| 28 40 | 20 028
Insert designation  Super Finishing Finishing Semi Finishing  Roughing Interrrupted Cut
CCMT 120408 NN [ | [FEm | [ConEEmmmw] | ] |

TECHNOLOGIES




CCMT 120412 NN Machining conditions Turning

Material Group GrouP

Material

Brinell

d.o.c [mm]

feed [mm/rev]

A max

V¢ [m/min]

* 2.
No' Examples™  faroness T max —min | max ™™ “min | max

ax
5.0

Optimal cutting

conditions

“doc | feed |

350
Low Carbon IR fgg fgjg 180 | 050 50 | 021 045 | 18| 180 300 | 30 035
Steel ' 210 40 040 | 15 250
42 CrMo 4 180 50 040 | 12 280
5t 50-2 0.21
Alloy Steel 2 |ckeo 280 | g M0 040 | T2 0 oy B0 50 00
e 1060 20 | 40 | 08| 12 20 | 77
4140 320 35 03| 10 180
220 40 040 | 12 190
X40 CrMov 51| 280 40 040 | 12 150
0.50 0.18 70 25 | 028
o H13C 320 3.0 035 | 08 130
ig 40 NiCrMo 6
Aloy Steel 3 4340 350 3.0 035 | 08 100
$2-10-1-8 | 400 25 03 | 06| 5 9 | 20 02
HSS M42 480 | 050 20 | 011 025 | 04 40 80 17 020
550 17 020 | 03| 30 70| 10 o018
4 |Xsomitg 9 | 210 50 | 020 040 | 10| 170 270 | 30 035
304 to 250
Austenitic 5 [ecmmorrzel 20 1 050 40 | 018 035 | 08| 160 210 | 30 032
Stainless Steel 316 10270
g [|eomimotiiziez) 40 | 018 035 | 06| 70 150 | 25 028
316 Ti Duplex / Nitronic
Ferritic 7 | X807 |ameded| 050 40 | 022 035 | 09| 170 250 | 30 032
Stainless Steel 430
Martensitic | o |xisor13  (Amedd) o000 | g0 gas | ogg | 10 B0 0 g
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey) 6625 M0 | 050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 18 210
GGG 40 210 15 230
Nodular 666 50 20 | 050 50 | 015 050 | 13| 120 190 | 30 | 030
Cast Iron GGG 70 310 1.2 150
G-x260Nicr42 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | - 050 30 | 020 035 | 07| 28 40 | 20 @ 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | oqg OB | 08| B 60| 20 030
40 030 | o6 | 28 40 | 20 028
Insert designation  Super Finishing Finishing Semi Finishing  Roughing Interrrupted Cut
CCMT 120412 NN EEEE [FeEEEEEEE]| [(CEEmEm | | |

PR Y T O S T T S S R O S SR S
1 2 3 4NN 2 3 ANENN1 2 3 JNENN1 2 3 AN 2 3 4

TECHNGOLOGIES

CCMT



