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INDUSTRIAL TOOLS

Metal Cutting

SANICOM Grade System

Example HC P 25 1 0..
     1       2       3     4     5

1- Cutting material: H = Tungsten Carbide HC - Carbide coated CVD

HP - Carbide coated PVD

HW - Carbide uncoated 

HF - Carbide fine graduation uncoated

HT - Cermet uncoated

C = Ceramics CW - Ceramics uncoated

CC - Ceramics coated CVD

2- ISO 513 Classification: P - Grade: General for working operation in STEEL

M - Grade: General working operation in STAINLESS STEEL

K - Grade: General working operation in CAST IRON

N - Grade: General working operation in NON FERROUS STEEL

S - Grade: General working operation in HIGH TEMP: ALLOYS

H - Grade: General working opreation in HARD MATERIAL

0 to 50 thoughness increasing

3- ISO 513 Application range: 05 - 10 - 15 - 20 - 25 - 30 - 35 - 40 - 45 - 50

                                         50 to 0 hardness increasing

4- Working operation Turning 1

Milling 2

Grooving 3

Drilling 4

Threading 5

5- SANICOM intern cotation 0  -  1  -  11  -  12  …..



Vc

Finishing Roughing

Vc increasing ◄     ► Vc decreasing

Vf small Vf large
ap small ap large
Wear resistance increasing Wear resistance decreasing
Toughness decreasing Toughness increasing

2 3 4 5 6 7 8 9 10

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

F Finishing ● Ideal

M Medium machining ○ Stil recommended

  ¤ R Roughing ▬ Not recommended

  ◊

● ●

○ ○ ● ● ○ ● ●HCP 351

HCP 301 ○ ● ● ○ ○

○ ● ●

Fair; lichty interrupted cutting

Difficult; heavy interrupted cutting

HCK 101
HCP 101

HCP 151
HCP 251

HCP 301
HCP 351

HCP 401

○

Excellent; continious cutting with 
continious thicknes of chips

Good; continious cutting with different 
thickness of chips

HCP 401

Cutting conditions Machining conditions Recommendation

○HCP 251

● ● ○ ●

○ ○ ●

HCP 101

○ ●

HCP 151 ● ●

○HCK 101

● ● ● ●

○ ○ ○

HTP 101

● ●

● ○● ○
 ◊ F M RHM - GRADE   ¤

SCALE  0-10=RANGE OF APPLICATION APPLICATION
TN Toughness / WR Wear resistance Cutting condition Machining condition

60 - 150100 - 230 80 - 190m/min 120 - 270

Cermet HTP 101

CVD

40 45 5020 25 30 35

TURNING GRADE OVERVIEW IN 
STEEL OPERATION
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CHIPBREAKERS

ap [mm]
FF WIP MM1 MM RM RR 6

apmin=rε ×… 0,75 0,75 1,20 1,25 2,00 3,10 [mm]

apmax=l ×… 0,20 0,27 0,30 0,33 0,40 0,50 [mm] 5

fmin=rε ×… 0,15 0,18 0,28 0,28 0,40 0,38 [mm]

fmax=rε ×… 0,30 0,45 0,50 0,52 0,65 0,75 [mm] 4

Amax=apmax × fmax 0,70 0,70 0,70 0,70 0,75 0,80 [mm2]

3
Ex: CNMG 120408-MM for CK60 / Kr = 95°

apmin = 0.80 × 1.25 = 1,00 [mm] » 1.00/25.4 = 0,04 [inch] 2

apmax = 12 × 0.33 = 3,96 [mm] » 3.96/25.4 = 0,16 [inch]

fmin = 0.80 × 0.28 = 0,22 [mm] » 0.22/25.4 = 0,01 [inch] 1

fmax= 0.80 × 0.52 = 0,44 [mm] » 0.44/25.4 = 0,02 [inch]

Amax=3.96×0.44×0.75 = 1,32 [mm2] » 1.32/25.42
= 0,002 [inch2] f [mm/rev]

0 0,1 0,2 0,3 0,4 0,5

CHIPBREAKERS

ap [mm]
FM FS WIP MM RM 6

apmin=rε ×… 0,70 1,25 1,25 1,25 1,25 [mm]

apmax=l ×… 0,12 0,25 0,30 0,33 0,33 [mm] 5

fmin=rε ×… 0,08 0,16 0,20 0,25 0,28 [mm]

fmax=rε ×… 0,28 0,35 0,38 0,45 0,52 [mm] 4

Amax=apmax × fmax 0,65 1,00 0,75 0,75 0,75 [mm2]

3
Ex: CNMG 120408-RM for CK60 / Kr = 95°

apmin = 0.80 × 1.25 = 1,00 [mm] » 1.00/25.4 = 0,04 [inch] 2

apmax = 12 × 0.33 = 3,96 [mm] » 3.96/25.4 = 0,16 [inch]

fmin = 0.80 × 0.28 = 0,22 [mm] » 0.22/25.4 = 0,01 [inch] 1

fmax= 0.80 × 0.52 = 0,44 [mm] » 0.44/25.4 = 0,02 [inch]

Amax=4.00×0.42×0.75 = 1,26 [mm2] » 1.26/25.42
= 0,020 [inch2] f [mm/rev]

0 0,1 0,2 0,3 0,4 0,5

Vc: Cutting speed [mm/min] or [inch/min]

d1: Diameter [mm] or [inch] [mm/min] if Dc in [mm]
f: Feed [mm] or [inch]
n: Revolutions/min [rev./min.]

Vf: Feed rate [mm/min] or [inch/min] [rev./min.]
ap: depth of cut [mm] or [inch]

1inch = 25.4mm 1m/min = 3.28sfm Vf  = f.N [mm/min] if f in [mm]
1 mm = 0.04inch 1 sfm = 0.305m/min

HEAVY ROUGHINGFINE FINISHING FINISHING / SEMIFINISHING SEMIFINISHING MEDIUM

TURNING CHIPBREAKERS OVERVIEW IN STEEL 
OPERATION

OPERATION

NEGATIVE INSERTS

SEMIFINISHING

ROUGHING
WIP MM1

IMPORTANT:

MM

WIP MMFM FS

OPERATION

RM
MEDIUM ROUGHING

The information you will find is based on our actual knowledge and experience. Seen the influence of some parameters by using our products, the user is not dispensed from making
previous tests or verifications. No legal responsability may be associated with the characteristics or recommandations of a product for a case of application. The user has, under his
own responsability, to respect all valid rights, laws and guidelines by using our products.
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Vc
Finishing Roughing

Vc increasing ◄     ► Vc decreasing

Vf small Vf large
ap small ap large
Wear resistance increasing Wear resistance decreasing
Toughness decreasing Toughness increasing

2 3 4 5 6 7 8 9 10

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

F Finishing ● Ideal

M Medium machining ○ Stil recommended

  ¤ R Roughing ▬ Not recommended

  ◊

TURNING GRADE OVERVIEW IN 
STAINLESS STEEL OPERATION

ISO 513
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Excellent; continious cutting with 
continious thicknes of chips

Good; continious cutting with different 
thickness of chips

Fair; lichty interrupted cutting

Difficult; heavy interrupted cutting

Cutting conditions Machining conditions Recommendation

○ ○ ●

○ ○ ● ● ○ ○ ●

○ ○ ● ●

● ○ ○ ● ○

● ●

m/min 100 - 220 80 - 180 60 - 140

APPLICATION
Machining condition

●

 ¤

PVD

○

HM - GRADE 

CVD

 ◊

HTP 101

HPM 151

HPM 201

HCM 301
HCM 351

HPM 151

Cermet

HPM 201

SCALE  0-10=RANGE OF
TN Toughness / WR Wear resistance
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CHIPBREAKERS

ap [mm]
FM1 MM1 MM1 RM1 6

apmin=rε ×… 1,00 1,20 1,90 2,00 [mm]
apmax=l ×… 0,24 0,35 0,31 0,31 [mm] 5
fmin=rε ×… 0,15 0,28 0,38 0,31 [mm]
fmax=rε ×… 0,30 0,50 0,58 0,58 [mm] 4

Amax=apmax × fmax 0,80 0,75 0,65 0,65 [mm2]
3

Ex: CNMG 120408-MM1 for 304 / Kr = 95°

apmin = 0.80 × 1.2 = 0,96 [mm] » 0.96/25.4 = 0,04 [inch] 2

apmax = 12 × 0.35 = 4,20 [mm] » 4.20/25.4 = 0,17 [inch]

fmin = 0.80 × 0.28 = 0,20 [mm] » 0.20/25.4 = 0,01 [inch] 1

fmax= 0.80 × 0.50 = 0,44 [mm] » 0.44/25.4 = 0,02 [inch]

Amax=4.20×0.44×0.75 = 1,39 [mm2] » 1.39/25.42
= 0,002 [inch2] f [mm/rev]

0 0,1 0,2 0,3 0,4 0,5

CHIPBREAKERS

ap [mm]
EFF MFM FS RM 6

apmin=rε ×… 0,50 0,50 1,25 1,25 [mm]
apmax=l ×… 0,15 0,25 0,25 0,33 [mm] 5
fmin=rε ×… 0,10 0,10 0,16 0,28 [mm]
fmax=rε ×… 0,20 0,28 0,35 0,52 [mm] 4

Amax=apmax × fmax 0,50 0,50 1,00 0,75 [mm2]
3

Ex: CNMG 120408-RM for 304 / Kr = 95°

apmin = 0.80 × 1.25 = 1,00 [mm] » 1.00/25.4 = 0,04 [inch] 2

apmax = 12 × 0.33 = 4,00 [mm] » 4.00/25.4 = 0,16 [inch]

fmin = 0.80 × 0.25 = 0,20 [mm] » 0.20/25.4 = 0,01 [inch] 1

fmax= 0.80 × 0.52 = 0,42 [mm] » 0.42/25.4 = 0,02 [inch]

Amax=4.00×0.42×0.75 = 1,26 [mm2] » 1.26/25.42
= 0,020 [inch2] f [mm/rev]

0 0,1 0,2 0,3 0,4 0,5

Vc: Cutting speed [mm/mor [inch/min]
d1: Diameter [mm] or [inch] [mm/min] if Dc in [mm]
f: Feed [mm] or [inch]
n: Revolutions/min [rev./min.]
Vf: Feed rate [mm/mor [inch/min] [rev./min.]
ap: depth of cut [mm] or [inch]

1inch = 25.4mm 1m/min3.28sfm Vf  = f.N [mm/min] if f in [mm]
1 mm = 0.04inch 1 sfm =0.305m/min

MM1 RM1

OPERATION
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POSITIVE INSERTS

FINE FINISHING FINISHING / SEMIFINISHING MEDIUM ROUGHING

FINISHING / SEMIFINISHING MEDIUM ROUGHING

IMPORTANT:

The information you will find is based on our actual knowledge and experience. Seen the influence of some parameters by using our products, the user is not dispensed from
making previous tests or verifications. No legal responsability may be associated with the characteristics or recommandations of a product for a case of application. The user has,
under his own responsability, to respect all valid rights, laws and guidelines by using our products.

TURNING CHIPBREAKERS OVERVIEW IN 
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Vc
Finishing Roughing

Vc increasing ◄     ► Vc decreasing

Vf small Vf large
ap small ap large
Wear resistance increasing Wear resistance decreasing
Toughness decreasing Toughness increasing

2 3 4 5 6 7 8 9 10

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

F Finishing ● Ideal

M Medium machining ○ Stil recommended

  ¤ R Roughing ▬ Not recommended

  ◊
Fair; lichty interrupted cutting

Difficult; heavy interrupted cutting

HFK 201

HCK 101
HCP 101

HCP 251

SCALE  0-10=RANGE OF APPLICATION

Excellent; continious cutting with 
continious thicknes of chips

Good; continious cutting with different 
thickness of chips

○HCP 251

Cutting conditions Machining conditions Recommendation

○ ○ ○ ●

HCP 101

○ ●

○HCK 101

● ● ● ●

HFK 201

● ● ● ●

HWK 101 ● ○
 ◊ F M

● ○
RHM - GRADE   ¤

APPLICATION
TN Toughness / WR Wear resistance Cutting condition Machining condition

60 - 150

CVD

m/min 100 - 270

Uncoated HWK 101

40 45 5020 25 30 35

TURNING GRADE OVERVIEW IN CAST 
IRON OPERATION
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CHIPBREAKERS

ap [mm]
MM RM ..MA 6

apmin=rε ×… 1,20 2,00 2,50 [mm]
apmax=l ×… 0,30 0,35 0,42 [mm] 5
fmin=rε ×… 0,28 0,32 0,37 [mm]
fmax=rε ×… 0,50 0,50 0,62 [mm] 4

Amax=apmax × fmax 0,70 0,75 0,75 [mm2]
3

Ex: CNMG 120408-RM for GG25 / Kr = 95°

apmin = 0.80 × 2.00 = 1,60 [mm] » 1.6/25.4 = 0,06 [inch] 2

apmax = 12 × 0.35 = 4,20 [mm] » 4.2/25.4 = 0,19 [inch]

fmin = 0.80 × 0.32 = 0,25 [mm] » 0.25/25.4 = 0,01 [inch] 1

fmax= 0.80 × 0.50 = 0,40 [mm] » 0.4/25.4 = 0,02 [inch]

Amax=4.80×0.52×0.75 = 1,74 [mm2] » 1.74/25.42
= 0,003 [inch2] f [mm/rev]

0 0,1 0,2 0,3 0,4 0,5

CHIPBREAKERS

ap [mm]
..GW RM ..MW 6

apmin=rε ×… 2,50 1,25 2,50 [mm]
apmax=l ×… 0,42 0,33 0,42 [mm] 5
fmin=rε ×… 0,37 0,28 0,37 [mm]
fmax=rε ×… 0,62 0,52 0,62 [mm] 4

Amax=apmax × fmax 0,75 0,75 0,75 [mm2]
3

Ex: CNMG 120408-RM for GG25 / Kr = 95°

apmin = 0.80 × 1.25 = 1,00 [mm] » 1.00/25.4 = 0,04 [inch] 2

apmax = 12 × 0.33 = 4,00 [mm] » 4.00/25.4 = 0,16 [inch]

fmin = 0.80 × 0.28 = 0,23 [mm] » 0.23/25.4 = 0,01 [inch] 1

fmax= 0.80 × 0.45 = 0,36 [mm] » 0.36/25.4 = 0,01 [inch]

Amax=4.00×0.42×0.75 = 1,26 [mm2] » 1.26/25.42
= 0,020 [inch2] f [mm/rev]

0 0,1 0,2 0,3 0,4 0,5

Vc: Cutting speed [mm/m or [inch/min]
d1: Diameter [mm] or [inch] [mm/min] if Dc in [mm]
f: Feed [mm] or [inch]
n: Revolutions/min [rev./min.]
Vf: Feed rate [mm/m or [inch/min] [rev./min.]
ap: depth of cut [mm] or [inch]

1inch = 25.4mm 1m/min3.28sfm Vf  = f.N [mm/min] if f in [mm]
1 mm = 0.04inch 1 sfm =0.305m/min

ROUGHING
..MA

TURNING CHIPBREAKERS OVERVIEW IN CAST 
IRON OPERATION

NEGATIVE INSERTS
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OPERATION
FINISHING / SEMIFINISHING MEDIUM

MM RM

OPERATION
FINISHING / SEMIFINISHING MEDIUM

The information you will find is based on our actual knowledge and experience. Seen the influence of some parameters by using our products, the user is not dispensed from making
previous tests or verifications. No legal responsability may be associated with the characteristics or recommandations of a product for a case of application. The user has, under his
own responsability, to respect all valid rights, laws and guidelines by using our products.
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Vc
Finishing Roughing

Vc increasing ◄     ► Vc decreasing

Vf small Vf large
ap small ap large
Wear resistance increasing Wear resistance decreasing
Toughness decreasing Toughness increasing

2 3 4 5 6 7 8 9 10

TN
WR

TN
WR

TN
WR

F Finishing ● Ideal

M Medium machining ○ Stil recommended

  ¤ R Roughing ▬ Not recommended

  ◊

HFK 201

Fair; lichty interrupted cutting

Difficult; heavy interrupted cutting

150 - 400

●

TN Toughness / WR Wear resistance Cutting condition

Cutting conditions Machining conditions

HWK 101

Excellent; continious cutting with continious
thicknes of chips

Good; continious cutting with different 
thickness of chips

Recommendation

HFK 201

HWK 201 ● ●

● ○● ○

Machining condition

HM - GRADE   ¤  ◊ F M R

SCALE  0-10=RANGE OF APPLICATION APPLICATION

m/min 200 - 600

Uncoated HWK 101
HWK 201

40 45 5020 25 30 35

TURNING GRADE OVERVIEW IN NON-
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CHIPBREAKERS

ap [mm]
FF1 MR [mm] 6

apmin=rε ×… 0,60 1,90 [mm]
apmax=l ×… 0,21 0,31 [mm] 5
fmin=rε ×… 0,13 0,38 [mm]
fmax=rε ×… 0,31 0,58 [mm] 4

Amax=apmax × fmax 0,65 0,65 [mm2]
3

Ex: CNMG 120408-MR for AlMg1 Kr = 95°
apmin = 0.80 × 1.90 = 1,50 [mm] » 1.50/25.4 = 0,07 [inch] 2

apmax = 12 × 0.31 = 3,70 [mm] » 3.70/25.4 = 0,15 [inch]

fmin = 0.80 × 0.38 = 0,30 [mm] » 0.30/25.4 = 0,01 [inch] 1

fmax= 0.80 × 0.58 = 0,46 [mm] » 0.46/25.4 = 0,02 [inch]

Amax=3.70×0.46×0.65 = 1,10 [mm2] » 1.10/25.42
= 0,002 [inch2] f [mm/rev]

0 0,1 0,2 0,3 0,4 0,5

CHIPBREAKERS

ap [mm]
EFF AL MFM 6

apmin=rε ×… 0,50 1,90 2,50 [mm]
apmax=l ×… 0,15 0,55 0,63 [mm] 5
fmin=rε ×… 0,10 0,25 0,37 [mm]
fmax=rε ×… 0,20 0,63 0,75 [mm] 4

Amax=apmax × fmax 0,50 0,80 0,80 [mm2]
3

Ex: CCGT 120408-AL for AlMg1 Kr = 95°
apmin = 0.80 × 2.50 = 2,00 [mm] » 2.0/25.4 = 0,08 [inch] 2

apmax = 12 × 0.55 = 6,60 [mm] » 6.60/25.4 = 0,26 [inch]

fmin = 0.80 × 0.25 = 0,20 [mm] » 0.20/25.4 = 0,08 [inch] 1

fmax= 0.80 × 0.63 = 0,50 [mm] » 0.50/25.4 = 0,02 [inch]

Amax=7×0.5×0.8 = 2,80 [mm2] » 2.80/25.42
= 0,004 [inch2] f [mm/rev]

0 0,1 0,2 0,3 0,4 0,5

Vc: Cutting speed [mm/m or [inch/min]
d1: Diameter [mm] or [inch] [mm/min] if Dc in [mm]
f: Feed [mm] or [inch]
n: Revolutions/min [rev./min.]
Vf: Feed rate [mm/m or [inch/min] [rev./min.]
ap: depth of cut [mm] or [inch]

1inch = 25.4mm 1m/min3.28sfm Vf = f.N [mm/min] if f in [mm]
1 mm = 0.04inch 1 sfm =0.305m/min

OPERATION
ROUGHING

MFM

TURNING CHIPBREAKERS OVERVIEW IN NON-
FERROUS OPERATION

NEGATIVE INSERTS
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MEDIUM / ROUGHING

MR
FINISHING / SEMIFINISHING

The information you will find is based on our actual knowledgeand experience. Seen the influence of some parameters by using our products, the user is not dispensed from making
previous tests or verifications. No legal responsability may be associated with the characteristics or recommandations of a product for a case of application. The user has, under his own
responsability, to respect all valid rights, laws and guidelines by using our products.
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         FF                     MM                  MM1                 MR                    RM                 RR                  SN - HT              CNMA
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0,1 CNGP 120401 FF1 ●

0,2 CNGP 120402 FF1 ●

0,2 CNGP 120402FN FF1 ●

0,4 CNGP 120404 FF1 ●

0,4 CNGP 120404FN FF1 ● ●

0,8 CNGP 120408 FF1 ●

0,8 CNGP 120408FN FF1 ● ●

0,4 CNMG 120404 FF

0,8 CNMG 120408 FF

1,2 CNMG 120412 FF
0,4 CNMG 120404 FM1 ● ●
0,8 CNMG 120408 FM1 ● ●
0,4 CNMX 120404 WIP ● ● ●

0,8 CNMX 120408 WIP ● ● ●

0,4 CNMG 090304 MM ● ●

0,8 CNMG 090308 MM ● ● ●
0,4 CNMG 120404 MM ● ● ● ● ● ●
0,4 CNMG 120404 MM1 ● ●
0,4 CNMG 120404 MR ●
0,8 CNMG 120408 MM ● ● ● ● ● ●
0,8 CNMG 120408 MR ●
0,8 CNMG 120408 MM1 ● ● ● ●
1,2 CNMG 120412 MM ● ● ● ●
1,2 CNMG 120412 MR
1,2 CNMG 160612 MM ●
0,8 CNMG 120408 RM ● ● ● ● ● ● ● ●
1,2 CNMG 120412 RM ● ● ● ● ● ●
0,8 CNMG 120408 RM1 ● ●
1,2 CNMG 120412 RM1 ● ●
0,8 CNMG 160608 RM ● ● ●
1,2 CNMG 160612 RM ● ● ● ●
1,6 CNMG 160616 RM ● ● ● ●
0,8 CNMG 190608 RM ● ● ●
1,2 CNMG 190612 RM ● ● ●
1,6 CNMG 190616 RM ● ● ●
2,4 CNMG 250924 RM

0,8 CNMM 120408 RR ●

1,2 CNMM 120412 RR
1,2 CNMM 160612 RR ●
1,6 CNMM 160616 RR
1,2 CNMM 190612 RR ● ●
1,6 CNMM 190616 RR ●

0,4 CNMA 120404 ●

0,8 CNMA 120408
1,2 CNMA 120412
1,2 CNMA 190612
1,6 CNMA 190616 ●

P ● STEELS M ●

K ● CAST IRONS N ●
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STAINLESS STEELS

S   A   N   I   C   O   M                 
I N D U S T R I A L   T O O L S
METAL CUTTING - TURNING OPERATION

H
C

P
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5
1

NEGATIVE INSERTS        
CN … 

F
IN

IS
H

IN
G

●

ALUMINIUM & ALLOYS

●
●

MATERIAL DESIGNATIONS

C
A

S
T
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O

N
S



           FF                        MM                        MM1                      RM                    MR                    MR                      DNMA            ...

H
W

K
 101

H
F

K
 201

H
C

M
 301

H
C

M
 351

H
P

M
 201

H
C

P
 2

0
1

H
C

P
 1

5
1

H
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P
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0
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H
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P
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5
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H
C

P
 4

0
1

H
C

P
 4

5
1

0,4 DNMG 110404 FF
0,8 DNMG 110408 FF
0,2 DNGP 150402 FF1 ●
0,2 DNGP 150402FN FF1
0,4 DNGP 150404 FF1 ●
0,4 DNGP 150404FN FF1 ●
0,8 DNGP 150408 FF1 ●
0,8 DNGP 150408FN FF1 ●
0,4 DNMG 150404 FF
0,4 DNMG 150404 FM1
0,8 DNMG 150408 FF
0,8 DNMG 150408 FM1 ●
0,2 DNGP 150602 FF1
0,4 DNGP 150604 FF1 ●
0,8 DNGP 150608 FF1 ●
0,4 DNMG 150604 FF
0,4 DNMG 150604 FM1 ● ●
0,8 DNMG 150608 FF
0,8 DNMG 150608 FM1 ● ●
0,4 DNMX 150404 WIP ●
0,8 DNMX 150408 WIP ●
0,4 DNMX 150604 WIP ●
0,8 DNMX 150608 WIP
0,4 DNMG 110404 MM ● ●
0,8 DNMG 110408 MM ● ● ● ●
1,2 DNMG 110412 MM
0,4 DNMG 150404 MM ● ● ●
0,4 DNMG 150404 MM1 ●
0,8 DNMG 150408 MM ● ● ● ●
0,8 DNMG 150408 MM1
1,2 DNMG 150412 MM ● ● ●
0,4 DNMG 150604 MM ● ● ● ●
0,4 DNMG 150604 MM1 ● ● ●
0,8 DNMG 150608 MM ● ● ● ● ●
0,8 DNMG 150608 MM1 ● ● ●
1,2 DNMG 150612 MM ● ● ● ● ●
0,8 DNMG 110408 RM
1,2 DNMG 110412 RM
0,8 DNMG 150408 RM ● ● ●
0,8 DNMG 150408 RM1 ●
1,2 DNMG 150412 RM ● ● ●
0,8 DNMG 150608 RM ● ● ● ● ●
0,8 DNMG 150608 RM1 ● ●
1,2 DNMG 150612 RM ●
0,8 DNMA 150608 ●
1,2 DNMA 150612

P ● STEELS M ●

K ● CAST IRONS N ●
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NEGATIVE INSERTS          DN 
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●

STAINLESS STEELS
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I N D U S T R I A L   T O O L S
METAL CUTTING - TURNING OPERATION

H
C

K
 1
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H
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P
 2

5
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H
W

K
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0
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H
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K
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2
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K
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H
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P
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H
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P
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H
C

P
 251

H
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P
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H
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P
 401

H
C

P
 451

H
T

P
 1

0
1

0,5 KNUX 160405 EL-N11 ● ● ● ●
0,5 KNUX 160405 EL 12 ● ● ● ●
0,5 KNUX 160405 ER-N11 ● ● ● ●
0,5 KNUX 160405 ER 12 ● ● ● ●
1,0 KNUX 160410 EL-N11 ● ● ● ●
1,0 KNUX 160410 EL 12 ● ● ● ●
1,0 KNUX 160410 ER-N11 ● ● ● ●
1,0 KNUX 160410 ER 12 ● ● ● ●

P ● STEELS M ●

K ● CAST IRONS N ●

NEGATIVE  INSERTS        
KN…
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METAL CUTTING - TURNING OPERATION

    KNUX...11     KNUX...12        

ALUMINIUM & ALLOYS

MATERIAL DESIGNATIONS

STAINLESS STEELS



         RNMG                  RNMA                
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P
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H
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P
 401

H
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P
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RNMG 120400

RNMG 150600
RNMG 190600
RNMG 250900

RNMA 310900

P ● STEELS M ●

K ● CAST IRONS N ●
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I N D U S T R I A L   T O O L S
METAL CUTTING - TURNING OPERATION
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NEGATIVE INSERTS        
RN ...
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STAINLESS STEELS

ALUMINIUM & ALLOYS

MATERIAL DESIGNATIONS



           FF                        MM                    MR                       RM                      RR                     SN-HT                  SNMA      ...

H
W

K
 101

H
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M
 301

H
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M
 351

H
F

K
 201

H
C

P
 101

H
C

P
 151

H
C

P
 301

H
C

P
 351

H
C

P
 401

H
C

P
 451

0,4 SNMG 120404 FF

0,8 SNMG 120408 FF

1,2 SNMG 120412 FF ●

0,4 SNMG 120404 MM

0,8 SNMG 120408 MM ● ● ● ●
0,8 SNMG 120408 MM1 ● ●

1,2 SNMG 120412 MM ● ● ●
1,2 SNMG 120412 MM1

1,2 SNMG 150612 MM ● ●
1,6 SNMG 150616 MM ● ●

0,8 SNMG 120408 RM ● ● ● ● ● ●
1,2 SNMG 120412 RM

0,8 SNMG 150608 RM

0,8 SNMG 150608 RM1 ●

1,2 SNMG 150612 RM ●
1,6 SNMG 150616 RM

0,8 SNMG 190608 RM

1,2 SNMG 190612 RM ● ●
0,6 SNMG 190616 RM ● ● ● ●

0,8 SNMM 120408 RR ●

1,2 SNMM 120412 RR

1,2 SNMM 150612 RR

1,2 SNMM 150612 SN-HT

1,6 SNMM 150616 RR

1,6 SNMM 150616 SN-HT ●
2,4 SNMM 150624 RR

1,2 SNMM 190612 RR ● ●
1,6 SNMM 190616 RR ● ● ●
1,6 SNMM 190616 SN-HT ●
2,4 SNMM 190624 RR

2,4 SNMM 190624 SN-HT

2,4 SNMM 250724 SN-HT

1,4 SNMM 250924 SN-HT ●

0,4 SNMA 090308 ●
0,4 SNMA 120404

0,8 SNMA 120408

1,2 SNMA 120412

1,6 SNMA 120416

1,2 SNMA 150612

1,2 SNMA 190612

1,6 SNMA 190616 ●
2,4 SNMA 250924 T

P ● STEELS M ●

K ● CAST IRONS N ●
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NEGATIVE INSERTS          SN 
… 
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K
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H
C

P
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MATERIAL DESIGNATIONS

●

STAINLESS STEELS

ALUMINIUM & ALLOYS

●
●
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●
●



H
W

K
 101

H
F

K
 121

H
F

K
 201

H
C

K
 101

H
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P
 101

H
C

P
 201

H
C

P
 151

H
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P
 251

H
C

P
 351

H
C

P
 401

H
C

P
 451

H
T

P
 101

0,4 SNUN 090304 ●

0,8 SNUN 090308

0,4 SNUN 120404

0,8 SNUN 120408 ●

0,8 SNUN 190408

1,2 SNUN 190412 ● ●

P ● STEELS M ●

K ● CAST IRONS N ●

S   A   N   I   C   O   M                 
I N D U S T R I A L   T O O L S
METAL CUTTING - TURNING OPERATION

STAINLESS STEELS

SNUN  

NEGATIVE  INSERTS        
SN…
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ALUMINIUM & ALLOYS

MATERIAL DESIGNATIONS



           FF                      MM                   MM1                   ER/EL                    RM                         MR                      TNMA       ...

H
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M
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H
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H
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H
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P
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5
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H
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P
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0
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H
C

P
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5
1

0,4 TNMG 160404 FF
0,8 TNMG 160408 FF
1,2 TNMG 160412 FF
0,4 TNMG 220404 FF ● ●
0,8 TNMG 220408 FF ● ●

0,4 TNMG 160404 MM ● ● ● ● ●

0,4 TNMG 160404 MM1 ● ●
0,8 TNMG 160408 MM ● ● ● ● ● ●
0,8 TNMG 160408 MM1 ● ●
1,2 TNMG 160412 MM
1,2 TNMG 160412 MM1 ●
0,4 TNMG 220404 MM ● ● ●
0,8 TNMG 220408 MM ● ● ●
0,8 TNMG 220408 MM1 ●
1,2 TNMG 220412 MM1 ●

0,4 TNMG 160404 EL ●

0,4 TNMG 160404 ER ●
0,8 TNMG 160408 EL ●
0,8 TNMG 160408 ER ●
0,8 TNMG 160408 RM ● ● ● ●
1,2 TNMG 160412 RM
0,8 TNMG 220408 RM ● ●
1,2 TNMG 220412 RM

0,8 TNMM 160408 RR
0,8 TNMM 220408 RR

0,4 TNMA 110304
0,4 TNMA 160404
0,8 TNMA 160408
1,2 TNMA 160412
0,4 TNMA 220404
0,8 TNMA 220408
1,2 TNMA 220412
1,6 TNMA 220416
1,6 TNMA 270616

P ● STEELS M ●

K ● CAST IRONS N ●
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METAL CUTTING - TURNING OPERATION

NEGATIVE INSERTS          TN 
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           FF                        MM                         MR
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P
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H
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P
 401

H
C

P
 451

0,2 VNGP 160402 FF1 ●

0,2 VNGP 160402FN FF1 ●

0,4 VNGP 160404 FF1 ●

0,4 VNGP 160404FN FF1 ● ●

0,8 VNGP 160408 FF1

0,8 VNGP 160408FN FF1 ●

0,4 VNMG 160404 FF

0,4 VNMG 160404 FM1 ●

0,8 VNMG 160408 FF

0,8 VNMG 160408 FM1 ●

0,4 VNMG 160404 MM ● ● ●

0,8 VNMG 160408 MM ● ● ● ● ● ●

0,4 VNMG 160404 MR

0,8 VNMG 160408 MR ●

P ● STEELS M ●

K ● CAST IRONS N ●
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MATERIAL DESIGNATIONS
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NEGATIVE INSERTS          VN 
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            FF                        MM                        MM1                   MR                       RM1                       RM                  WNMA 
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H
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P
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H
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P
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0,4 WNMG 060404 FF

0,8 WNMG 060408 FF

0,4 WNGP 080404 FF1 ●
0,4 WNMG 080404 FF

0,8 WNGP 080408 FF1 ●
0,8 WNMG 080408 FF

1,2 WNMG 080412 FF

0,4 WNMX 080404 WIP ● ● ●
0,8 WNMX 080408 WIP ● ● ●

0,4 WNMG 060404 MM ● ●

0,8 WNMG 060408 MM ● ● ●

1,2 WNMG 060412 MM

0,4 WNMG 080404 MM ● ●
0,4 WNMG 080404 MM1 ● ●
0,8 WNMG 080408 MM ● ● ● ● ●
0,8 WNMG 080408 MM1 ● ● ● ● ● ●
1,2 WNMG 080412 MM ● ● ●
1,2 WNMG 080412 MM1

0,4 WNMG 060404 MR ●

0,8 WNMG 060408 MR

0,4 WNMG 080404 MR ●
0,8 WNMG 080408 MR ● ●
0,8 WNMG 080408 RM1 ●

0,8 WNMG 060408 RM

1,2 WNMG 060412 RM

0,8 WNMG 080408 RM ● ● ● ● ●
1,2 WNMG 080412 RM ● ● ● ● ● ●
1,6 WNMG 080416 RM ●

0,8 WNMA 080408 ●
1,2 WNMA 080412

P ● STEELS M ●

K ● CAST IRONS N ● ALUMINIUM & ALLOYS
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MATERIAL DESIGNATIONS

STAINLESS STEELS
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NEGATIVE INSERTS         
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             FF                      FM                       MM                     RM                      AL

H
W

K
 101

H
F
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 201

H
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 201
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 151

H
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M
 201

H
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 151

H
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P
 201

H
C

P
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0,05 CCGT 0602005 EFF ●
0,1 CCGT 060201 EFF ●
0,2 CCGT 060202 EFF
0,4 CCGT 060204 EFF

0,05 CCGT 09T3005 EFF ●
0,1 CCGT 09T301 EFF ●
0,2 CCGT 09T302 EFF
0,4 CCGT 09T304 EFF
0,4 CCMT 060204 FF ● ●
0,8 CCMT 060208 FF ● ●
0,4 CCMT 09T304 FF ● ●
0,8 CCMT 09T308 FF ● ●
0,2 CCGW 060202 
0,4 CCGW 060204 ●
0,4 CCGW 09T304 ●
0,8 CCGW 09T308 
0,4 CCGW 120404 
0,8 CCGW 120408 
0,2 CCMT 060202 FM
0,2 CCMT 060202 FS
0,4 CCMT 060204 FM
0,4 CCMT 060204 FS
0,8 CCMT 060208 FM
0,2 CCMT 09T302 FM
0,2 CCMT 09T302 FS
0,4 CCMT 09T304 FM
0,4 CCMT 09T304 FS
0,8 CCMT 09T308 FM
0,8 CCMT 09T308 FS
0,4 CCMT 120404 FS
0,8 CCMT 120408 FS
0,4 CCXT 060204 MFM ●
0,4 CCXT 09T304 MFM ●
0,8 CCXT 09T308 MFM ●
0,4 CCMX 09T304WIP ●
0,8 CCMX 09T308WIP ●
0,2 CCMT 060202 MM
0,2 CCMT 060202 FS ●
0,4 CCMT 060204 MM ● ● ● ●
0,4 CCMT 060204 FS ●
0,8 CCMT 060208 MM ● ● ●
0,2 CCMT 09T302 FS ●
0,4 CCMT 09T304 MM ● ● ● ●
0,4 CCMT 09T304 FS ●
0,8 CCMT 09T308 MM ● ● ● ●
0,8 CCMT 09T308 FS ●
0,4 CCMT 120404 MM ● ● ●
0,4 CCMT 120404 FS
0,8 CCMT 120408 MM ● ● ● ●
0,8 CCMT 120408 FS
1,2 CCMT 120412 MM ● ●

MATERIAL DESIGNATIONS

P ● STEELS M ●
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POSITIVE  INSERTS         
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             FF                      FM                         MM                     RM                       AL
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H
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M
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H
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P
 201

H
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P
 301

H
C

P
 451

0,4 CCMT 060204 RM
0,8 CCMT 060208 RM ● ●
0,4 CCMT 09T304 RM ● ● ●
0,8 CCMT 09T308 RM ● ● ● ● ●
0,4 CCMT 120404 RM ● ●
0,8 CCMT 120408 RM ●
1,2 CCMT 120412 RM ● ●
0,2 CCMW 060202
0,4 CCMW 060204 ●
0,4 CCMW 09T304
0,8 CCMW 09T308 ● ●
0,4 CCMW 120404 ●
0,8 CCMW 120408 ●
0,2 CPGW 060202
0,4 CPGW 060204 ●

0,05 CCGT 0602005 FN-FF ●
0,1 CCGT 060201 FN-FF ●
0,2 CCGT 060202FN-FF
0,4 CCGT 060204FN-FF
0,05 CCGT 09T3005FN-FF ● ●
0,1 CCGT 09T301FN-FF ● ●
0,2 CCGT 09T302FN-FF
0,4 CCGT 09T304FN-FF
0,1 CCGT 060201 AL ●
0,2 CCGT 060202 AL ● ●
0,4 CCGT 060204 AL ● ●
0,1 CCGT 09T301 AL ●
0,2 CCGT 09T302 AL ● ●
0,4 CCGT 09T304 AL ● ●
0,8 CCGT 09T308 AL ●
0,2 CCGT 120402 AL ●
0,4 CCGT 120404 AL ● ●
0,8 CCGT 120408 AL ● ●
0,4 CCXT 060204FN- MFM ●
0,4 CCXT 09T304FN- MFM ●
0,8 CCXT 09T308FN- MFM ●

P ● STEELS M ●

K ● CAST IRONS N ●
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POSITIVE  INSERTS        
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0,05 DCGT 0702005 EFF ●

0,1 DCGT 070201 EFF ●

0,2 DCGT 070202 EFF

0,4 DCGT 070204 EFF

0,05 DCGT 11T3005 EFF ●

0,1 DCGT 11T301 EFF ●

0,2 DCGT 11T302 EFF

0,4 DCGT 11T304 EFF

0,2 DCGT 070202 FF ● ●

0,4 DCGT 070204 FF ● ●

0,2 DCGW 070202 ● ● ●

0,4 DCGW 070204 ● ●

0,4 DCGW 11T304 ● ● ●

0,8 DCGW 11T308 ● ●

0,4 DCMT 070204 FF

0,4 DCMT 11T304 FF ● ●

0,8 DCMT 11T308 FF

0,2 DCMT 070202 FM

0,4 DCMT 070204 FM

0,8 DCMT 070208 FM

0,2 DCMT 11T302 FM

0,4 DCMT 11T304 FM

0,8 DCMT 11T308 FM

0,2 DCMT 070202 FS ●

0,4 DCMT 070204 FS ● ●

0,2 DCMT 11T302 FS ●

0,4 DCMT 11T304 FS ● ●

0,8 DCMT 11T308 FS

0,4 DCXT 070204 MFM ●

0,4 DCXT 11T304 MFM ●

0,8 DCXT 11T308 MFM ●

0,4 DCMX 070204 WIP ●

0,4 DCMX 11T304 WIP ●

0,8 DCMX 11T308 WIP ●

P ● STEELS M ●

K ● CAST IRONS N ●
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POSITIVE  INSERTS       
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0,2 DCMT 070202 FS ● ●

0,4 DCMT 070204 FS ● ●

0,4 DCMT 070204 MM ●

0,2 DCMT 11T302 FS ●

0,4 DCMT 11T304 FS ●

0,4 DCMT 11T304 MM ●

0,8 DCMT 11T308 FS ●

0,8 DCMT 11T308 MM ●

0,2 DCMT 070202 RM

0,4 DCMT 070204 RM ● ● ●

0,8 DCMT 070208 RM ● ●

0,2 DCMT 11T302 RM

0,4 DCMT 11T304 RM ● ● ● ● ●

0,8 DCMT 11T308 RM ● ● ● ● ● ●

0,2 DCMW 070202

0,4 DCMW 070204

0,4 DCMW 11T304 ●

0,8 DCMW 11T308

0,4 DCMW 150404

0,8 DCMW 150408

0,05 DCGT 0702005 FN-FF ● ●

0,1 DCGT 070201 FN-FF ●

0,05 DCGT 070201 AL ●

0,2 DCGT 070202 AL ●

0,4 DCGT 070204 AL ●

0,05 DCGT 11T3005 FN-FF ●

0,1 DCGT 11T301 FN-FF ● ●

0,1 DCGT 11T301 AL ●

0,2 DCGT 11T302 AL ●

0,4 DCGT 11T304 AL ●

0,8 DCGT 11T308 AL ●

0,4 DCXT 070204 FN-MFM ●

0,4 DCXT 11T304 FN-MFM ●

0,8 DCXT 11T308 FN-MFM ●

P ● STEELS M ● STAINLESS STEELS

K ● CAST IRONS N ● ALUMINIUM & ALLOYS
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POSITIVE  INSERTS       
DC … 
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MATERIAL DESIGNATIONS
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METAL CUTTING - TURNING OPERATION
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P
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0,4 ECMT 12T304 EN-MM ● ● ●

0,8 ECMT 12T308 EN-MM ● ● ●
0,8 ECMT 12T308 GC ● ● ●
1,2 ECMT 12T312 EN-MM ●

0,8 ECMT 16M608 EN-MM ●

1,2 ECMT 16M612 EN-MR ●
1,6 ECMT 16M616 EN-MR ●
0,8 ECMW 12T304 EN ● ●
0,8 ECMW 12T308 EN ●
1,2 ECMW 16M612

0,2 EPMT 060202 EN-MM ● ● ●

0,4 EPMT 060204 EN-MM ● ● ●
0,2 EPMT 08M302 EN-MM ● ● ● ●
0,4 EPMT 08M304 EN-MM ● ● ● ●
0,4 EPMT 08M304 FF ●
0,8 EPMT 08M308 EN-MM ● ● ●
0,4 EPMW 040204 EN ● ●
0,2 EPMW 08M302 EN ● ●
0,4 EPMW 08M304 EN ● ●

P ● STEELS M ●

K ● CAST IRONS N ●
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MATERIAL DESIGNATIONS

POSITIVE  INSERTS         
EC … , EP …

S   A   N   I   C   O   M                 
I N D U S T R I A L   T O O L S
METAL CUTTING - TURNING OPERATION

 ECMT...EN-MM        ECMT...GC        ECMT...EN-MR     EPMT...EN-MM        EPMT…FF             
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RCMT 0602MO RM

RCXT 08T3MO MFM ● ●

RCMT 0803MO RM
RCMT 10T3MO RM

RCMT 1204MO RM
RCMT 1606MO SN-XR
RCMT 2006MO SN-XR
RCMT 2507MO SN-XR
RCMT 3209MO

RCMW 1204MO EN
RCMW 1606MO EN
RCMW 2006MO EN
RCMW 2507MO EN
RCMW 3209MO

RCMX 1003MO
RCMX 1204MO
RCMX 1606MO
RCMX 2006MO
RCMX 2507MO
RCMX 3209MO

RCGT 0602MO AL ● ●

RCGT 0803MO AL ● ●
RCGT 1003MO AL ● ●
RCGT 1204MO AL ● ●

P ● STEELS M ●

K ● CAST IRONS N ●

S   A   N   I   C   O   M                 
I N D U S T R I A L   T O O L S
METAL CUTTING - TURNING OPERATION

      RCMT...EN       RCMT...SN-XR            RCMW                RCMX                 RCGT…AL

POSITIVE  INSERTS         
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P
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H
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P
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H
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P
 451

0,4 SCMT 09T304 FF

0,8 SCMT 09T308 FF

0,4 SCMT 09T304 FM
0,8 SCMT 09T308 FM
0,4 SCMT 120404 FM
0,8 SCMT 120408 FM

0,4 SCMT 09T304 MM ●
0,8 SCMT 09T308 MM ●
0,4 SCMT 120404 MM
0,8 SCMT 120408 MM
1,2 SCMT 120412 MM

0,4 SCMT 09T304 RM ● ● ● ● ●
0,8 SCMT 09T308 RM ● ● ●
0,4 SCMT 120404 RM ● ● ● ● ●
0,8 SCMT 120408 RM ● ● ● ● ●
1,2 SCMT 120412 RM ● ● ●
0,4 SCMW 060204
0,4 SCMW 09T304 ●
0,8 SCMW 09T308
0,8 SCMW 120408
1,2 SCMW 120412
0,4 SCGT 09T304 AL ● ●
0,8 SCGT 09T308 AL ●
0,8 SCGT 120408 AL ● ●

P ● STEELS M ●

K ● CAST IRONS N ●
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METAL CUTTING - TURNING OPERATION
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MATERIAL DESIGNATIONS
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0,4 SPMR 090304 ● ● ●
0,8 SPMR 090308 ● ● ●
0,4 SPMR 120404 ● ● ●
0,8 SPMR 120408 ● ● ●
1,2 SPMR 120412 ● ● ●
0,8 SPMR 120308 EL ● ●
0,8 SPMR 120308 ER ● ●
0,4 SPUN 090304 ● ●
0,8 SPUN 090308 ● ● ●
0,4 SPUN 120304 ● ● ●
0,8 SPUN 120308 ● ● ● ● ● ●
1,2 SPUN 120312 ● ●
1,6 SPUN 120316 ● ●
0,8 SPUN 120408 ●
1,6 SPUN 120416
1,2 SPUN 150412 ●
1,2 SPUN 190412 ● ●

P ● STEELS M ●

K ● CAST IRONS N ● ALUMINIUM & ALLOYS

MATERIAL DESIGNATIONS

STAINLESS STEELS
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METAL CUTTING - TURNING OPERATION

M
E

D
IU

M
 

S
O

LIC
IT

A
T

IO
N

     SPMR        SPMR...ELR     SPUN          

POSITIVE  INSERTS         
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0,2 TCGT 110202 FF ● ●

0,4 TCGT 110204 FF ● ●

0,4 TCGW 110204 ● ● ● ●
0,8 TCGW 110208 ● ●

0,4 TCMT 110204 FF ● ●

0,2 TCMT 110202 FM ● ● ●

0,4 TCMT 110204 FM ● ● ●
0,8 TCMT 110208 FM ● ● ●
0,2 TCMT 16T302 FM ● ● ●
0,4 TCMT 16T304 FM ● ● ●
0,8 TCMT 16T308 FM ● ● ●

0,4 TCMT 110204 MM ● ● ● ● ● ●

0,8 TCMT 110208 MM ● ● ●
0,4 TCMT 16T304 MM ● ● ● ● ●
0,8 TCMT 16T308 MM ● ● ● ● ● ● ● ●
0,4 TCMT 220404 MM

0,8 TCMT 220408 MM

0,2 TCMT 110202 RM

0,4 TCMT 110204 RM ● ●

0,8 TCMT 110208 RM ● ●
0,2 TCMT 16T302 RM

0,4 TCMT 16T304 RM ● ● ● ●
0,8 TCMT 16T308 RM ● ●
1,2 TCMT 16T312 RM ● ●
0,4 TCMW 110204 ●

0,2 TCGT 06T102 AL ● ●

0,2 TCGT 090202 AL ● ●
0,4 TCGT 090204 AL ● ●
0,2 TCGT 110202 AL ● ● ●
0,4 TCGT 110204 AL ● ●
0,1 TCGT 16T301 AL ● ●
0,2 TCGT 16T302 AL ● ●
0,4 TCGT 16T304 AL ●
0,8 TCGT 16T308 AL ●

P ● STEELS M ●

K ● CAST IRONS N ●
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POSITIVE  INSERTS         
TC … 
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MATERIAL DESIGNATIONS
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METAL CUTTING - TURNING OPERATION
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0,4 TPMR 110304 ● ● ● ● ●
0,4 TPMR 110304 EL ● ●
0,4 TPMR 110304 ER ● ●
0,8 TPMR 110308 ● ● ● ●
0,4 TPMR 160304 ● ● ● ● ●
0,4 TPMR 160304 EL ● ●
0,4 TPMR 160304 ER ● ●
0,8 TPMR 160308 ● ● ● ●
0,8 TPMR 160308 EL ●
0,8 TPMR 160308 ER ●
0,4 TPUN 110304 ● ● ● ● ● ●
0,8 TPUN 110308 ● ● ● ●
0,4 TPUN 160304 ● ● ● ● ● ●
0,8 TPUN 160308 ● ● ● ●
1,2 TPUN 160312 ● ● ●
0,4 TPUN 220404 ● ●
0,8 TPUN 220408 ● ● ●
1,2 TPUN 220412 ● ●

P ● STEELS M ●

K ● CAST IRONS N ●
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     TPMR        TPMR...EL/ER     TPUN

POSITIVE  INSERTS         
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0,4 VBMT 160404 ● ● ● ●

0,8 VBMT 160408 ● ● ● ●

P ● STEELS M ●

K ● CAST IRONS N ●

POSITIVE  INSERTS         
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0,2 VCGT 110202 FF ● ●
0,05 VCGT 1103005 EFF
0,1 VCGT 110301 EFF ●
0,2 VCGT 110302 EFF
0,2 VCGT 110304 EFF
0,4 VCGT 110304 FF ● ●

0,05 VCGT 1604005 EFF
0,1 VCGT 160401 EFF ●
0,2 VCGT 160402 EFF
0,4 VCGT 160404 EFF
0,2 VCGW 110302 ●
0,2 VCGW 110304 ●
0,4 VCXT 160404 MFM ●
0,8 VCXT 160408 MFM ●
1,2 VCXT 160412 MFM ●

3,00 VCXT 220530 MFM ●
0,2 VCMT 110302 FM ● ● ●
0,4 VCMT 110304 FM ● ● ●
0,8 VCMT 110308 FM ● ● ●
0,4 VCMT 160404 FM ● ● ●
0,8 VCMT 160408 FM ● ● ●

0,2 VCMT 110302 FS
0,4 VCMT 110304 FS ●
0,4 VCMT 110304 MM ● ● ● ●
0,8 VCMT 110308 MM ● ●
0,4 VCMT 160404 FS ●
0,4 VCMT 160404 MM ● ● ● ●
0,8 VCMT 160408 FS ●
0,8 VCMT 160408 MM ● ●
1,2 VCMT 160412 MM

0,2 VCMT 110302 RM
0,4 VCMT 110304 RM ● ● ●
0,8 VCMT 110308 RM ● ●
0,4 VCMT 160404 RM ● ● ●
0,8 VCMT 160408 RM ● ● ●
1,2 VCMT 160412 RM

0,1 VCGT 110301 FN-FF ●
0,1 VCGT 070201 AL
0,2 VCGT 070202 AL
0,4 VCGT 070204 AL
0,1 VCGT 110301 AL
0,2 VCGT 110302 AL ● ●
0,4 VCGT 110304 AL ●
0,8 VCGT 110308 AL
0,1 VCGT 160401 AL ●
0,2 VCGT 160402 AL ● ●
0,4 VCGT 160404 AL ● ●
0,8 VCGT 160408 AL ●

P ● STEELS M ●

K ● CAST IRONS N ●
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METAL CUTTING - TURNING OPERATION

               FF                           FM                          RM                            AL

H
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P
 101

POSITIVE  INSERTS         
VC … 

●
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H
W

K
 101

H
F

K
 121

H
W

K
 201

H
C

K
 101

H
C

P
 101

H
C

P
 201

H
C

P
 151

H
C

P
 451

0,05 WCGT 06T3005 EFF ● ●
0,1 WCGT 06T301 EFF

0,2 WCGT 040202 FF ● ●
0,4 WCMT 020104 FF ● ●
0,4 WCMT 040204 FF ● ●
0,2 WCGT 06T302 EFF

0,2 WCGT 06T302 FF ● ●
0,4 WCMT 06T304 EFF

0,4 WCMT 06T304 FF ● ●
0,1 WCGW 06T301

0,2 WCGW 06T302

0,4 WCGW 06T304

0,2 WCMT 040202 FM ● ● ●
0,4 WCMT 040204 FM ● ● ●
0,8 WCMT 040208 FM ● ● ●
0,2 WCMT 06T302 FM ● ● ●
0,4 WCMT 06T304 FM ● ● ●
0,8 WCMT 06T308 FM ● ● ●
0,4 WCMT 080404 FM ● ● ●
0,8 WCMT 080408 FM ● ● ●
0,4 WCMT 040204 MM ● ●
0,4 WCMT 06T304 MM ● ●
0,8 WCMT 06T308 MM

0,4 WCMT 080404 MM

0,8 WCMT 080408 MM

1,2 WCMT 080412 MM

0,2 WCMT 040202 RM

0,4 WCMT 040204 RM

0,8 WCMT 040208 RM ● ●
0,2 WCMT 06T302 RM

0,4 WCMT 06T304 RM ● ●
0,8 WCMT 06T308 RM ● ● ● ●
0,4 WCMT 080404 RM ● ●
0,8 WCMT 080408 RM ● ●
1,2 WCMT 080412 RM

0,2 WCGT 040202 AL ● ●
0,4 WCGT 040204 AL ●
0,2 WCGT 06T302 AL ● ●
0,4 WCGT 06T304 AL ● ●
0,4 WCGT 080408 AL ● ●
0,8 WCGT 080408 AL ●

P ● STEELS M ●

K ● CAST IRONS N ●
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METAL CUTTING - TURNING OPERATION

            FF                             FM                            RM                          AL
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MATERIAL DESIGNATIONS
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Vc

Finishing Roughing

Vc increasing ◄     ► Vc decreasing

Vf small Vf large
ap small ap large
Wear resistance increasing Wear resistance decreasing
Toughness decreasing Toughness increasing

2 3 4 5 6 7 8 9 10

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

F Finishing ● Ideal

M Medium machining ○ Stil recommended

R Roughing ▬ Not recommended

○

HPP 402

WETDRY

●

○●

●

○

○ ●● ○

● ○

●

● ●

DRY = without COOLING

WET = with COOLING

HPP 352
HPP 402

HPP 252

Cutting conditions Machining conditions Recommendation

HPP 352

HWP 302

HCP 202
HCP 252

HCP 302

HPP 202
HPP 252

PVD

HPP 302

HPP 202

● ●● ○

HCP 302

○HCP 202

○ ● ●

○ ●

HCP 252

HWP 302 ●

○

○
F M RHM - GRADE 

SCALE  0-10=RANGE OF APPLICATION APPLICATION
TN Toughness / WR Wear resistance Cutting condition Machining condition

m/min 150 - 250 120 - 220

HPP 302

Uncoated

CVD

40 45 5020 25 30 35

MILLING GRADE OVERVIEW IN STEEL 
OPERATION
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Range 5 10 15



Range

Uncoated

CVD

PVD

Vc m/min

0 0

0

0 0

f [mm /rev.]

(0.006) (0.008) (0.010)

f [mm /rev.]

0,15 0,2 0,25

0,15 0,2

(0.004)(0.010) (0.002)

CP3002

0,1

ap [mm] 
([inch])

f [mm /rev.]

(0.010) (0.002)

15 
(0.60)

0,05

1 
(0.04)

0,05 0,1 0,15 0,2

0,05 0,1 0,25

ap [mm] 
([inch])

5 
(0.20)

ap [mm] 
([inch])

(0.010)(0.004) (0.006) (0.008)(0.004) (0.006) (0.008)
0,15 0,2

10 
(0.40)

15 
(0.60)

4 
(0.16)

20 
(0.80)

0,250,05 0,1

1 
(0.04)

5 
(0.20)

(0.002)

20 
(0.80)

ap [mm] 
([inch])

20 
(0.80)

5 
(0.20)

10 
(0.40)

2 
(0.08)

15 
(0.60)

10 
(0.40)

5 
(0.20)

1 
(0.04)

(0.002)

1 
(0.04) f [mm /rev.]

3 
(0.12)

(0.004) (0.006) (0.008)
0,25

ap [mm] 
([inch])

8 
(0.32)

8 
(0.32)

6 
(0.24)

6 
(0.24)

10 
(0.40)

ap [mm] 
([inch])

10 
(0.40)

4 
(0.16)

4 
(0.16)

2 
(0.08)

2 
(0.08)f [mm /rev.]

0,35 0,05 0,1 0,150,15 0,2 0,25 0,3
(0.004) (0.006) (0.008)

f [mm /rev.]

0,2
(0.010) (0.012) (0.014) (0.002)

IMPORTANT:

The information you will find is based on our actual knowledge and experience. Seen the influence of some parameters by using our products, the user is not dispensed from making 
previous tests or verifications. No legal responsability may be associated with the characteristics or recommandations of a product for a case of application. The user has, under his 
own responsability, to respect all valid rights, laws and guidelines by using our products.
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0,25
(0.006) (0.008)

HPP 402

150 - 250 120 - 220

20 25 5045

HPP 352
HPP 302

HPP 202

HWP 302

HCP 252

Chipbreakers

Grade

MILLING TEHNICAL GUIDE 
OVERVIEW IN STEEL OPERATION
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30 35 40

HCP 202

10 15

APKT16… -
HCT

APKT16… -
SCTAPKT10… -

SCT
APKT10… -

HCT

SDMT1205P
DR-SCTAPKT10… -

RCM

APKT16… -
RCM

TP..2204PD
R..

SE… 1203… -
HCM

R...1204M
OS…

R… 1604MOS-
HCM



Vc

Finishing Roughing

Vc increasing ◄     ► Vc decreasing

Vf small Vf large
ap small ap large
Wear resistance increasing Wear resistance decreasing
Toughness decreasing Toughness increasing

2 3 4 5 6 7 8 9 10

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

TN
WR

F Finishing ● Ideal

M Medium machining ○ Stil recommended

R Roughing ▬ Not recommended

○

HPP 202 ● ○ ○ ● ○

HCP 302

HCP 302

HPP 202
HPP 252

APPLICATION
Cutting condition Machining condition

HPP 302
HPP 352

○

●

SCALE  0-10=RANGE OF APPLICATION
TN Toughness / WR Wear resistance

WET = with COOLING

DRY = without COOLING

HPP 402

Cutting conditions Recommendation

○HPP 352 ● ●●

HPP 302

HPP 252

Machining conditions

○

○

○HWP 302

○ ● ●

●

HCP 252

● ● ●

●

PVD

F M RWET

m/min 120 - 220150 - 250

HM - GRADE 

HPP 402

HWM 102

DRY

Uncoated

CVD

40

HWM 102
HWP 302

HCP 252

45 5020 25 30 35

MILLING GRADE OVERVIEW IN 
STAINLESS STEEL OPERATION
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Range

Uncoated

CVD

PVD

Vc m/min

0 0

0

0 0

HWM 102
HWP 302

HCP 252
HCP 302

Grade

MILLING TEHNICAL GUIDE OVERVIEW 
IN STAINLESS  STEEL OPERATION

T
e

c
h

n
ic

a
l 

g
u

id
e

30 35 4010 15 20 25

IMPORTANT:

(0.006) (0.008)

f [mm /rev.]

0,20,15 0,2
(0.004)

0,25 0,3

5045

Chipbreakers

0,05 0,15

4 
(0.16)

4 
(0.16)

2 
(0.08)

2 
(0.08)f [mm /rev.]

The information you will find is based on our actual knowledge and experience. Seen the influence of some parameters by using our products, the user is not dispensed from making 
previous tests or verifications. No legal responsability may be associated with the characteristics or recommandations of a product for a case of application. The user has, under his own 
responsability, to respect all valid rights, laws and guidelines by using our products.

(0.010)
0,25

(0.006) (0.008) (0.010) (0.012) (0.014) (0.002)
0,10,35

ap [mm] 
([inch])

8 
(0.32)

8 
(0.32)

6 
(0.24)

6 
(0.24)

1 
(0.04)

5 
(0.20)

10 
(0.40)

ap [mm] ([inch]) 10 
(0.40)

5 
(0.20)

10 
(0.40)

3 
(0.12)

2 
(0.08)

0,2

15 
(0.60)

10 
(0.40)

5 
(0.20)

1 
(0.04)

20 
(0.80)

ap [mm] ([inch]) 20 
(0.80)

15 
(0.60)

4 
(0.16)

20 
(0.80)

0,250,05 0,1 0,15

ap [mm] 
([inch])

f [mm /rev.]

(0.002) (0.004) (0.006) (0.008) (0.010) (0.002)

15 
(0.60)

10 
(0.40)

0,05 0,1 0,250,15 0,2

0,15 0,2 0,25

ap [mm] ([inch]) 5 
(0.20)

ap [mm] 
([inch])

1 
(0.04)f [mm /rev.]

0,25 0,05
(0.006) (0.008) (0.010)(0.002) (0.004) (0.006) (0.008) (0.010) (0.002)
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IN
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E
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5

(0.004)
0,05 0,1 0,15 0,2 0,1

(0.004)

HPP 402

HPP 202
HPP 252

HPP 302
HPP 352

1 
(0.04)

150-250 120-220

f [mm /rev.]

(0.006) (0.008) (0.010)

f [mm /rev.]

APKT16… -
SCTAPKT10… -

SCT

APKT16… -
HCTAPKT10… -

HCT

APKT10… -
RCM

APKT16… -
RCM

SDMT1205P
DR-SCT

R...1204M
OS…

SE… 1203… -
HCM

R… 1604MOS-
HCM

TP..2204PD
R..



Vc

Finishing Roughing

Vc increasing ◄     ► Vc decreasing

Vf small Vf large
ap small ap large
Wear resistance increasing Wear resistance decreasing
Toughness decreasing Toughness increasing

2 3 4 5 6 7 8 9 10

TN
WR

TN
WR

TN
WR

TN
WR

F Finishing ● Ideal

M Medium machining ○ Stil recommended

R Roughing ▬ Not recommended

DRY = without COOLING

WET = with COOLING

HFK 121
HFK 201

HCK 152
HCP 202

Cutting conditions Machining conditions

●

Recommendation

●HCK 152

● ○ ○ ● ○HCP 202

● ●

HFK 121

HWP 302

● ●

TN Toughness / WR Wear resistance Cutting condition Machining condition

HM - GRADE DRY WET F M R

SCALE  0-10=RANGE OF APPLICATION APPLICATION

m/min 170 - 290 100 - 250

CVD

Uncoated

40 45 5020 25 30 35

MILLING GRADE OVERVIEW IN CAST 
IRON OPERATION
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ISO 513
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A
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Range 5 10 15



Range

Uncoated

CVD

Vc m/min

0 0

Grade

MILLING TEHNICAL GUIDE 
OVERVIEW IN CAST IRON 

OPERATION

0,2 0,25

20 
(0.80)

ap [mm] ([inch]) 20 
(0.80)

ap [mm] 
([inch])

f [mm /rev.]

5 
(0.20)

IMPORTANT:

The information you will find is based on our actual knowledge and experience. Seen the influence of some parameters by using our products, the user is not dispensed from making 
previous tests or verifications. No legal responsability may be associated with the characteristics or recommandations of a product for a case of application. The user has, under his 
own responsability, to respect all valid rights, laws and guidelines by using our products.

0,05 0,1 0,15 0,2 0,25 0,05 0,1 0,15

5 
(0.20)

1 
(0.04)

1 
(0.04)f [mm /rev.]

15 
(0.60)

15 
(0.60)

10 
(0.40)

10 
(0.40)

C
A

S
T

 
IR

O
N

5 20 25

HFK 201

(0.002) (0.004)

HCP 202

170-290 100-250

(0.002) (0.004) (0.006) (0.008) (0.006)

5040 45

Chipbreakers

(0.008) (0.010)

30 35

T
ec

h
n

ic
al

 g
u

id
e

(0.010)

HFK 121

HCK 152

10 15

APKT16… -
HCTAPKT10… -

HCT
APKT10… -

RCM

APKT16… -
RCM



Vc

Finishing Roughing

Vc increasing ◄     ► Vc decreasing

Vf small Vf large
ap small ap large
Wear resistance increasing Wear resistance decreasing
Toughness decreasing Toughness increasing

2 3 4 5 6 7 8 9 10

TN
WR

TN
WR

F Finishing ● Ideal

M Medium machining ○ Stil recommended

R Roughing ▬ Not recommendedWET = with COOLING

300 - 500

Cutting conditions Machining conditions

TN Toughness / WR Wear resistance Cutting condition

Recommendation

DRY = without COOLING

HFK 121

HFK 201

● ●

Machining condition

HM - GRADE DRY WET F M R

SCALE  0-10=RANGE OF APPLICATION APPLICATION

m/min 300 - 600

Uncoated HFK 121
HFK 201

40 45 5020 25 30 35

MILLING GRADE OVERVIEW IN NON 
FERROUS OPERATION
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Range 5 10 15



Range

Uncoated

Vc m/min

0 0

T
ec

h
n
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al

 g
u

id
e

100-250

Chipbreakers

Grade

50

HFK 121
HFK 201

25 30 35 40

MILLING TEHNICAL GUIDE 
OVERVIEW IN NON FERROUS 

OPERATION

45

IMPORTANT:

The information you will find is based on our actual knowledge and experience. Seen the influence of some parameters by using our products, the user is not dispensed
from making previous tests or verifications. No legal responsibility may be associated with the characteristics or recommendations of a product for a case of 
application. The user has, under his own responsibility, to respect all valid rights, laws and guidelines by using our products.

20 
(0.80)

20 
(0.80)

5 
(0.20)

5 
(0.20)

1 
(0.04)

15 
(0.60)

15 
(0.60)

10 
(0.40)

10 
(0.40)

N
O

N
 

F
E

R
R

O
U

S 5 10 15 20

170-290

0,150,025 0,05 0,075 0,1 0,2 0,25

ap [mm] 
([inch])

ap [mm] 
([inch])

1 
(0.04)f [mm /rev.] f [mm /rev.]

0,125 0,05 0,1
(0.001) (0.002) (0.003) (0.004) (0.008) (0.010)(0.005) (0.002) (0.004) (0.006)

APHT 16… 
-LMM

RPGT 1204 
MOEN -ALSDHT 1204 

AEEN -AL

APHT 10… 
-LMM



H
F

K
 121

H
F

K
 201

H
C

K
 101

H
C

K
 152

H
C

P
 101

H
C

P
 302

0,8 ADKT 1505PDER-SCM

0,5 APKT 1003PDER-SCT ● ● ●
0,8 APKT 1604PDER-SCT ● ● ●

APET 0803PDFR-XE ● ●
APET 1003PDFR-XE
APET 1604PDFR-XE ● ●

APHT 1003PDFR-LMM ● ●
APHT 1604PDFR-LMM ● ●

0,8 ADKT 1505PDER-HCM ● ●

0,5 APKT 1003PDER-HCT ● ●
0,5 APKT 1003PDER-HCM ● ●
0,8 APKT 1604PDER-HCT ● ●
0,8 APKT 1604PDER-HCM ● ● ●

0,8 ADKT 1505PDER-SCM ● ● ● ● ● ● ● ●
0,5 APKT 1003PDER-SCM ● ● ● ● ● ● ● ●
0,8 APKT 1604PDER-SCM ● ● ● ● ● ● ● ●

1,6 ADKT 150516-RCM ● ● ●
2,4 ADKT 150524-RCM ● ● ●
3,2 ADKT 150532-RCM ● ● ●

1,6 APKT 100316-RCM ● ● ● ● ●
3,0 APKT 100330-RCM ● ●

1,6 APKT 160416-RCM ● ● ●
2,4 APKT 160424-RCM ● ● ● ● ●
3,2 APKT 160432-RCM ● ● ● ● ●

RDLT 1003MOS-SCM ● ●
RDLT 12T3MOS-SCM ● ●
RDLT 1604MOS-SCM ● ●

RPGT 0602MOEN-AL ●
RPGT 0803MOEN-AL ●
RPGT 10T3MOEN-AL ●
RPGT 1204MOEN-AL ●

RPMT 1204MOSN ● ● ● ● ●

RDLW 1003MOS-HCM ● ● ●
RDLW 12T3MOS-HCM ● ●
RDLW 1604MOS-11

RPMW 1204MOSN ●

P ● STEELS M
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METAL CUTTING - MILLING OPERATION

INSERTS: AD..., AP..., RD…, 
RP... 
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H
F

K
 1

2
1

H
F

K
 2

0
1

H
C

K
 101

H
C

K
 152

H
C

P
 101

H
C

P
 302

SDMT 1205PDER-SCM ● ●
SDMT 1205PDER-SCT ● ●

SDHT 09T3AEEN-AL ●
SDHT 1204AEEN-AL ●

SPHT 0603ADEN-AL ●

SEKT 1204AFER-SCM ● ●

SEKR 1203AFSN-SCM ● ●
SEKR 1504AFSN-SCM ● ●

SPKR 1203EDER-SCM ● ●

SEKN 1203AFSN-HCM ● ●
SEKN 1504AFSN-11 ●

SEKR 1203AFSN-HCM ● ●

SPKN 1203EDR-HCM ● ● ●

SPKR 1203EDER-SCM ● ●

TPKN 1603PDR-HCM ● ●
TPKN 2204PDR-HCM ● ●

TPKR 1603PDSR-SCM ● ●
TPKR 2204PDSR-SCM ● ●
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INSERTS: SD..., SE..., SP..., 
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