
 Insert Grade & Cutting Data
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fn Feed per Revolution

Universal
PEM

Finishing
PEF

Roughing
PER

High SFM Medium SFM Low SFM

Hard & Wear Resistant Hard, Tough & Wear Resistant Tough & Impact Resistant

Material CDTooling Insert  Grades & Turning Application Chart

C8 C7 C6 C5
P05 P10 P15 P20 P25 P30 P35 P40 P45 P50
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DPC25UT
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A.N.S.I. Grade
I.S.O. Grade

DPC15HT DPC25UT DPC35RT

P

Roughing: DPC35RT insert grade has a tough 
and high impact resistant substrate with a CVD 
Al2O3/TiCN/Al2O3/TiCN coating. Inserts have 
a large chip breaker geometry, large radius
nose and honed cutting edge.

Cut at a low SFM with a large Depth of Cut
(ap) and high Feed Rate per Revolution (fn). 
Use coolant.

Universal: DPC25UT insert grade has a tough 
hard and wear resistant substrate with a CVD 
Al2O3/TiCN/Al2O3/TiCN coating.  Inserts have 
a large medium chip breaker geometry, 
medium radius nose and honed cutting edge.
  
Cut at a low to medium SFM with a medium 
Depth of Cut (ap) and medium Feed Rate
per Revolution (fn).  Use coolant.

Finishing: DPC15HT insert grade has a hard 
and high wear resistant substrate with a CVD 
Al2O3/TiCN/Al2O3/TiCN coating.  Inserts have 
a large small chip breaker geometry, small 
radius nose and honed cutting edge.

Cut at a high SFM with a small Depth of Cut 
(ap) and small Feed Rate per Revolution (fn). 
Use coolant.(0.1mm)
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Range of Feed per Revolution Range of Feed per Revolution Range of Feed per Revoultion

P Alloy Steel ApplicationMolded Negative Insert 

 Universal Turning and Boring
Relative Depth of Cut (ap) and 
Feed Rate per Revolution (fn)

Reference Pages

Cutting Speed for Specific Material:  
See page 40.

Insert Selection:  
See page 74-75.
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