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Turning Insert Identification System

Insert

JIRAZAR B TR RCHR FLBRCHR
Insert Shape Relief Angle Tolerance Insert Hole
J1 R FZAR Insert Shape B[S A Relief Angle
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Symbol| Insert Shape Angle Relief Angle Relief Angle
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"""""""""""""""""""" = R 5 EC5% Tolerance ic ic c gt
N @ B 7 5 ________ | REEAEICT | JREEAE'S" . EEAE'S
M ‘@ 86° Symbol nsmbed Circle Tolerance : Corer Height Tolerance : Thlkness Tolerance
_____________________________________________________________ n mm n mm n mm
vV <> 35° C  *0.010 | #0.025 | £0.0005 | *0.013 | *0.001 | £0.025
H @ Exmr 120° H 10.005 10.013 10.0005 10.013 +0.001 | £0.025
@ EN&ER 135° E 10.010 +0.025 +0.0010 10.025 10.001 | *0.025
0 G 10.010 10.025 10.0010 10.025 +0.005 | *0.13
P @ EafR; 108° M 10.005 i£0.05-%0.15; £0.005 i£0.08-%0.02; £0.005 ;| *0.13
W Bk  80° U 10.005 i*0.08-~*0.25! *0.005 i*0.13~*0.38; £0.005 | *0.13
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Size Insert Thickness Corner Radius Feed Direction Cutting Edge Condition
& Chip Control

8] ]

R~t Size YIJJERAMAEEEIE Cutting Edge Length, Diameter Of 1C

REIETIRE —
Metric Cutting Edge Length gﬁﬁiﬁjg{ﬁnﬁgg

S mm ® A @ <D> <\> @ Edge Length
5/32 3.97 03 03 06 — 04 — — 1.2 (5)
3/16 4.76 04 04 08 04 05 08 — 1.5 (6)
7/23 5.56 05 05 09 05 06 09 03 1.8 (7)
0.236 6.00 06 — — — — — — —
1/4 6.35 06 06 11 06 07 11 04 2
5/16 7.94 07 07 13 08 09 13 05 2.5
0.315 8.00 08 - - - - - - —
3/8 9.525 09 09 16 09 11 16 06 3
0.394 i 10.00 10 - - - - - - —
1/16 11.11 11 11 19 11 13 19 07 3.5
0.472 ; 12.00 12 — - - - - - —
1/2 12.70 12 12 22 12 15 22 08 4
9/16 14.29 14 14 24 14 17 24 09 4.5
5/8 15.875 15 15 27 16 19 27 10 5
0.630 i 16.00 16 — - - - - - —
11/16 i 17.46 17 17 30 17 21 30 11 5.5
3/4 19.05 19 19 33 19 23 33 13 6
0.787 i 20.00 20 — - - - - - —
7/8 22.22 22 22 38 22 27 38 15 7
0.984 i 25.00 25 — - - - - - —
1 25.40 25 25 44 25 31 44 17 8
1-1/4 i 31.75 31 31 54 32 38 54 21 10
1.260 i 32.00 32 — - - - - - —
Id /] R EE Insert Thickness JJR¥4R Corner Radius B ) /7518 Feed Direction
i E | R0 5% V|
Symbol in Symbol mm
0.5 (1) 1/32 — 0.79 0 .004 01 0.1 A
10 116 01 1.59 0.5 .008 02 0.2 Right .
1.2 5/64 T1 1.98 1 1/64 04 0.4
1.5 (3) 3/32 02 2.38 2 1/32 08 0.8 i i z ? ?
2 1/8 03 3.18 3 3/64 12 1.2 L Vs
2.5 5/32 T3 3.97 1 116 16 16 Left < .,
3 3/16 04 4.76 5 5/64 20 20
3;15 71//342 gz 222 6 3/32 24 2.4
5 5/16 07 7.94 ; 71/ o1 28 28 .18
6 3/8 09 9.52 18 32 3.2 HEAR T R BB 1
?:27]_)#9&%“_ — 00 . -
7 7/16 11 11.11 round insert (in) Cutting Edge Condition
8 1/2 12 12.70 L%gjiﬁs/é}rt%ymm) - MO & Chip Control

X BEIR: () FEASNRTIH % Inch size:( )Symbol for small size insert
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Recommend Material Grades For Turning

JIS{ER% 48 JIS Classification

fEsMaESK Carbide With Altin Coating £ BFEE Cermet
TIYsREE | SEE EEATHI EiHI| SEE B Sl
Cutting | High Precision Light Cutting Roughing Cutting | High Precision Light Cutting Roughing Cutting
Status
01 10 20 30 40 01 10 20 30 40
ECP100 - ECP2025 BQJ606
BEF606 i
ECP3015 - BEF607 St '
ECP200 - ECP300 BQW706
ECP3025 - BEF707 :
BEF706 - ECP2020
EC400 E1200
ECP3035 - ECP510 E1500
ECMO050 - BEJ657
ECM100 - ECM2010
BEJ757 - ECM2520
i ECM200 - BEJ750
Stainless BE4875 ~ BEJ758
Steel
ECM2525 - ECM2530)
BEP706 - BEJ759
ECK1005 ;
ECK100 : BQJ606
' ECK1015 - BEG607 : : 5
K - BEGBO7F ; i BQJG0GF
b 'ECK1025 « ECK2020 E1200
Cast Iron ECK200 ; i
‘ i i E1500
ECK300 : '
ECHO1
ECHO02 - BG656
FETE
Non- BEJ757
Ferrous
Metal PCD100
H
High
Hardness
Steel

A04 | INSERTJ) k —EHIMKE
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Grade Comparison Chart

X FA3& Application : B8l Turning

MLt | g Se o ARET Eusomy s | R &
i S B Y = 2207 n =
Mﬁ%ﬂ?m Grade E@[h]@ﬂ[m Sumitomo | Mitsubishi | Tungaloy Kyocera
P05 | ECP100 - ECP2005 - BEF606 AC8015P | UE6105 T9105 CA5505
P10 |ECP3015 - BEF607 AC8015P | UE6110 T9115 CA5515
AC8025P
P20 | ECP3025 - ECP200 - ECP2020 - BEF706 AC820P UE6020 T9125 CA5525
ACB8035P
P30 | ECP300 - BEF707 - EC400 AG830P UE6035 T9135 CA5535
P40 | ECP510 - ECP3035 ACB8035P | UEB035 T9135 PR660
T9115 PR1305
ECMO050 - BEJ657 - ECM201 AC6020M 702
M 10| ECMm050 J657 - ECM2010 C6020 US7020 AHO05 PRPOS
PR1310
ECM100 - ECM120 - BEJ757 - ECM2020 - 3
M?20 o AC6020M | VP15F A725 CAB525
PR9915
et
Stainless M30 BEJ750 - ECM200 - ECM2530 - ECM2525 - ACE030M Us73 A7 PR930
Steel BE4875 - BEJ758 g 2 PR1125
PR660
MA40| Bep706 - EM2625 AC6040M SH730 PR1125
T5105 CA4505
KO5 | ECK1005 AC4010K | MC5005 5115 CAL010
K AC4010K Ll
ECK1015 - ECK150 - ECK100 - BEG607 MC5015 T5115 CA4015
2 (K10 AC4015K e
Cast Iron
AC420K T5125 CA4515
K20 | ECK1025 - ECK300 - ECK200 - ECK2020 MC5025 CA4020
AC425K T9125 CA4115
BEJ757 - ECHO1 - ECH205 - BG656 H1 H1
EEHEE
Non-Ferrous
Metal
H
= EEm CBN100
High Hardness
Steel
T1500A
BQJ606 - BQJ606F - BQJ706 - E1500 - E1200 195007 NX2525 NS9530 TN60
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Selection Of Chip Breaker
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i 45 () Feed Rate i 48 E(f) Feed Rate
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Selection Of Chip Breaker
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Recommended Cutting Condition

mIT 4 LS () IEIZERE m/min(v) T (mm)
Work Material Feed Cutting Speed Depth Of Cut
ECP2005 - ECP100 - BEF606
ECP3015 - BEF607
0.1~0.4 180~220 1.0m~3.0m
ECP3025 - ECP300 - BEF707
ECP510
ECMO050 - BEJ657 - ECM2010 100~120
ECM100 - ECM120 - ECM2010 - BECM2520
EJ757 - BEJ759 110~130
s 0.1~0.4 1.0m~3.0m
: ECM200 - ECM2525 - ECM2530 - BE4875 -
Stainless 140~160
Steel | BEY750 - BEJ758
BEP706 - EM2620 - EM2625 140~160
K ECK100 - ECK1005 - ECK1015 - ECK1025
e ECK200 - ECK2020 - ECK300 - BEG607 - 0.1~0.4 120~160 1.0m~4.0m
o BEG607F
Cast Iron
BEJ757 - ECHO1 - ECHO2 - BG656 0.1~0.4
=R 200~350 1.0m~3.0m
Non-
Ferrous | PCD100 0.02~0.2
Metal
H
%Hﬁrghﬂﬂ CBN100 0.03~0.2 50~120 0.03~0.5
ig
Hardness
Steel
S
BQJ606 - BQJ606F - BQW706 - E1200 -
0.05~0.3 180~250 0.05~1.0

E1500

@ (V=m/min > F=/7J])

(TBR{E — B {E — EFRIE)

(Min. —Optimum—Max.)

@ T B m#E®E (N)=[1000 x tHIEE (V)]-[3. 14 x TEEE(D)]

@iEitRa (F) =[BTk (f) x TEJH (D) x TREEERE (N)]
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