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Positive M-class chipbreaker for finishing
T LA RUIHIA

FB=/LBxJL—7

FB Type / LB Type Chipbreaker 2864

ST AIAC

for'steel turning and A

e

s o gt o 8035P

LU Type

3 Depth of Cut Y&

oA~ HIRIE CTIREF DD < LI = R
ORFRIE T a0F - WHIM DISZIER!! o o2 53

. ) ) ) FEDE Foed Rate(MM/rev)
* Provide excellent chip management in small depth ~ light cut range.

* Reduced of sudden breakages, frequent stoppages and damage to workpieces.
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FB Type Chipbreaker for finishing

T EIFMTICBVWTENY)D  FUEZRIR

Provide excellent chip management in finishing.

.ﬁ:_tlj"]l]Im 7 U—jj FBgEG)!'%E The feature of FB Type chipbreaker for finishing

7 L —HMERAR
|J W :J“l': J: D ﬂgﬂﬂ?ﬁﬁfgﬁ Cross Section of Chipbreaker
Ridge reduces side chipping loss. 0.50

BWIL—hBICKD //

t1b < ForifiEREm £

High breaker wall ensures
improved chip separation.

/—ZRATLVAZTEHERETCKD. 1D L FUOTHEAREL L THEIERER L

Proved with variable rake angles within the nose radius increases chip deformation for improved chip
separation.

.tﬂﬁu'ﬁﬁg’ Cutting Performance
1D < FULIR chip Management MLt _ETE Machined Surface

#HEIEE Work Materials © /XA T84 Pipes (STKM13A) o30MZ NN L Boring #HEIEE Work Materials © /XA T #4Pipes (STKM13A) @100 NN L Boring
FW T nsert - TPMT110304N-FB (T1500A) F W insert - TPMT110304N-FB (T1500A)
BYIHIZREE cutting Condition © Ve=100m/min f=0.12mm/rev PIEIZAE cutting Condition © Ve=200m/min =0.07mm/rev
a,=0.1mm Wet a,=0.1mm Wet
FBEYJL—4+T1500A fthitt IL—h FBEYJL—A+T1500A it IL—h
FB Type Chipbreaker + T1500A Competitor’s FB Type Chipbreaker + T1500A Competitor’s
50mm 50mm 100pm 100pm
— —

ZELEYIDLLFA—ILET. RULIDLTFICKID. IO T KREHS R=1.06pm/Ra=6.22um KEAE R.=17.84um/Ra=3.28um

ﬁﬁﬁ'&b“‘ﬁi ﬁab\‘%ﬂz Surface Roughness Surface Roughness
Ensures improved chip separation with Entanglement with long chips specific. T1500A/T1 Soozt@ﬁaﬁbﬁ@ﬂulﬁﬁlﬂﬁﬁli

Sitall @Uiling) ElEmE Sk Improvements in machined surface quality ensured by T1500A/T1500Z in combination.

7“ I/_jj 1§ l/ \ﬁj\lj‘ Chipbreaker Applications

HNIHITD 0.8 InmkcEn (1.45
)b < FNE%E

5 157 LZEMI stavle Turnim RAIL—9
KIELE " 9 s
il % — A T T 7 7
LUz L—H ETAB DYIDL T SUx=JL—AH

LU Type Chipbreaker Chip separation in low cut SU Type Chipbreaker
ERFRED — 3D ERERSAD — A3
IO <53k ZEMT tIb < T4 1R ZEML
Stable turning of Stable turning of Stable turning of Stable turning of
low carbon steel general steel low carbon steel general steel

0.50 FEIT stavle Tunimg %

< —
FBxJL—7 EGABOU<ESE | LBuTL—7

FB Type Chipbreaker Chip separation in low cut LB Type Chipbreaker
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LB Type Chipbreaker for light cut

FUHICSLWTCRENM L Z XA

Provide excellent chip management in the light cut.
.ﬂwﬁum 7 Ij—jj LBgEG)ﬁE The feature of LB Type chipbreaker for light cut

T —hERERAR

Cross Section of Chipbreaker

DERsEI LERET CRFA IR = HH]
Strong edge design reduces sudden
breakages.

WKL —AY v IRIAKT
t1b < LB MEEE
Ensures improved chip management
with special ridge.

A7V L ZHIN T A8 PAC6020M/AC6030M/ACB040M [C&D.
A7 L AT ICBIBL < Xt !

New AC6020M/AC6030M/AC6040M grades covered the wide range of stainless steel.

.tﬂﬁu'ﬁﬁg‘ Cutting Performance

t)J D < TMfE Chip Management

#HEIEE Work Materials © /XA T#4Pipes (STKM13A) @30MZ NN L Boring HEIR Work Materials - Y nuts (SUS304)

F w7 insert | TPMT110304N-LB(T15004) F w7 insert : TPMT110308N-LB (AC6040M)
BIEIZEE cutting Condition : Ve=200m/min f=0.15mm/rev PIEIZAE cutting Condition © Ve=100m/min  f=0.20mm/rev
a,=0.5mm Wet a,=0.8mm Wet

ﬂ o
LB Type Chipbreaker + T1500A Conventional Chipbreaker LB Type Chipbreaker + AC6040M Competitor’s + Coated Carbide

50mm 50mm

—_
b FEREL TH—ILE B THHE! tIb< =5 HiL TRZEIMT
Improvements in chip management with stable curling diameter. Provide stable machining with smaller chip size.

.*&;&tﬂﬁu%#': Recommended cutting conditions

OFBZ! r5 type @ BEY Biype
, Bl %D E A » Bl xD® ThAd
Wo*r)kilalejlt*tejr;als é?‘at% C?‘%?n%/%%%d E?Tﬁ%?g D‘%%ﬁ? ut Wo*r%ﬁgfejr‘\als zjrj(% C?i%;/%{e)%d %ﬁ]ﬁ?\g Dei)‘?tl’(\JE;())u(
il T1000A 100-400 T1000A 100-400
Soft Steel T1500A 100-260 7] T1500A 100-260
(SS400%&) Soft Steel
e T1500Z 100-400 0.03-0.15 0.1-0.6 (53300%¢) T1500Z 100-400 0.05.0.20 0212
Low-carbon Steel T3000Z 100-270 iy T3000Z 100-270
SIeTED) AC530U 80-200 LGSR 2V |ACB20P/ACB025P|  100-340
T1000A 100-320 ACB30P/ACB035P|  100-250
~ e T1500A 100-230 T1000A 100-320
General Steel T1500Z 100-320 0.03-0.20 0.1-0.8 T1500A 100-230
D) T3000Z 100-240 — 38 T1500Z 100-320
AC530U 80-200 i T3000Z 100-240 0.05-025 0.2-1.5
25> A3 ACB20P/AC8025P|  100-300
Stal?lsc;eass?teel AC530U 80-160 0.03-0.15 0.1-0.6 AC830P/ACB035P 100-230
. AC6020M 140-230
ATHZEEA | aCs0s0M 110-180 0.05-0.20 0.2-12
BUS) AC6040M 80-160
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Application Examples

SPCH440 (Extr#4) /\T&Bam

Iron sheeting Hub parts

A DYID L FHEHZIEL L. FaIEEEH!

Suppresses chip entanglement of iron sheeting, thus eliminating frequent stoppages!

—IVEEIN

Curling diameter: Small

H—IEXR

Curling diameter: Large

ftbttm

Competitor's

FB

FHenEAE  REMIRIBR23. 2L

Tool life criteria: Max. surface roughness Rz 3.2

SAPH440(TJUA#) ERbEBG

Press material Piston parts

BYHAHTEE THYID L F=5E L. FaDEaEHE!

Finely separates chips in a low-cut area as well, thus eliminating frequent stoppages!

AT
a,=0.3mm
Roughing

tEEFmT
a,=0.02mm
Finishing

fEFKam

Conventional

FaEE i FFES A0 FB

Tool life criteria: Finished surface undulation

FwF  DCMT11T308N-FB (T30002)  EENEAIEINT GERE)

Inserts Sliding surface bore machining (continuous cut)

FIHIEAF v, =200m/min f=0.05mm/rev a,=0.5~0.6mm Wet
Cutting Condition

F w7 DCMT11T308N-FB (T15002)  iEHIL (E45t)
Facing (continuous cut)

\nser\s
S v, =860m/min f=0.14mm/rev a,= *E 0.3mm ft_E[F:0.02mm Wet
Cumng Condition Roughing Finishing

STKM13AUNALT#) NFUVTERG

Pipe material Bearing parts

10 <F SRR ECREMT. TEFa30%MEL!

Improved chip separation for stable machining with 30% longer tool life!

FmEE EIERK

Tool life criteria: Surface properties

SCM420H 75vFEbm

Clutch parts

t1b < H it EYINIRE LT, BNl TERAL !

Improved chip separation and cut performance ensure excellent machining surface quality!

fbttom

Competitor's

FB

FaBE mER (B8, ki3/(D)

Tool life criteria: Surface properties (White turbidity and exit burrs)

F w7 TPMT110304N-FB (T3000Z) PRI (&)
Inserts Boring (continuous cut)
BIHIZA v, =200m/min f=0.09mm/rev a,=0.25mm Wet
Cutting Condition

FwJ: DCMT11T304N-FB (T15002) (DW — Q@EED — @HE GEfT)

\nsens Boring Chamfering Facing (continuous cut)

SIHIZEA (v, =220m/min f=0.15,@0.12, @0.18mm/rev a,=0.25mm Wet
Cutting Condition

S45C hSUVAZvYavEbm

Transmission parts

b <F oy iRIER T, TEEHEA40%IER !

Improved chip separation with a 40% reduction of tool damage!

S45C /\ Db

Hub parts

10 <o lriErR EEITED LHUDFEIT, Fan2fs

Improved chip separation and suppresses the pull for 2 times tough tool life

Shaft

TBABEEIEYID < FHEEL,
EHUP!!

Improved chip management for stable cutting and tool life in different depth of cut!!

‘ 75mm i 50mm
5 €
[ —
Q — ®¢
[ T — <«

F w7 DCMT11T304N-LB (T1500A)

Inserts

GBS © v, =120m/min = 0.06mm/rev a,=0.5mm Wet
Cutting Condition

fibtiom

Competitor's

£
E g 100mm
9 8
> —
Q S}
th#t 57
LS it
'y FB aA Competitor's
Competitor's 100mm
Fa B REMES HonE%E  REEE
Tool life criteria: Surface roughness Tool life criteria: Surface roughness
FwJ  DCMT11T308N-FB (T30002) iﬁ@f]ﬂi — RIIT — AR T GEfE) Fw7 . VBMT160408N-LB (T15004) W 7JDI — RIIT — i GE#)
Inserts Facing Radius cutting  Boring (continuous cut) Inserts Radius cutting - Facing (continuous cut)
SIBISE A v, =250m/min f =4 - B 1 0.15mm/rev, RN L 0.10mm/rev  a,=0.25mm Wet PB4 v, =240m/min f =0.25~ 028mm/rev a,=0.6mm Wet
Cutting Condition Boring-Internal Facing Radius cutting Cutting Condition
~ Wvdrd =]
S45CH vk SPCH440 (Ektx#4) /\T 88
Hub parts

Iron sheeting

|\~
\F

IO <FHEEL. ITEDEHREL . HEAREDOWN!

Improved chip management for stable cutting and decreased the scratch on cutting surface. Dropped poor product rate.

HHE

Output (pcs/c)

=

ftbttem

Competitor's

FonEE  REMES

Tool life criteria: Surface roughness

Fw7 1 VBMT160408N-LB (AC6040M)
Inserts
BIHIZAF @ v, =220m/min f= 0.22mm/rev a,=0.20mm Wet
Cutting Condition
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Stock

.Fng FB type

.LB ﬁg LB type

-HFIE W& Grade & (mm) bimensions 1k & Grade 7 (mMmm) pimensions
ok | T 4 =N ot | v | /=X gk | 3 4 a R . — =
Argle (5:) = Circle Diameter R’:%?Ss Angle &() 2 2 (<_() 2 = Circle Diameter H’:{ﬁs
CCMT 060202N-FB| @ | @ 0.2 CCMT 060202N-LB | @ o000 [ 0.2
| 0e00n-FE @ @) 6 060204N-LB|@|©|0/0/0/0 ®® @ ® 635 233 2.3 |0.4
CCMT 09T302N-FB|@ | @ ol 060208\-LE @ @@ 000000 | | | 08
09T304N-FB| @ | @ CCMT 09T302N-LB|@ o000 [ J 0.2
,,,,,,,,,,,,,,,, 09T308N-FB @ @@ 09T304N-LE|© 0|00 00 ® ©/® @ 0525397| 4.4 | 0.4
GPNIT 080204N-FE|@|@[@|®|®| 75: 235 34 foa| | | | T 08
11° |CPMT 090304N-FB|@ | @ CPT 080204N-LB 00|00 0 0/0/®®® 794238 3.4 0.4
FB 090308N-FB| ® | @ 11° |CPMT 090304N-LB @ o000 [ J 0505/318] 4.4 0.4
DCMT 070202N-FB| @ | @ LB 090308N-LB | @ 0000 o ) " 0.8
070204N-FB| @ | @ DCMT 070202N-LB | @ o000 [ J 0.2
ol 070208N-FB|® @ | ® 070204N-LB|@|©/0/0 0|0 ® ®/® ® 635 233 2.3 | 0.4
DCMT 11T302N-FB| @ |® I 070208N-LE @ @@ 0000000 | | 08
11T304N-FB| @ | @ DCMT 11T302N-LB | @ o000 [ J 0.2
FB 11T308N-FB| @ | @ 11T304N-LB |@ o000 @(0.525(397| 4.4 |0.4
70 SCMT 09T304N-FB| @ | @ LB 11T308N-LB |@ 0000 [ J 0.8
,,,,,,,,,,,,,,,, 09T308N-FE|@|® | @ . |SCHT 0oT304N-LE[@ @@ @ @ @@ @0 I 04
- |sPMT os0s0n-FB @ @@ @@ [ Toal | |7 09T308N-LB|@ @@ 0|0 @ @ @@ e 7 05
FB 090308N-FB @ | @ 19° SPMT 090304N-LB |@ o000 [ J 0505/318] 3.4 0.4
7 TCMT 110204N-FB| @ | @ LB 090308N-LB @ o000 LB ) 0.8
,,,,,,,,,,,,,,,, 110208N-FB|@| @ | @ . [TouT ti020an-LE @@/ @@ @@ OO | | (04
TPMT 080202N-FB|® | @ | 1100en-LB|@ @@ @@ @ @@@e “° “F “Cl0s
 080204N-FB|@ @@ TPNT 080202N-LB @ @ @ @ @@ @00 | | |02
TPMT 00020N-FE @ @@ @@ | | “lo2| | | | 080204N-LE|@ @ @ @@ @@ 0®® “° " ““ 04
 090204N-FE|@ @ |@ TRNT 030202N-L5 @ @ @ @ /@@ @00 | | |02
TPMT 110302N-FE @ @@ @@ | | 02| | | | 090204N-LE @@ @ @@ @00 00 *° > “° 04
11° 110304N-FB| @ | @ TPMT 110302N-LB @ o000 [ 0.2
,,,,,,,,,, 110308N-FB|@ | @ | @ 11° 110304N-LB @0/ @ ©/0/® © 0 @ ® 635 315 3.4 0.4
TPMT 160304N-FE@ @@ @@ " oal | | | 110306N-LB @ @@ 0000000 | | | 08
,,,,,,,,,, 160308N-FE|@ @ | @ TPNT 160304\-L @ @@ @ @ @0 00O | ' 04
TPMT 160404N-FE @ @@ @@ | Jo4| | | | 160308N-LE @@ @ @ @ @@ @ @@ " '° ** 05
FB 160408N-FB| @ | @ TPMT 160404N-LB |@ o000 .9525476 44 0.4
VBMT 110302N-FB @ @ LB 160408N-LB |@ 000 e LB ) " 108
110304N-FB| @ | @ VBMT 110302N-LB @ o000 [ 0.2
5 [ 110308N-FB|@ | @ | @ 110304N-LE|©|0/® 00|00 (®|® 635 318/ 2.5 |0.4
VBMT 160404N-FB|@ @ o b 110303N-L5 @ @ @ 0000000 | | | 08
,,,,,,,,,,,,,,,, 160408N-FB| @ @ | @ VBNT 160404\-LE /@ @ @/0/@ @ @0 0® 0.4
VCMT 080202N-FB|® @ 160408N-LB |@ o000 @(9.5254.76| 4.4 | 0.8
| osoan-Fa@ @@ 160412\-LB @ @ @ 00 00000 1.2
VCMT 160404N-FB @ @ VCMT 080202N-LB @ o000 [ J 476 1238 2.3 0.2
i 160408N-FB @ | @ ol 080204N-LE @ @@ @ @@ @@@@ ‘"° > %304
VCMT 160404N-LB @ o000 [ J 0.4
18 160408\-LB @@ /@0 @ @ @ @ @@ "' "® 4 |05
WPNIT110204N-L| 000000 0/0 @@ 535 238/ 25 | 0.4
11° [WPMT 160306N-LE|©)@/@]®/@©®/0® @ 05253 15 4.4 0.8

LB

OF | RAEFEER

OF : REEEER (h7tm)

@mark : Standard Stocked item ~ @mark : Standard Stocked item(expanded)
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Material application range

—fix a0 L

For General Steel

SIHIRRE EEIHI 2 - E@EtlHE =T - —ERRAREEEHE WA - AT E]
Cutting Process High Speed Light, continuous cut Continuous to partially interrupted cut Interrupted to heavy interrupted cut
JIS

el - PO1 P10 P20 P30 P40
AGOZ0F
EE:_;"f 77 1 . . »
Coated Carbide U
83UP/ALGoUIoF
A |

T—Fuk T1500Z

P—Xwh
Coated Cermet T3000Z

Y—Xwk

Cermet

T1000A

T1500A

M AFYUASRNT

For Stainless Steel

LIRS EERLH B - EietlEl =T - —BRRARTEE] Wit - SEERRTEIE
Cutting Process High Speed Light, continuous cut Continuous to partially interrupted cut Interrupted to heavy interrupted cut
e - MO1 M10 M20 M30 M40

aAC6020M

\

/ AC6030M

y

AC6040M
[ %

BEI—1>0
Coated Carbide

Voo A:pwp @ sva—k

Blank : Uncoated

QZEICHBFEVVERELEHICO®

O HWWINNZR o CLB e ERWVIC TER LS EE L)

O (ERATTEZR O IZD EARMNTEVIESS. TERIE.
RAVEIBEE T D THERMAOBENTTERALEE L,

® Please handle with care as this product has sharp edges.

® Improper cutting conditions or mis-handling of the tool may result
n breakages or projectiles. Therefore, please use the tool within its

@ ZEDYI0 < FHRBL LI DR LHUTI0 <FHBRE
SNBDTENBODIRIDT, KEN/IN\—PREXANRE
DREEZFEAL. B - BNICT D CRRLE

Wi R R L,
® \ery hot or lengthy chips may be discharged while the

machine is in operation. Therefore, machine guards, safety
goggles or other protective covers must be used. Fire safety
precautions must also be considered

o KEMEDYHIRZ CEMICTEDIHEF
BENHNEBZRE T DI EDNRZEFBUTIEE,
AKICL<NKNBTERLES L,

® \When using non-water soluble cutting oil, precautions

against fire must be taken and please ensure that a fire
extinguisher is placed near the machine.

recommended conditions. J

O FREITEHASAL

< SUMITOMO ELECTRIC INDUSTRIES, LTD.

TE64-0016 RERFAMERIET-1-1 TEL (072)772-4531
1-1-1, Koyakita, Itami, Hyogo 664-0016, Japan TEL +81-(72)-772-4535

IN—F X5 )VEEE
Global Marketing Department

FAX (072)772-4595
FAX +81-(72)-771-0088

MR REEIIL—T T107-8468 HERHEEXTHRIKR 1 -3-13 TEL(0I3)B406-2635 FAX(03)6406-4006
%EE%"# JI—7F T451-6036 % TEMmMARXSE B HT 6 - 1 TEL(052)589-3873 FAX(052)589-3874
= *TA471-0835 BN EEZHMER2 -80 TEL(0565)26-4370 FAX(0565)26-4366
LIAREZEIIL—T T541-0041 ARMTHRXIEEA4-7-28 TEL0B)B221-3600 FAX(06)6221-3015
RmEMERIIL—T TEL(03)6406-2636 EIVE B0144)35-3322  AE 7 B(048)525-8215 3 #A B(053)451-4395  [1x B B(082)250-1022

EEEFEEJE( JIL—TF TEL(052)589-3873 [l & 8(022)2920128 #% & B(045)851-1788 Lk [ B(076)264-3822 /1, N B(092)481-8131
KPR ERS I —T TEL(06)6221-3700 Wl 4% 80285243627 = + 8(0545)531152 [ 1] B(086)221-3052

O FRETYV-IL2yMERXRE = € ERET/N\—RXIILEEXRHT

ERREZESL TEL(03)6406-2814 FAX(03)6406-4037
REREZEER  TEL(062)589-3840 FAX(052)589-3841
KIREZER TEL(06)6221-3900 FAX(06)6221-3015
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