Turning Insert (Positive) B
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VCGX 120300MFR-VP1 [ ] [ ] 0.02~0.10 | 0.05~0.50
120301MFR-VP1 [ ] [ ] 0.02~0.15 | 0.05~0.50
VP1 120302MFR-VP1 [ [ 0.02~0.18 | 0.10~1.00
_ 120304MFR-VP1 [ 0.03~0.20 | 0.12~1.20
=~ 120308MFR-VP1 ° ° 0.05-0.20 | 0.15~1.20
[High precision]
VCMT 080202-VF 0.05~0.20 | 0.30~1.00
080204-VF [ ] 0.10~0.25 | 0.30~1.00
VF 110304-VF ° 0.03-0.18 | 015120
g 160404-VF e o ) 0.04~0.20 | 0.15~150
VCMT 080202-VL [} [} [} o 0.03~0.08 | 0.10~0.80
080204-VL [} [} [} [ 0.04~0.10 | 0.10~0.90
VL 160404-VL [ J [ J [ 2N BN J [ 2N J 0.05~0.20 | 0.30~1.50
@ 160408-VL [ ] [ ] ® 00 o0 0.05~0.20 | 0.30~1.50
160412-VL 0.10~0.25 | 0.30~1.50
[Mild steel]
VCMT 160404-VP1 0.05~0.20 | 0.18~1.80
160408-VP1 0.06~0.20 | 0.20~1.80
VP1
= VCMT 160404-HMP [} ([ [ ] [ ] [ ] 0.10~0.25 | 0.30~2.60
5 160408-HMP e o ° ) 0.13~0.33 | 0.60~2.60
= HwP
[ S
8
=
VCMT 080202-MP [ J [ J 0.03~0.15 | 0.10~1.00
= 080204-MP [ ] [ ] 0.05~0.18 | 0.10~1.00
£ 110302-MP 0.06~0.18 | 0.20~1.80
:E MP Prew) 110304-MP 0.06~0.18 | 0.20~1.80
i) 160404-MP [ ] [ ] [ B BN BN J [ 2N J 0.08~0.18 | 0.30~2.00
B 160408-MP o o eeeee oo 0.10-023 | 050-230
8 160412-MP X0 o0 0.10~033 | 050~2.30
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SVJCR/L B115, 184, 211 SVQCR/L B212
SVVCN B184 SVUCR/L B212
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