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Step 2: Details of tool holder
*Tool holder type, Size, *Operation genre
eApplicable inserts
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Step 3 : Details of insert

*Shape, *Size, *Chipbreaker, *Grade, *Stock
[~ ] el ° : Applicable tool holders

*Approach angle, ¢Page

127 [76]5 6 12

727|765 36 16

Applicable tool

R R R P R P

20 PCBNR/L PCLNR/L
Lightoad e Kr.75° Kr:95° '
S 1] d = s Step 4 : Return to locate

- tool holder
[l ol

(X TR I | ot ecier ) =)
Aot

ATOA6-Ad6 Az2-n3s A2ai-azes

K2}
]
<]
L
=)
£
c
£
=]
2
D
£
=
O
2
[
12
[e]
L
)
B
>
o



@
<.
g
o
-
3
[
o
)
Q
=3
3
«Q
-
c
5
2.
3
@
—~
3
<3
2]

External parting, grooving and turning tools
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Tool holder type,
Size and applicable
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Selection of tool
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Insert type, Chip-
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( Threading tools )
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External threading tools
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Tool holder type,
Size and applicable
inserts
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Selecting insert
category

Insert type, Chip-
breaker, Size and
grade
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\ Turning Inserts Overview

v'\/r.\
VNMG-EM VNMG-NM WNMG-PM  WNMG-DM  WNMG-EM  WNMG-NM
Culirgodee 16 16 06,08 06,08 06,08 08
Page  A82 A82 A85 A85 A85 A86
o ~-
roughing
CNMG-SNR  DNMG-SNR  SNMG-SNR  TNMG-SNR  VNMG-SNR  WNMG-SNR
i 12,16,19 15 12 16 16 08
Page A58 AB5 AT1 A8 A82 A86
- A [ - i
O—
CNMM-LR DNMM-LR SNMM-LR TNMM-LR CNMG-DR CNMM-DR CNMG-ER  CNMM-ER
Culting £dge 12,16,19,25 15 12,15,19,25 16,22 12,16,19 12,16,19,25 12,16,19
Page A57 A65 A9 AT7 A58 A58 A58 A58
- T T —~——— F % [ — » -
sy (s :o-/ g 2 - Enil EW‘
DNMG-DR DNMM-DR DNMG-ER DNMM-ER SNMG-DR SNMM-DR SNMG-ER SNMM-ER
PR 15 15 15 12,15,19 12,15,19,25 12,15,19 25
Page  AB5 AB5 AB5 A5 A70 A70-A71 AT1
A o A £
e e e— N
TNMG-DR TNMM-DR TNMG-ER WNMG-DR
Cullng £09216,22,27 16,22,27 16,22 06,08
Page  AT78 A78 A8 A86
— o
Forheavy . N A
machlnmg — (——
_—
CNMM-HPR  SNMM-HPR CNMM-HDR DNMM-HDR  SNMM-HDR  TNMM-HDR
g e 19,25 19,25 12,16,19 15 12,15,19,25 16,22,27
Page A59 A72 A59 A6 AT2
N
Lol I K FOPIONINT o/ All roURd: _/"
175.32-22/227  175.32-24 175.32-25 175.32-28 KNUX CNMG
Pl 19,30 19 19 16 12,16,19
Page  A88 A88 A88 A88 A87
ﬂ - / .l L] PN -~ _—_
s _—_— —— fmmeey
CNMM DNMG SNMG SNMM TNMG TNMM VNMG
°”"'"%?{’99 12,19 15,19 09,12,15,19,25  09,12,19,25  11,16,22,27,33 16,22,27 16
Page  A60 A66 A73 A73-74 A79 A80 A82

A7

2
2
<
9]
>
o
»
=
o)
7]
£
o
£
c
IS
El
'_



MBIAIBAO SUasUl Buluin|

P4
Hogen, F) & = A &
= -_— . e
o CNMA DNMA SNMA TNMA WNMA
a Cuting edge 12,16,19 11,15 09,12,15,19 16,22,27 06,08
g Page A59 AG6 A4 A80 A86
n
For_extra
pa i N .
finishing USF g
E
CCGT-USF DCGT-USF TCGT-USF VCGT-USF DPGT-USF VPGT-USF
e 09 07,11 11 08,11 07,11 08,11
Page A89 A93 A100 A105 A111 A114
{ CCGT-SF DCGT-SF TCGT-SF VCGT-SF VBGT-SF CPGT-SF DPGT-SF TBGH-L
Culng®i%e 06,09 07,11 06,09, 11 11 11 06,09 07,11 06
Page  A89 A93 A100 A105 A108 A110 A111 A112

e

[ TPGT-SF

=
}
}
}

A8

TPGH-L
Culing®dge 09,11 09,11
Page A113 A113
v \ / . T \ !/
o For. ' 3
N finishing e i = L]
2 I w
)
= VCGT-NGF  VBET-NGF  CCMT-HF CCMT-EF DCMT-HF DCMT-EF SCMT-HF
g Cum"gedge 16 16 06,09,12 06,09,12 07,11 07,11 09
a Page A105 A108 A89 A90 A93 A94 A98
(7}
: @ —l W e w2 e
mmenaiy
SCMT-EF TCMT-HF TCMT-EF VCGT-HF VCGT-NF VBMT-EF VBMT-HF VBET-NF
Culing odge 06,09,11,16 09,11,16 1 16 1,16 1 16
Page A98 A101 A102 A105 A105 A108 A108 A108
For,semi- .’Q! ‘.’ .
fi h Framd ) { - -
mls ing (PN
T [} [er—
CCMT-HM CCMT-EM DCMT-HM DCMT-EM SCMT-HM SCMT-EM TCMT-HM
Cumng edge 06,09,12 06,09,12 07,11 07, 11 09,12 09,12 09,11,16
Page A90 A90 A94 A94 A98 A98 A103



\ Turning Inserts Overview
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Threading inserts
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General pitch thread(Thin type)

a &

External thread Internal thread
0.5~5.0(5~48)

A307

0.5~5.0(5~48)
A307

Whitworth thread(Thin type)

L.

External thread
8~16
A308

Internal thread
8~16
A308

a

Right hand type shown Unified thread(Thin type)

£ &

External thread Internal thread

British Standard pipe thread(Thin type)

External thread Internal thread

American standard pipe thread
(Thin type)

External thread

Internal thread

Pitch/
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Turning Tools Overview /

C Tool holders for external turning )

D-type clamping system
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P-type clamping system

PCBNR/L PCLNR/L PDJNR/L PSKNR/L
Approech \75° 95° 93° 62°30°' 75° 45° 75°
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PSSNR/L PTFNR/L PTTNRI/L PTGNR/L

.’ 7’
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S-type clamping system
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Do 90° 90° 91° 60° 90°

Page A198 A198 A199 A200 A201 A202 A203

A12



\ Turning Tools Overview

C-type clamping system

CKJNR/L ﬂ CKNNRI/L q

Approach 93°

angle

Page A204 A204

Turning tool holders for ceramic inserts

CRDCRI/L W CRDPR/L H

Approach
angle

page A205 A205

C Turning tool holders for internal machining )

P-type clamping system

PCLNR/L PDPNR/L PDUNR/L
Aoproach 950 62°30" 93°
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S-type clamping system
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-

Aoproach - 950 107°30' 93°
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Aoproach - 93° 107°30' 93°
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Turning Tools Overview /

SCFCR

Aopoach - 90° 95°
Page A232 A233

Damping tool holders

SCLPR/L SDQPR/L SDUPRI/L STUPR/L SVQCR/L SVUCR/L

Aopioach  95° 107°30" 93° 107°30'
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C Parting and grooving tools )

QEOOR/L QECDR/L QXODR/L w QEOSR/L w QECOSOON
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Threading tools )
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ecommended Grade Overview for Turning Inserts
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Parting and
grooving

Threading

General turning
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~——— How to select general turning inserts

Ve

B Turning inserts list

@ Turning inserts listed according to shape
® Sequence of listed inserts
»Negative inserts (with hole — without hole)
»Positive inserts (with hole — without hole)

® Sequence of |

isted chipbreaker

How to select general turning inserts

\

For finishing — For semi-finishing — For roughing — For heavy cutting — Without chipbreaker—
Through chipbreaker

Main category of
products

Positive or negative

—e Selecting grade according to workpiece material and working

condition

Prior to select grade for insert according to working condition that is suitable for
workpiece material

() Good working condition: machine works well and stably. There are high
requirements for dimensional precision of components and quality surface.
() Normal working condition: machine works normally. There are certain
requirements for dimensional precision of components and surface quality.
(=) Bad working condition: machine works with bad stability. There are high
requirements for metal evacuation rate.

inserts
([ENTCIDvesve e
() Good working condition (22) Normal working condition (<) Bad working condition
= (Jsee COLLBVE VO © ©0
5 M Stainless steel V! LWLV ilv)
% [Tqcastion W ‘ e @ ¢
% Non-ferrous metal O
2 eatresisantaloy Tialoy S S & &
) i3
. . Dimensions(mm) Coated cemented carbide £ [SEcenered
Shape and dimensions nserts i Usém
L: cutting edge length shape Tree F N EYENSSS8YYERLE RN Y SlB[a) -
- cutling edge leng Liewels fedl G o888 a8 5085555252252 5—— Grade
@1.C: diameter of inscribed circle R e R
. CNMG120404-NM |12.9| 12.7 [4.76|5.16| 0.4 O * L] o
S: Thickness NM
. CNMG120408-NM [12.9| 12.7 [4.76|5.16| 0.8 ® X o o
od: Hole diameter E
N CNMG120412-NM [12.9| 12.7 [4.76(5.16| 1.2 o % o
r: Nose radius
For semi-
isning
CNMM120408-LR [12.9] 12.7 [4.76|5.16 | 0.8 ] * .
Type CNMM120412-LR [12.9] 12.7 [4.76|5.16 | 1.2 J * SlZe
CNMM120416-LR [12.9] 12.7 [4.76|5.16 | 1.6 *
CNMM160608-LR |16.115.875(6.356.35| 0.8 *
LR
CNMM160612-LR |16.1(15.875(6.35|6.35 | 1.2 r * ]
B CNMM160616-LR |16.1(15.875(6.35|6.35| 1.6 L * J- Stock
Lightioad | CNMM160624-LR [16.1)15:875(6.35|6.35| 2.4 *
roughing CNMM190612-LR [19.3| 19.05 |6.35|7.94| 1.2 *
CNMM190616-LR |19.3| 19.05 [6.35|7.94( 1.6 *
CNMM190624-LR [19.3(19.05|6.35|7.94| 2.4 >*
CNMM250924-LR 579 254 (9.525(9.12| 2.4 *
[Recommended grade (aways stock avaiiable) _ @ Availabie grade (avays stock avaiiabie)_oviake-oori—— [||ustration of stock
DCLNR/L PCBNR/L PCLNR/L PCLNR/L
Kr:95® Kr75° I Kr:95° I Kr%"y
[ nir2 i A2z
| o
Rso-Ast ioAss-Ads Res-as oii-Agi
Reference page of
tool holders :
——*Recommended cutting parameters
Application of inserts Chipbreaker selection reference
Shape Grade selection reference
L
P Insert code key

—— = Insert chipbreaker

Chipbreaker code



A

TURNING

General turning inserts =

General turning inserts overview A22-A26

Application instruction of general A27-A49
turning inserts

General turning inserts A50-A152
General turning inserts code key A50-A51

Metric-Inch comparison table for general A52-A53
turning inserts

Cemented carbide and cermet inserts A54-A114
Negative inserts A54-A88
Positive inserts A89-A114

PCBN&PCD inserts A115-A149

PCBN&PCD inserts code key A116-A117
PCBN&PCD inserts A118-A149
Ceramic inserts A150-A152

Ceramic inserts code key A150-A151

Ceramic inserts A152

A21
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Negative inserts with hole

General turning inserts overview

Appli-:
cation:

Chipbreaker

 Preci-

sion

Recommended cutting parameters

Chipbreaker
profile

Feature/Shape of insert

ap(mm) 2.0

1.5 -

L i
Femremaeea
. i

1.0 | po- - - o
I i

07 IR S
i

f(mm/r)

0.1 0.2 0.3 0.4 0.5

@

o

Recommended chipbreaker for finishing of P-type
materials

Double-sided chipbreaker with M-level tolerance has outstanding
performance in finishing, achieving good surface quality.

2P Y N\

"R
-
s

ap(mm) 4.0

3.0

~

@ o
S o S
o
<
o
=
=
=
@
z @® z
2 & 2
@ @ ®

Recommended chipbreaker for finishing of P- type
materials

Double-sided chipbreaker with M-level tolerance has sharp edges,
which can effectively cut off stainless steel and avoid adhering and

Burysiuy 104

rAvl

M 2.0 o1 surface hardening, achieving high surface quality.
1.0 17
gy, I < )
. f(mm/n) Cutting edge o - “ ) . ! A0 - F-
: ey U ———
Recommended chipbreaker for finishing of M-type
ap(mm) 4.0 0.059 materials
9°
30 Double-sided chipbreaker with M-level tolerance can prevent wear
Nose | and hardening to achieve high machining precision and good surface
M 2.0 quality.
1.0 0.059
&
f(mm/r)
Recommended chipbreaker for finishing of S-type
ap(mm) 2.0 o009 materials
1.5 " {Syj‘\/ Double-sided chipbreaker with E-level tolerance can prevent wear
Nose | and hardening to achieve high machining precision and good surface
E 1.0 quality.
0.5 .y 009
1 v
ﬁt’i "
0 ;E:\m/r) Cutting edge , ‘ A
Recommended chipbreaker for finishing of S- materials
ap(mm)2.0 T T 15 E-class double side chip breaker with excellent sharp edge.High

m

f(mm/n)

0.05 0.1 0.15 0.2 0.25

i

Cutting edge

positioning accuracy, light cutting force.-NGF is recommended chip
breaker for S series material general finishing.

PR T

ap(mm)4. 0

f(mm/r)

0.1 0.2 0.3 0.4 0.5

o

o

4 o
z
o é
@
@®

Cutting edge

Recommended chipbreaker for finishing of S- materials
E-class double side chip breaker with excellent sharp edge.High
positioning accuracy, light cutting force.-NGF is recommended chip
breaker for S series material general finishing.

BE&AL

LI

Recommended chipbreaker for semi-finishing of P-type

Ho

Buiysiuly-iwas 104

ap(mm)5. 0 1
wo k-t 70307, 912 materials
N ouble-sided chipbreaker wi -level tolerance produces sma
N Double-sided chipbreak th M-level tol d Il
AN i Nose | cutting forces and has large chip breaking range, which ensures
M 20F- _‘L ‘L T' 4: o good performance for machining highly adhesive alloy steel.
oo ; -
o N A f(mm/r) Cutting edge 3
0.1 0.2 0.3 0.4 0.5
ap(mm)5. 0 Recommended chipbreaer for semi-finishing of P-type
a0 b-- 0% materials
' 6 0.08 Double-sided chipbreaker with M-level tolerance has higher strength
3.0 F-- Nose | Of cutting edge than chipbreaker DM. It is suitable for semi-finishing
[__ under unstable working conditions as well as machining cast iron
20 d tabl k dit Il hi t
0% with small cutting forces.
1.0 p-- 6 0.08 DA 3
fmm/r) Cutting edge

0.1 0.2 0.3 0.4 0.5

A22



Negative inserts with hole

General turning inserts overview

?aptﬂ'n Chipbreaker Psr:;: Recommended cutting parameters Chg:rl;:‘tielzker Feature/Shape of insert
Recommended chipbreaker for semi-finishing of S-type
ap(mm)2. 0 0.14 materials
15 15°$F‘\_/ Double-sided chipbreaker with M-class tolerance keeps high
Nose | precision after inserts are turned, with good capability to prevent
M 10 wear and hardening to achieve higher machining efficiency than
os - o1 chipbreaker NF.
e T P e
0.1 02 0.3 0.4 05 . ‘
Recommended chipbreaker for semi-finishing of M-type
ap(mm)4. 0 0.203 materials
30 i an{;'j‘\_/./ Double-sided chipbreaker with M-level tolerance can solve the
Nose | processing problems such as chip breaking and adhering of stainless

L f(mm/r)
0.1 0.2 0.3 0.4 0.5

0.203

steel, achieving higher machining efficiency than chipbreaker EF.

HFBA=A

Bulysiuy-iwes 104

f(mm/r)
5

Wiper chipbreaker for semi-finishing

Double-sided chipbreaker with M-level tolerance, semi-finishing
chipbreaker with wiper designed, perfect combination of good wiper
result and sturdy cutting edge structure, which perfectly meet the
requirement of high efficiently and good surface quality.

Bah s

From semi-finishing to roughing of P-type, M-type,

Buiybnou peoj-jybiq

f(mm/r)
0

Cutting edge

ap(mm)5. 0
", 2f &% K-type materials
' ﬁﬁ:_/ Double-sided chipbreaker with M-level tolerance has good cutting
3.0 Nose : edge strength and wide application.
2.0 0.26 : -
27”% o ~
1.0 . .
| | | | X - I
[ T T Cutting edge J— J
N T B N e
0.1 0.2 0.3 0.4 0.5
ap(mm)15.0 0.35 Recommended chipbreaker for light roughing of P-type
19 0.1 and K-type materials
Double-sided chipbreaker with M-level tolerance is the first choice
Nose | for light roughing, can achieve high evacuation rate and efficiency of
0.3 cutting edge.
~— . ~
19 o -~ A A ‘& -~
f(mmy/r) Cutting ed -~ R 200~
0 utting edge | L] Nt
227 0.3 Recommended chipbreaker for light-load roughing of

P-type materials

Single-sided general chipbreaker with M-level tolerance, has wide
chip breaking range and sharp cutting edge is designed with inclined
angle, which enables it to cut lightly and easily and control the
chipping flow direction. Chip-leaded-stages can reduces the contact
area with chips, so that heat can easily be dissipated.

ByBEA

Single/

Buiybno. 104

ap(mm)10. 0
8.0
6.0
4.0

2.0

f(mm/r)
5

0

Double sided

0.1
6
Cutting edge

ap(mm) 20,0

16.0

L f(mmy/r)
0.3 0.6 0.9 1.2 1.5

Single sided
0.34

197 0.3
Nose

0.34

19° 0.3
Cutting edge

Recommended chipbreaker for roughing of M-type
materials

Single / double-sided chipbreaker with M-level tolerance has good
capacity of impact-resistance. It is designed to achieve balance
between security and sharpness of the cutting edge, and it can
achieve high efficiency by preventing the problems of adhering and
high cutting heat when roughing stainless steel.

BoEA
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Negative inserts with hole

General turning inserts overview
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Chipbreaker

DR®

HPR

Without

chipbreaker

Without

chipbreaker

Without

chipbreaker

Recommended cutting parameters

Chipbreaker
profile

Feature/Shape of insert

ingle-
side

o

ﬁo ’O
=
o
@
@

o

Cutting edge

Recommended chipbreaker for roughing of P-type
materials

Single-sided chipbreaker with M-level tolerance has high security of
cutting edge, which can achieve high feed rate and low cutting forces
at great cutting depth and high feed rate.

ao B84

o
o
N
@

z
o
@
®

@
o
N
P

j@.

Cutting edge

Recommended chipbreaker for S-material high
efficiency roughing

M-level double-sided chipbreaker perfectly combines sharpness
and strength of the cutting edge, with small cutting resistance and
high edge strength can effectively reduce groove wear. SNR is
recommended chipbreaker for high depth roughing of S- materials.

BoE AL

Single-
side

5N
(.

Recommended chipbreaker for heavy lad machining of
P materials
M level single-sided chip breaker with strengthen cutting edges, high
safety and excellent plastic deformation resistance under high metal
removal rate.

Single-
side

5 3.48
S
Nose
2.15
2 0.35
Cutting edge
0.46
" 0.24
Nose
0.46
" 0.24

Cutting edge

Recommended chipbreaker for heavy-load machining
of P-type materials

Single-sided chipbreaker with M-level tolerance, strong cutting
edge. Multi-stages chipbreaker ensures the flowing of chip and heat
dissipation of insert. It is suitable for machining under unstable and
relatively bad working condition, especially for external roughing of
work piece with a rough oxidized surfaces.

For cast iron machining

Double-sided chipbreaker with M-level tolerance has high cutting
edge strength. It can overcome inferior factors such as intettruption
and vibration, etc. when machining cast iron.

SN Al

Jk

For machining of non-ferrous metal and high-hardness
metal

G-level tolerance is the best choice for machining non-ferrous metals
and high-hardness material by welding PCBN and PCD material to
cemented carbide substrate.

- ﬁ}. . ot M

} ' o

For roughing of K-, H- high-temperature alloy roughing
Sialon Ceramics, V-positioning, solution for high-speed machining of
cast iron, hardened steel and superalloy.

v
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General Turning Inserts

General turning inserts overview

__ Positive inserts with hole

ﬁbﬁn

Preci- G Chipbreaker .
e Recommended cutting parameters profile Feature/Shape of insert
P40 e 132 Precision turning chipbreaker
30 bbbt With G-level tolerance, large rake angle, sharp cutting edge, for
o Nose | soft cutting action, this is the first choice for precision turning of
A e S e small shaft parts.

G

1.0

i b
'__B__T__d‘__-
0 : L f(mm/r)

0.05 0.1 0.15 0.2 0.25

Cutting edge

S wdh

ap(mm) 4.0

f(mm/r)
.5

?

Nose

>
(o]
c
=
5
@
@
o
=]
]

Recommended chipbreaker for precise boring inserts
With G-level tolerance, sharp cutting edge and small nose radius, it
can effectively reduce the vibration in machining and is suitable for
boring and external turning.

<X

"l
4

apMmm2.0 ; 0.05 First choice for finishing with high requirements on
TR A B chipbreaker
I R Nose | With G-level tolerance, it is the first choice for precise finishing due
G 1.0 [ E o ': -] , 005 to its excellent performance on chip breaking.
UL N o A
0 Po— . f(mm/r) Cutting edge a g é a- >
0.1 0.2 0.3 0.4 0.5
apmm)4.0 — 112 Chipbreaker for finishing with wide application
3.0 With M-level tolerance, it is suitable for internal and external

2.0

1.0

\ f(mmy/r)
0.1 0.2 0.3 0.4 0.5

i

Nose

152

o
1o
(o]
=
=
S|
@
@
o
Q
@

finishing of various materials such as steel and cast iron.

N ) A
=) J [y Qe—

L 4[5

@ m

=)

Nose

=)

finishing
E, G grade accuracy, for inner hole finishing of S materials.

e

ap(mm) 4.0 0.4 Recommended chipbreaker for finishing of M-type
3.0 5 materials
Nose With M-level tolerance, it has sharp cutting edges and is suitable for
M 20 cutting adhesive materials such as stainless steel, soft steel, etc.
1.0 0.4
5
L L L f(mm/r) i
0.1 02 03 0.4 05 lilng edge . ’ u -
MM 2.0 120 Recommended chipbreaker for finishing S-type
[ A R S S B materials
E Vo Nose | With E and G-level tolerance and sharp cutting edges, it is suitable
1.0 '"C:I"?"' 10 for internal and external finishing of high-temperature alloy
G T T { materials.
0 R T fmm/n) Cutting edge -
0.05 0.1 0.15 0.2 0.25
ap(mm) 2.0 %‘\/ Recommended chipobreaker for S-material general

f(mmy/r)
25

-
»
1
y

ap(mm) 4. 0

b
°
S

Nose

o
)

N
o
=
E3
5
@
@
o
@
®

Chipbreaker for semi-finishing with wide application
With M-level tolerance, it is suitable for internal and external semi-
finishing of materials like steel, cast iron, etc.

e a

f(mm/r)
5
ap(mm)4. 0 ——r—————— 0.1 Recommended chipbreaker for semi-finishing of
3.0 Fombo 3 M-Type materials
i Lo Nose | With M-level tolerance, it has higher hardness of cutting edge than
20 p--ro-fo-aooa- ; i iGi
M ! v EF and can achieve higher efficiency.
1.0fp--+-- 0.1
N ¢ 62
0 e (mm/0) Cutting edge ¢

0.1 0.2 0.3 0.4 0.5
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ive inserts with hole

All round

»

-

General turning inserts overview

Recommended cutting parameters Chg)rl;f_rtlal:ker Feature/Shape of insert
ap(mm)5. 0 T
o Recommended chipbreaker for semi-finishing of
i 16° o35 M-type materials
3.0 0.2 With M-level tolerance, it is suitable for profile machining materials

like steel, cast iron, etc.

@

Without
chipbreaker

jseq | Bulysiuy-1was Jo4

Bujuiyoew ol

B HR

5

Special
chipbreaker

ol

Buiybnou 104

iaj

0 f(mm/r)
.2 0.4 0.6 0.8 1.0
ap(mm) 10.0 T T T T
P Chipbreaker for machining of cast iron
E I A With M- and G- level tolerance, it has high cutting edge strength
M 6.01--1 : r-- ﬂ: --4 and is suitable for internal and external machining of cast iron.
G Ll o) L o B T
Y B S B E—
0.2 0.4 0.6 0.8 1.0
ap(mm)10. 0 T T T T
R General chipbreaker for roughing
I S 15 0.17 With M-level tolerance, it is suitable for both internal and external
L e R m Meec roughing of materials such as steel, stainless steel, cast iron, etc.
M bt .
prt iU e | N g O .
o e Cutting edge i E e e
—
0.1 02 03 0.4 0.5
ap(mm)10. 0
50 Lo Recommended chipbreaker for heavy machining of
‘ o P-type materials
M 6.0 pomfooromto oo 15% 0.2 Single-sided with M-level tolerance, it has good cutting edge
I S S strength with high security. It is the first choice for profile roughing.
4.0 ’%
Q)
HE I f(mm/r)
° 5
ap(mm)4. 0 oy 18 Recommended chipobreaker for S-material high-
2o #;ﬂj:/ efficiency roughing
v Nose | M-level accuracy, for inner hole roughing of S materials.
M ) 0.15
f(mm/n)
0.218 . .
ap(mm) 5.0 2 Chipbreaker for machining of Al alloy
a0 With G-level tolerance, large rake angle and clearance angle make
' the cutting edge sharper, ensuring easy and fast cutting while
3.0 remaining effective chip breaking.
G ..

f(mm/r)

5

~
°
9
3
g

2
o
=
E3
S
@
@
a
)
@

S8 &4 <«

Bululyosew |y Jo4

-

f(mm/r)

5

o

Nose

Special chipbreaker for machining of Al alloy

With G-level tolerance, large rake angle and polishing treatment on
surface, it can effectively prevent built-up edge and achieve high
workpiece surface quality while maintaining long life.

Without
chipbreaker

spasu| pJey Jadng
I ’

'

'
I,

'
I,

'

'
'
P
'

' '
P
'
'
'
'

i
L t’—‘_—] .
: f(mm/r)

0.1 0.2 0.3 0.4 0.5

LIl

Special chipbreaker for non-ferrous metals and
materials with high hardness

With G-level tolerance, it is the best choice for machining of non-
ferrous metals and materials with high-hardness by welding PCBN
and PCD material to cemented carbide substrate.

Y4 <=
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Application instruction for general turning tools

/ Chip breaking range reference for general turning inserts \

Negative inserts

Cutting depth(mm) Cutting depth(mm)
11.0 : : : : : : : : : : : 1.0
10.0 10.0 g
2
9.0 9.0 £
2
8.0 8.0 5
2
7.0 7.0 9
S
6.0 6.0 : c
ER(Double side) 2
5.0 5.0 2
2
4.0 4.0 5
®
3.0 3.0 )
Q.
<
2.0 2.0
1.0 1.0 |- |- Nt e
o ; ;
0.1 0.2 0.3 04 05 06 0.7 0.8 09 1.0 1.1 1.2 0.1 0.2 0.3 04 0.5 0.6 0.7 0.8 0.9
Feed rate(mm/rev) Feed rate(mm/rev)
» Workpiece material: 45" steel P> Workpiece material: stainless steel (1Cr18Ni9Ti)
Cutting depth(mm) Cutting depth(mm)
6.0 : : : : : 5.0
5.0(-
4.0
4.0
‘ 3.0
3.0 e fs
2.0
2.0
1.0}, 1.0
0 ‘ ‘ ‘ ‘ 0
0.1 0.2 03 04 05 06 0.1 0.2 0.3 0.4 0.5
Feed rate(mm/rev) Feed rate(mm/rev)
P Workpiece material: 45" steel P> Workpiece material: stainless steel (1Cr18Ni9Ti)
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Application instruction for general turning tools

2.0

1.8

1.6

1.4

1.2

1.0

0.8

0.6

0.4

0.2

A28

/Cutting test for chip breaking range of general turning inserts\

Case

Insert: CNMG120408-DF
Toolholder: PCLNL2525M12
Workpiece material: 45* steel
Cutting speed: 200m/min

ap(mm) I

2.01
1.8
1.6
1.44
1.24
1.0
0.8
0.6 1
0.4
0.2

Chip breaking range

St |-TEK ARG T
i &mm%
& B oah &
o
S
 J
#h

T T T T T T >
0.05 0.10 0.15 0.20 0.25 0.30 f(mm/rev)

i35 T 2N

Loy 5
\“ . é 4
“;7%& ?’ﬁ?

-7 I’“'
-'3"&:’ o =

® @ & o

0.15



Precision turning
chipbreaker

() Effective chip control due to
the proper chipbreaker.

() Large rake angle makes cutting
easier and faster.

> Nose radius precision controlled within 0.02mm
for excellent machining precision.

{3 Special surface after-treatment for better
surface quality.

> High strength screw clamping ensures good
repeatability and accuracy .

I Application range of USF chipbreaker

cutting depth(mm)

A ;
25 cutting depth(mm)
4
2.0 2.0
1.5 1.5 =
-SF |
1.0 1offF
W
0.5 0.5
-USF! @—J
9005 0.1 015 02 025 03 035 0305 01 015 02 025 03 >
feed rate(mm/r) feed rate(mm/r)
Workpiece material: 42CrMo Workpiece material: 1Cr18Ni9Ti

A29



chipbreaker for aluminum

nserts are designed with a special chipbreaker. Large rake angle and clearance angle make
the cutting edge sharper, ensuring easier cutting while remaining effective chip breaking.

{J Achieved the mirror rake face after special treatment. Reduced the friction
resistence, and stick free. Accordingly, make the chip removal fluently and improve
the surface quality and tool life.

Optimized inclined angel

; - Smooth connection of insert
i . makes controlling the chippin -
{J The G-class tolerance of insert, higher Repeated e Gliresiian val?d. Pping nose and cutting edge makes

Position Accuracy, at the same time, it can rake face smoother.
effectively avoid the vibration during the
machining process.

—LC and -LH chipbreaker characteristics and machining range

-LC chipbreaker can be used in machining of pure Al, while -LH chipbreaker can not.
-LC chipbreaker expand the chip breaking range of Al alloy machining.

Ap(mm) 4 Ap(mm) A T

5.0 [ 5.0
4.5 |- . 45

40 40

ss| b ) I R

ol | | 3.0 4
25 25

2.0 LG 2.0

sl 15

ol T 1.0

05 [ 05

0 [ otl-Epre

Cutting parameters V=350m/min

PN

K o
.,z“"r
:

Ap=0.2mm  F=0.2mm/r

i

*
\ Gy
WU
.

Chips

Surface quality

-LC chipbreaker similar products from overseas manufacturers

B -LH chipbreaker is more suitable for machining aluminum alloy in condition
of large cutting depth and high feed rate.

W -LC chipbreaker is more suitable for machining aluminum alloy in condition
of small cutting depth and low feed rate.

H-LC chipbreaker can be used in machining pure aluminum.
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-WGF/WGM

Chipbreakenseries
TG insertswithiwiper

Wiper is assembled by three curves to
form a circular arc edge. The nose of wiper
provides less profile height on the surface that
is formed by the cutting edge, resulting in a
smooth turning surface.

Inserts with wiper has high efficiency
when used for finish and semi-finish turning.
The surface quality remains the same even at
double feed rate.

777
o

2fn
Nose of wiper

Roughness remains the same
when feed rate is doubled.

When used for finishing, it can improve roughness
of workpiece surface and achieve turning instead of
grinding.

When used for semi-finishing, efficiency could be
improved by doubling the feed rate, the roughness of
workpiece surface remaining the same.

Roughness value is reduced to half
when feed rate remains the same.

Mi Ra/2
APRN

fn

anbiuyda} oM

Guide to use
Nose of wiper
@Select reasonable approach angle of the tools

Minor angle being close to 0 degree is the reason that
inserts with wiper can reduce roughness of the surface, which is
determined by the shape of insert and approach angle of the tool
holder. Therefore, acceptable roughness of surface is the result
of reasonable approach (minor) angle. The finishing function of
wiper would be reduced or invalid if unreasonable approach (minor)
angle is chosen. For example, the approach angle should be 95°for
CNMG / WNMG inserts, while 93°is the best for DNMX.TNMX
inserts.

hieselonoNinAllcole @®Be careful with DNMX / TNMX inserts

DNMX / TNMX inserts with wiper don’t have wide application.
It cannot achieve a wiper result when minor angle is not 0 degree,
like chamfer and profile surface, and will even cause over-cutting
or no-cutting on workpiece, affecting the shape and size precision
of workpiece. Please contact technical service regarding these

problems. V
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[Features ef NiHoasee
superalloy,

{3 High cutting resistance (containing a large amount

of alloying elements, severe hardening, great plastic

deformation ;

{ High cutting temperature;

{3 Severe wear of inserts. 0

» [ (mm/r)

005 01 015 02 025 03 035
-NM for semi-finishing -SNR for high efficiency roughing
should have tough and sharp insert nose, smooth rake -NF for finishing -NGF for general finishing

face and proper inclination angle.

Chipbreaker for machining of Ni-based superalloy

{J Positive rake angle design, sharp cutting edge, low cutting resistance, effectively
reducing groove wear;

{J Cutting edge with variable rake angles increase cutting edge strength at large depths
of cut. Edge strength increases as the depth of cut increases;

{J Large slot width combined with unique edge rib design not only provides excellent chip

breaking performance but also can effectively improve edge strength.



hipbreaker for General Finishing

{3 Proper inclination angle design, sharp cutting edge, small cutting

ol resistance;

{3 E-level tolerance of insert, high clamping accuracy, proper
chipbreaker width, good chip breaking performance,excellent surface
quality;

() Special edge treatment, high wear resistance.

M Chipbreaker for General Finishing

{J -NF chipbreaker has sharp cutting edge, while -NM chipbreaker high
cutting edge strength.

{3 Smooth surface of chipbreaker ensures unobstructed chip flow.

{J High wear resistance of cutting edge after special treatment.




achining intensivel{, adhesiv
s 5uch as stamless s =

terid! teey,

Inserts meet the requirements of machining
intensively adhesive materials. Impact resistance of
cutting edge is improved in addition to sharpness,
which makes it suitable for semi-finishing and
Rake angle and inclined angle are specially designed for intermittent machining of adhesive materials such as
intensively adhesive stainless steel and high-plasticity austenitic stainless steel, etc.

materials which are hard to be machined. Sharp cutting

edge enables it to cut lightly and easily and achieve good

surface quality by well controlling chip breaking. It is

especially suitable for finishing these kinds of materials.

Specially designed double rake
angle with wide land achieves
balance between edge security
and sharpness, and effectively
reduces cutting resistance and
wear on groove.

Number of machined parts /
Cutting edge

Number of machined parts /
Cutting edge

\
12
10 I
sl Machining external of valve
6l Machining end surface of valve Machining external of valve
(intermittent machining) Workpiece diameter:89mm
4| Workpiece diameter:135mm Rotating speed:635rpm
Rotating speed:350rpm Feed rate:0.15mm/r
2| Feed rate:0.25mm/r Cutting depth:1.0mm
Cutting depth:1.5mm
ol
CNMG120408-EM A company CNMG120408-EF A company
/1YBG202 1YBG202
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_5(’ == Chipbreaker

for finishing

Unique nose design and sharp cutting edge lead to
small cutting resistance and effectively reduce vibration
of the tool holder.

With high re-positioning precision, the insert is compatible with
specially developed cemented carbide tool holders, which
can increase the capability of vibration resistance and
improve machining quality.

Special treatment on insert’s surface can reduce the
possibility of chips adhering to the rake face of insert.
Good performance of chip breaking and chip flowing
ensures improved surface quality of workpiece.

By adopting excellent grade, it is suitable for extra
finishing of various materials.




YBC151

The combination of substrate with
excellent wear resistance and
coating composed of MT-TIiCN,
thick layer of Al203 and TiN makes it
suitable for finishing steel.

YBC251

The substrate with good toughness
and high security of cutting edge,
in optimal combination with coating
composed of MT-TiCN, thick layer
of Al203 and TiN makes it suitable
for steel semi-finishing.

YBC351

The best combination of substrate
with high wear resistance and
coating composed of MT-Ti (CN),
thick Al203 layer and TiN makes
it suitable for finishing and semi-
finishing of cast iron materials.

YBM151

Substrate with special structure, in
combination with coating composed
of TiCN, thin Al203 layer and TiN, with
excellent resistance against diffusive wear
and plastic deformation makes it suitable
for finishing, semi-finishing and roughing
of stainless steel.

YBMZ251

Combination of substrate with good
toughness and strength and coating
composed of TiCN, thin Al2O3 layer and
TiN makes it suitable for semi-finishing
and roughing of stainless steel.

"c d “c d -c -h-d L  § | A 4
-

7

>

,/J

YBC251 Coating

Thanks to the technology of gradient sintering,
impact resistance of cutting edge and wear
resistance are improved which lead to improved
capability of cutting edge against damage.
Carbide with special crystal structure
improves the Red Hardness of substrate and
strengthens heat resistance of insert.

TiCN layer acts against abrasion, which leads
to the best wear resistance of the flank.

Special structure of Al203 deposit layer acts as a
thermal barrier and strengthens the capability of
substrate against plastic deformation under dry and
high-speed cutting conditions.

Golden surface of TiN can reduce friction and
enable easy distinction of the variety of wear.
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YBM153 (Coating

o CVD coating with advanced ultra-fine grain coating technology, greatly improves wear
resistance of inserts.

o Thanks to special treatment on transition layer, multi-layer coating are combined firmly.

o The exceptionally smooth coating surface and good low friction ability can reduce the
occurrence of built-up edges.

Substrate .4\

o Added with resist high temperature rare element,

Best choice for roughing of inserts shows a good capability against plastic

stainless steel with high- deformation and good capability of Red Hardness.

speed under good working e Unique manufacturing technology improves high

condition temperature toughness and wear resistance of
substrate.

@ Application fields YBM153 is suitable for finishing and semi-finishing of
stainless steel with high cutting efficiency under stable working condition.

: Such as medium-size fluid valve components in petrochemical industry,

. flange and other parts in auto pipeline, valve and valve body in auto engine

: systems, ship mechanical parts, aviation hydraulic parts, adapting pieces

in IT and semiconductor industry, medium and long-axis in food processing

machinery, construction machinery and general machinery.

YBM253 Coating .4

o Ultra-fine grain coating technology provides better
wear resistance and toughness;

o Improved remain internal stress design ensures good
toughness and anti-cracking performance;

o Polishing treatment on coating surface makes it
suitable for cutting adhesive materials.

Substrate .4

o With gradient carbide substrate insert has better
impact resistance and cutting edge strength.

-

Ideal grade for turning of
stainless steel with high great impact.
cutting depth and high feed
rate under bad working
condition

Application fields YBM253 grade is suitable for roughing of heavy stainless
steel parts with high cutting depth and high feed rate under the condition with

:}. .
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Perfect unification of toughness and anti-
plastic deformation.

YBC152 Specially des'igned cutting .e.dge. with
“skeleton” realizes perfect unification of
Thick TiCN and thick Al2O3 coatings improve the impact toughness and anti-plastic deformation.
toughness and abrasion resistance, which makes it
suitable for finishing and semi-finishing of steel at high
speed. Cutting speed can increase by more than 25%,
while the tool life can increase by more than 30% at the
same cutting speed.

YBC252

Comprising of thick TICN and thick Al203 coatings, the Roughness of insert surface is improved
grade has high capability against plastic deformation after special treatment on surface, which
and good hardness of cutting edge. It is preferred grade . .

for machining of steel from finishing to roughing. Under effectively reduces cutting forces, prevents
the same cutting conditions, the cutting speed can be workpiece adhering to surface of inserts and

increased by more than 25%, while the tool life can be
30% longer under the same cutting speed.

YBC352

Thickness TiCN and Al203 coating, with strongest
toughness and plastic deformation resistance, the ideal
grade for high efficient steel rough machining under the
bad condition.

improves operation stability of inserts.

) 4 @e’o

®re surface ¥ Yer Surface 1€
Test comparison of inserts abrasion The perfect combination of fibrous TiCN and
Workpiece material : 45steel fine grain Al203 obviously improves abrasion
Inserts: CNMG120408-DM resistance and anti-breakage of inserts.

Cutting parameters: Vc=400m/min  ap=1mm fn=0.2mm/r

Grade from other company YBC152 Al203
_—
V>
" N AN A
g . TiCN
8min 16min 8min 16min

ala it
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YBD052

CVD coated grade, which is characterized by super fine grain and smooth
surface, is the combination of hard substrate and coating (extra thick
Al203 + thick TiCN ). The grade is optimized for best wear resistance when
machining gray cast iron at high speed under dry condition.

YBD102

CVD coated grade, which is the combination of hard substrate and coating
(thick Al203 + thick TiCN ), shows excellent wear resistance and impact
resistance when machining nodular cast iron at high speed.

YBD152

CVD coated grade, which is the combination of hard substrate and coating
(medium thick Al203 + thick TiCN ), has good flaking resistance. It is suitable
for turning of cast iron at high speed, and light intermittent cutting can be
supported even at moderate speed. It is also suitable for milling of cast iron.

YBD252

CVD coated grade, which is the combination of hard substrate and coating
(medium thick Al203 + thick TiCN ), achieves the balance between wear
resistance and toughness. It is suitable for wet milling of cast iron, which
requires toughness (such as nodular cast iron) at moderate or low speed. It
is also suitable for intermittent turning.

BIFAGCKEDIAMIGND
NSERTS YBD

First choice for high-efficiency and high-
speed machining of cast iron

{ The combination of thick coating and substrate with
good hardness and impact resistance gives the inserts
excellent impact resistance and stability under high
temperature, and improves wear resistance of inserts.
Inserts also satisfy the requirements of high speed and
high feed rate when machining cast iron.

{3 The appearance of shining full black is easily identified.

Significant results gl

{ Working efficiency has been improved. Both the coating
and the substrate are suitable for machining cast iron
at high speed and high feed rate. Cutting speed can be
increased by 30% to 40%.

() Cost is reduced as tool life is increased by 40%-50%.

Layer of fine grain with
compact surface

{ High machining stability.
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. Case
A

\
Insert: YBC252/WNMG060408-PM

50 |
00 [~
50 |

al=

l Recommended combination of grade and chipbreaker

Foryjmachining of
P type materials

YBC151,
YBC152

YBC251
YBC252

YBC251,
YBC252

YBC351-

YBC351,
YBC352

Forimachining[of
M:type]materials

Grade Type
EF

YBM151-  -EM
ER

I E
YBM153 EM
EM

YBM251 ER
EM

YBM253- ER

. Recommended cutting parameters

Workpiece material

Range of machining

Forymachi

ing,of

Kitype materials

Without
.ch\pbreaker

PM

Without
Chipbreaker

PM

YBDO052-
YBD102+
YBD152¢fifod

YBD252.- - fitad,

Recommended cutting

speed(m/min)

s YBC151 180-460
For finishing
YBC152 220-500
For semi-finishin vBezo! s
i-finishi
9 YBC252 180-480
For roughin YBC3ST 130-380
] g
Steel ughing YBC352
YBM151
\ For finishing YEBM153
i-finishi 110-280
M Folr:seml f|r;:§h|ng YBM251
Stainless steel o (g YBM253
L YBD052 200-500
For finishing
YBD102 200-480
o YBD151 180-450
For semi-finishing
) YBD152 190-450
Cast iron For roughing YBD252 150-380

Material and hardness of workpiece: 45*Steel HB220
Cutting conditions:

Vc=220m/min, ap=1.5~2mm,f=0.25mm/r

Cutting fluid: Dry cutting

YBC252 A company

Number of machined parts/Cutting edge

(pieces)]

\
Insert: YBM151/CNMG190616-ER

Material and hardness of workpiece:

Double phase stainless steel HB260

Cutting conditions:
Ve=103m/min,ap=1.5mm, f=0.3mm/r
Cutting fluid: Dry cutting

YBM151 A company

Number of machined parts/Cutting edge

' Insert: YBD052/TNMA220412
Material and hardness of workpiece:
Gray castiron HB280
Cutting conditions:
Vemax=400m/min, ap=1.3~2.5mm,f=0.4~1.1mm/r
Cutting fluid: Dry cutting

(pieces

45|~
40|~
35|
30|

25|~
20 |
15 [
10 [
5|
ol

YBD052

A company

Number of machined parts/Cutting edge



Coated Cemented Carbide PV.D !

makesliffeasyjtojmachine]materials]
\whichfarelharditolbelmachined i

B o

® Special coating techniques make

inserts smooth, which leads to low
friction and unobstructed chip flow.
® Unique coating with nano structure closely

integrates with substrate, ensuring higher
YBG102

The combination of nc-TiAIN coating and fine grain substrate makes
it suitable for turning of various materials and finishing and semi-
finishing of high-temperature alloys.

» YBG202

nc-TiAIN coating and ultra-fine grain substrate makes it suitable for

finishing and semi-finishing of various materials and turning of super

alloy.

» YBG302

i The combination of nc-TiAIN coating and tough cemented carbide
| substrate, which integrates security and wear resistance, makes it

hardness and toughness.

® Excellent thermal stability and chemical
stability can effectively protect
cutting edge.

suitable for parting and grooving of various materials.

> YBG105

Finishing and semi-finishing for materials difficult to cut
PVD coated grade

PVD coated grade, new TiAIN based multilayer coating, has higher
wear resistance and Anti-thermal-oxidation ability. It is suitable for
finishing and semi-finishing turning of various materials difficult to cut,
such as high temperature alloy, heat resistant alloy, etc.

> YBG205

PVD coating grade for finishing of stainless steel
Suitable for relatively small workpieces which require
high surface smoothness.

Superfine TIAIN nano coating added with wear-resistant and heat-
resistant rare elements has high hardness and excellent heat-
resistance, providing effective protection for the cutting edge. Special
coating technology ensures stronger combination of coating and
substrate. It is suitable for extra finishing of stainless steel.

YBG212

ch-TiAIN coating combined with super tough substrate which made of
'super fine grain.It's suitable for finishing and roughing materials which

1
1
'
1
|
|
|
1
1
1
1
|
|
|
1
1
1
1
1
|
|
'

a

nc-TiAIN coating(YBG202) TiAIN base multi- iare hard to be machined.
elements coating "
(YBG105) » YBS103 @5

. Turning grade for Ni-based S material
Fine wear resistance, and good capability against built-up edge
High-performance nanostructure coating guarantees and heat resistance. Suitable for turning of Ni-based materials.
good toughness and hardness of inserts. Special
coating technology guarantees smooth surface and
excellent wear resistance. Outstanding thermal stability

and chemical stability effectively protect cutting edge.

. PVD coating of multiple layer nanometer

. Improved capability of grade’s wear resistance and anti-high
temperature increases the strength between grade and substrate
. and the tool stability. This grade is very suitable for turning for
" stainless steel.
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l Recommended combination of grade and chipbreaker

I;onmachmmg l;or machining Foerachmmq
P type materials M:typematerials S'Kind[materials
Grade Type Grade Type
YBG202 YBG102
o<NFINGF
YBG205- - -EF YBG105
YBM215 YBG212 - *NGF
YBG202 YBG102
YBG205-  <EM YBG105-  *NM
YBM215 YBS103
YBG102
YBG105
vBG212  °NR
\ J v

l Recommended cutting parameters

Workpiece material Range of machining Grade Rec%’;’g%?g?%lﬂjtt'”g
For finishing YBG102 180-460
ALl YBG202
For semi-finishing YBG205 150-380

Steel

\ A - YBG202
M For flnlsf?r:insg?]infor semi YBG205 Y00

) 9 YBM215

Stainless steel
YBG102 30-60
For finishing ~ for semi- YBG105 40-70
finishing YBG212 30-50
s YBS103 40-90
YBG102 20-40
. YBG105 30-40
. For roughing

Heat resistant Alloy YBG212 20-40
Ti alloy YBS103 20-50

. Case

Insert : YBG202/TNMG120404-EF Insert : YBG102/DNEG150404-NF

Hardness and material of workpiece : 0Cr18Ni9 HB240 Hardness and material of workpiece :
Cutting conditions : Vc=200m/min, ap=1mm, High temperature alloy Inconel 718 HRC239
=0.15mm/r Cutting conditions : Vc=80m/min, ap=0.3mm,

Cutting fluid : Dry cutting =0.15mm/r
Cutting fluid : Dry cutting

5 orey 5oy

Acompanvg Acompanyg
e —— o0 R
0 20 40 60 0 10 20 30 40
Number of machined parts/Cutting edge Tool life (min)
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The chemical stability between Ti(CN) base cermet inserts and workpieces is relatively high, which reduces the friction and
temperature of the cutting edge during cutting, preventing mutual diffusion of atoms of the workpiece material and the inserts, and
improving resistance to bonding abrasion. Therefore, Ti(CN) base cermet shows good capability of Red Hardness and resistance
to crater wear. It is an optimal material for high-speed finishing and semi-finishing of steel. High temperature strength of cermet

is higher than that of WC-Co, and toughness better than that of Al2O3 and SisN4 ceramic. This fulfils the application blank of WC-
base cemented carbide and Al203 and SisN4 ceramic from finishing to semi-finishing at high speed.

Product features

Scientifically designed structure ensures good material
performance and long tool life. Refined production
management assures the stability of product quality.

@ Symmetrical fine grain organization, together with the control of symmetrical

organization and toric phase structure, improves the strength and hardness of Subsrala o

cermet. of YNG151 (homogenized

ultra-fine structure)
» Intensified bonding phase and well-designed grain boundary improve the high

temperature capacity, heat conductibility and thermal vibration resistance.

» Coating of Physical Vapor Deposition (PVD) is applied to cermet substrate with
high toughness, so that the grade has high hardness and toughness with wide-
range application.

PVD coating organization

- structure of cermet
.Recommended cutting parameters

Workpiece material rr?:gr?iiis; Grade Cutﬁﬁg%rgg;%?%‘?%m)

YNG151 260-550

Insert: YNG151/CNMG120404-SF
YNG151C 260-580

Steel Hardness and material of workpiece:
For YNG151 170-330 20CrMnTi  HB180-223

finishing Cutting parameters: Vc=220m/min

Stainless steel YNG151C 160-350
ap=0.5~1.0mm

YNG151C 270-420

et

B onyeny (R
fp—________*

300 350 400 450 500
Number of machined parts/Cutting edge

>
>

Outstanding chip breaking Good surface quality

YNG151 250-400 £=0.14mm/r
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carbide | grade is widely
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Eﬂm%m is economical and ALY
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Substrate of YD201: the
combination of cemented carbide

l Recommended cutting parameters phase WC of middle grain and
bonding phase Co

Number of machined parts/Cutting edge

Workpiece has high surface quality
and high dimensional precision.

#l Workpiece material RETEDET N [FEEETITECE 1. Case

' machining cutting speed(m/min) ]

3 For semi- ; Insert: YD101/CCGX09T304-LH

; finishing YD201 60-130 ' Workpiece material: ZL105 HB70

! Cast iron For roughing . Cutting parameters: Vc= 400m/m|n

! ! ap=1mm

| For finishing ! _

"N Forsemi-  YD101 110-1750 ! f=0.3mm/r

3 Non-ferrous metal finishing l B

l s For finishing  YD101 20-50 LB companyg ‘

'~ Heat resistant Alloy l i

! Ti alloy : Acompanvﬁ :
i YD101 _
1 360 380 400 420 440 460
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\_o, PCBN tool material has high hardness, high thermal stability and high chemical
inertness,There will be no chemical reaction with iron materials under the high
temperature, the cutting temperature can reach 1200-1300°C ,Suitable for cutting
hardened steel, cast iron, powder metallurgy and high temperature alloys.

igh hardness and high heat resistance

High-performance . 4 .
chieve tool long life and high-speed

A, spccial ceramic coating

!

Incorporate a solid
interface ()

iCoating

High wear resistance
and good toughness

Chamfer width and angle The shape of
[ Cede »/_ E chamfering
<. JIS x J
i O x|l
 oanoec. JES o |
b

Cutting edge specifications of PCBN inserts

(The form below is just for typical example, the actual application shall be
adjusted according to the corresponding situation.)

Machining differential gears

. Low cutting force Universal type Higggi’s‘tf':"cgge
hardness 0.08 0.12 0.17
material — — —
processing 15°&/@ zs°% 35°&/@
R=0.015 R=0.02 R=0.02
Low cutting force Universal type Hig?ttiirr\‘tgerés(,’igaof
Cast iron 0.05 0.12 0.12
processing — —
R=0 R=0 R=0.02

1
1
1
1
1
|
1
1
1
1
1
1
1
1
. TSIk ( Continuous
. application JEIUEEL
1
1
1
1
1
1
!
1
!
1
!
1
!
1
!
1
!
1
!
1
!
1
!
1

Machining cylinder liner

Workpiece material:

gray cast iron HT250, HB220

Insert model: CNGA120416AS01015-2
Insert grade: BK1011

Cutting parameters:

Vc=600m/min; f=0.2mm/r; ap=0.15mm

Processing method: turning outer circle 3 Machining life increased

Cooling method: wet cutting
Processing requirements:

surface finish Ra < 1.6uym and no
dimension deviation.

Coated
carbide insert " 50

PCBN

by 5 times

»Processing efficiency

increased by 1 times

Workpiece material:
carburizing steel 20CrMnTi,
HRC58-62

Insert model:
VNGA160404AS01225-2
Grade: BH0121

Cutting parameters:
Vc=130m/min;

f=0.1mm/r; ap=0.15mm
Processing method:

turning the side of the inner
groove

Cooling method:

dry cutting

Processing requirements:
surface finish Ra < 0.8um

Y

Competitor 330
zce-cT 400

> 21% increase in
processing life

>42% savings in
insert cost

Machining of high-temperature alloy bars

Workpiece material: nickel-based alloy Inconel 718, 43-48HRC
Insert model: VBGW160404AT01225-2
Insert grade: BS3011

Cutting parameters: Vc=150m/min; f=0.15mm/r; ap=0.25mm
Processing method: turning outer circle
Cooling method: dry cutting

Processing requirements: flank wear < 0.2mm

Competitor

zce-cr

450

| & 4

» Machining life increased by 6

times

by 5 times

»>Processing efficiency increased

A45



’A" Cast iron processing

By using a combination of strong PCBN substrate and
heat-resistant ceramic coating,developed a new super-
hard series product——Coated PCBN inserts, dedicated
used for cutting all kinds of hardened steel. The tool life of

category: Finishing

N\

/Impact resistance \

High
K2511
Bmoii

Wear resistance
>

) High /

coated PCBN inserts have been greatly improved, being
compared with previous uncoated PCBN inserts.

BIC1I0OTT  Extremely high wear resistance and edge retention;
Suitable for continuous to intermittent high-speed finishing, and capable of achieving
consistent surface quality.
BIC1021 Excellent wear resistance and good impact resistance;
Suitable for continuous to intermittent heavy-duty roughing, good versatility.
Typical applications: brake discs, brake drums, cylinder liners, compressor parts.
Semi-finishing / Roughing
BIC2511 Great wear resistance and outstanding chemical stability;
Suitable for continuous to interrupted high speed roughing.
BI€2541 Very high wear resistance and excellent fracture toughness;
Suitable for continuous to interrupted finishing, good versatility.

Typical application industries: brake discs, brake drums, cylinder liners, compressor parts, rolls,

slurry pumps.

Powder metallurgy and high
temperature alloy processing category:
Finishing
Bs10M
Excellent wear resistance and chemical stability;
Suitable for machining powder metallurgical parts in
continuous to lightly interrupted operation;

Suitable for machining powder metallurgical parts
with more than 10% alloying elements.

Bszon

Excellent heat resistance and chemical stability;
Suitable for continuous to lightly interrupted
machining of powder metallurgical parts;

Suitable for processing powder metallurgical parts
with an alloying element content of up to 10%.
Bs3omn

Very high hardness and wear resistance.

Suitable for continuous to interrupted machining of
powder metallurgy and high temperature alloy parts.
Typical application industries: automotive parts,
high temperature resistant parts.

Impact resistance

High BS3011

S$1011

Heat resistance
>

ﬁ Hah

interrupted work conditions.
/ \Typical application industries: gears, bearings, molds.

Hardened steel processing:

FInIShlng Cutting speed
BHO121 High

Excellent heat and wear resistance; 5

Suitable for continuous to lightly BH1020 -

interrupted high-speed finishing;
Suitable for machining carburized
hardened steel such as 20CrMnTi,
20CrMn, 18Cr2Ni4WA, etc.

BH2511
Excellent heat resistance and impact strength;

Suitable for continuous to moderate intermittent finishing;

Suitable for machining carburized hardened steels such as 20CrMnTi, 20CrMn,
18Cr2Ni4WA, etc.

Typical application industries: Gears, bearings.

BH1020

Effective balance of wear resistance and chemical resistance;

Suitable for continuous to lightly intermittent finishing of all types of hardened steels,
with good versatility.

BH2o0m

Excellent wear resistance and impact strength;

Suitable for continuous to moderate intermittent finishing;

Suitable for machining hardened bearing and die steels such as GCr15, 100Cr6,
18Cr2Ni4WA, etc.

BH3511
Excellent chipping resistance and very high fracture toughness;
Suitable for roughing and finishing all types of hardened steels in moderate to heavy

y

>
Continuous slightly medium severe =
cutting i i i

llecommended cutting data

Workpiece material

Cutting speed(m/min) Feed amount(mm/r)

Depth of cut(mm)

Gray cast iron

400-1500 0.02-0.5 0.1-0.3

BRI Hard cast iron 80-160 0.0505 0.05-0.1
BK1021 Gray cast iron 400-1500 0.02-0.5 0.1-0.3
Hard cast iron 80-160 0.05-0.5 0.05-0.1
BK2511 Gray cast iron 300-600 0.1-0.5 1-3
BK2541 Hard cast iron 50-150 0.1-0.5 1-3
BHO121 150-250 0.05-0.5 0.05-0.1
BH1020 140-220 0.05-0.5 0.05-0.1
BH2011 Hardened steel 100-170 0.05-0.5 0.05-0.1
BH2511 120-180 0.05-0.5 0.05-0.1
BH3511 80-150 0.05-0.4 0.05-0.2
BS1011 70-180 0.05-0.25 0.03-0.2
BS2011 ?‘;]err me‘at"”rgy"a”d 100-200 0.05-0.25 0.030.2
BS3011 Ign temperature afloys 50-160 0.05-0.25 0.03-0.25




PCD tools

» DNO121

Super-fine grain particle size
great sharpness and edges durability

Application range: suitable for mirror effect occasion

> DNO5M
Fine grain particle size
Excellent toughness and relatively good wear-resistance
Application range:
strong universality, particular suitable for low-medium silumin
materials in milling.

> DN1021

medium grain particle size

Excellent toughness and wear-resistance

Application range:

strong universality, particular suitable for low-medium silumin
materials in turning.

> DN3021

mixed combined with fine particle and coarse particle
Excellent wear-resistance

Application range:
suitable for MMC, high silumin, high-strength silumin and
bimetallic materials

'Recommended cutting data

PCD tool material has high hardness, excellent wear resistance, low friction
coefficient,Excellent thermal conductivity, suitable for non-ferrous metals and its
alloys(e.g. Cu, Al, Mg, etc.)Nonmetallic materials and composite materials(such
as: MMC, ceramics, reinforced plastics, etc.) machining

Surface quality \
A DNO0121
High
DNO511
‘ DN3021
DN1021 O
"\_‘_;‘ wear-resistance
e High
\ /

Cutting speed

Grade Workpiece materials ‘ Machining method (mimin)
—_— : Turning 500~1000

DNO121 Silumin  (Si<12%) Milling 300~1500
fibre reinforced composite materials Turning /Milling 200~1000

- ’ Turning 900~3500

0,

Silumin  (Si=12%) Milling 600~2400
DNO511 Metal base compound Turning /Milling 1500~1800
Coppeer and magnesium alloyssilumin Turning /Milling 400~1260

Cemented carbide Turning 20~40

P a0 Turning 400~1200

DN1021 Silumin — (Si<12%) Milling 250~1400
Coppeer and magnesium alloyssilumin Turning /Milling 400~1260

I . Turning 300~700

0,

Silumin _(Si=12%) Milling 500~1000

Metal base compound Milling 500~1000

DN3021 Unsintered ceramic materials Turning 100~200

Sintered Ceramic Turning 20~50
Bimetallic materials Milling 200~300
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CN3100

A -siaon/ B -siaon matrix, the latest developmed

Siloxane sialon.
Applications: With excellent wear resistance, fracture toughness and thermal shock resistance,

for use in general machining to finishing in high temperature alloy parts. It has better resistance of

breakage at the depth of cut,compared with SiC/AI203 whisker ceramic material.

lPhysicaI properties

. 3 Flexural Fracture toughness
Grade Density(g/cm?®) HardnessHv(GPa) strength(MPa) (MPa m'?)
CN3100 3.34 1720 =900 7.5

lRecommended cutting data

Workpiece material Operation Cut(tmlgm?g;aed Feed rate(mm/r) Depz’;ﬂg; cut
CN3100 Nickel high temperature alloy For roughing 150-260 0.1-0.3 <5
lCase
Process®

External machining1+End face machining1+Grooving1
Workpiece material: GH4169

'
'
'
! Insert specification: RPGN090700T01020-V Process@
! Cutting data: V=200 m/min, ap=1 mm, End face machining2+End face machining2+End face machining2
E =0.1 (mm/r) @Process©
! X . . "~ Grooving3
. Workpiece shape and process: Figure 1, four working @
H procedures, two blades and four cutting edges in the figure o) Process®
\& N
' finish the milling of turbine disk section, and the wear Small grooving
resistance is excellent. Figure 1
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\ General Turning Inserts

Application instruction for general turning toolsirning inserts overview ———~

/ Table of correctional coefficient between material hardness and cutting speed \

Correctional coefficient between hardness of materials and cutting speed
Workpiece Theoretical hard P Hard i " dvalue —Th ol val Hard -
material Hardness ardaness decrease araness di erence( easured value — eoretical va ue) ardness increase
-60 -40 -20 0 +20 +40 +60 +80 +100
“ HB180 1.42 1.24 1.1 1.0 0.91 0.84 0.77 0.72 0.67
M HB180 1.44 1.25 1.1 1.0 0.91 0.84 0.78 0.73 0.68 §
j=2]
Gr?r{)rc]aS‘ HB220 1.21 1.13 1.06 1.0 0.95 0.90 0.86 0.82 0.79 £
K =
®
Ml HB250 1.33 1.21 1.09 1.0 0.91 0.84 075 | 070 0.65 s
cast iron S
(=]
HB75 1.05 1.0 0.95 2
S
3
HB350 1.12 1.0 0.89 E
£
Rockwell hardness HRC -6 -3 0 +3 +6 +9 =
[
HRC60 1.10 1.02 1.0 0.96 0.93 0.90 _é
<
Actual Cutting Speed = Recommended Cutting SpeedxCorrectional Coefficient of Cutting Speed

@ Please find recommended cutting parameters on insert packing box.

Example: If the material you are going to machine is normal alloy steel, whose theoretical hardness is HB180, and the selected insert is
CNMG120404-DF/YBC151, then the recommended cutting speed is V=150m/min. If the hardness measured value of the material is HB220, then
the hardness difference value is 220-180= +40. Correctional coefficient found in the table is 0.84. Therefore, the actual applicable cutting speed is
Vc=250x%0.84=210m/min.

/ Correctional coefficient table between tool life and cutting speed \
Tool life Correctional coefficient between tool life and cutting speed
Insert materials 10 minutes (gtgnrg:rlétlei?e) 30 minutes 45 minutes 60 minutes 90 minutes
YBC151 1.12 1.00 0.82 0.73 0.67 0.60
YBC251 1.1 1.00 0.84 0.76 0.71 0.64
YBC351 1.1 1.00 0.84 0.76 0.70 0.63
YBC152 1.25 1.00 0.68 0.54 0.46 0.37
YBC252 1.55 1.00 0.47 0.30 0.22 0.14
YBM151 1.28 1.00 0.66 0.52 0.43 0.34
YBM153 1.32 1.00 0.64 0.48 0.37 0.31
YBM215 1.22 1.00 0.85 0.77 0.72 0.67
YBM251 1.19 1.00 0.75 0.63 0.56 0.47
YBM253 1.22 1.00 0.73 0.61 0.54 0.45
YBG202 1.10 1.00 0.85 0.77 0.72 0.66
YBG205 1.15 1.00 0.82 0.74 0.69 0.64
YBDO052 1.22 1.00 0.80 0.65 0.60 0.55
YBD102 1.20 1.00 0.75 0.62 0.58 0.50
YBD152 1.1 1.00 0.70 0.60 0.50 0.40
YBG105 1.28 1.00 0.79 0.72 0.63 0.58
YBG212 1.25 1.00 0.75 0.70 0.60 0.50
YBS103 1.35 1.00 0.85 0.78 0.68 0.62
Actual cutting speed = Recommended cutting speed x Correctional coefficient of cutting speed

Example: If the material you are going to machine is normal alloy steel, and the selected insert is CNMG120404-DF/YBC151, then the recommended
cutting speed is V=250m/min (standard life is 15 minutes). If you expect the tool life to reach 60 minutes, the correctional coefficient found in the table
is 0.67, then the applicable cutting speed is Vc=250x0.67=167.5m/min.

A49



()
@
>
o
o
o
=
c
5
3
>
«Q
=
w
@
=
w
o
o
Qo
()
=
@
<

General turning inserts code key

Insert shape/Code With/Without| - With/Without Hare With/Without| - With/Without
Code Iholg & crllipbrelal?elf' Section plane of insert | Code| ! b i ctllipbrétal?eur Section plane of insert
> 65°
I\ss" I haf / 80° B | With | Without N |without| without |\ ]
A B c
>65°
E <:> H | With | Single-side R |Without| Single-side Q
>65°
D E H . . ) )
C | With | Without F | Without| Double-side C>|
f55° / ‘ >65°
K L M J | With |Double-side A | With | Without E
<65°
O Q W | With | Without M | With | Single-side @
0 P R <65°
T | With | Single-side G | With |Double-side @
S T T Q | With | Without X Special
<E:> 80° ther: e
() Others U With |Double-side
v w z
L Insert shape Chipbreaker and clamping system
Clearance angle of Tol
main cutting edge Cll=EhEE
Clearance Clearance
Code angle Code angle
A B S
3 ‘L’S" o Nose height m |Inscribed circle| Thickness S | (Reference) Details of M-level tolerance (Identified by
9%\ Tolerance(mm) Tolerance(mm)]Tolerance(mm shape)
® Nose height tolerance(mm)
A +0.005 +0.025 +0.025 |Inscribed|Regular Diamond|Diamond|Diamond
circle | triangle | S942" | with 80° | with 55° | with 35° | Round
¢ D — F| 0005 $0.013 | 0.025 | 635 | 0.08 | £0.08 | £0.08 | £0.11 | 016 |
—l—7
c | 0013 +0025 | 0025 | 9525 | £0.08 | +0.08 | £0.08 | +0.11 | £0.16 | --
12.7 +0.13 | +0.13 | £0.13 | +0.15 - -
o 0013 | 20025 Fopers| 1015 | 2015 | £0.15 | 1018 | — | -
E F E +0.025 +0.025 +0.025 | 19.05 | +0.15 | +0.15 | +0.15 | +0.18 - -
~ 20° - 25°
G| 0025 +0.025 1013 | 254 | = [ #048] =
@ Tolerance of inscribed circle @1.C(mm)
J s SONSENY | EN0ps Inscribed|Regular Square Diamond|Diamond | Diamond Round
G N K +0.013 +0.05-+0.13| +0.025 |-circle |triangle with 80° | with 55° | with 35
~ 300 ~l0 .39 +0.05 | +0.05 | +0.05 | +0.05 | +0.05 -
L $0.025  0.05-#0.13| £0.025 | 9525 | +0.05 | +0.05 | 0.05 | +0.05 | +0.05 | +0.05
M | +0.08-+0.18 [+0.05-+0.13 +0.13 12.7 | +0.08 | +0.08 | +0.08 | +0.08 - +0.08
Other N | 20082018 |£0.054043| 0,025 15.875| £0.10 | £0.10 | £0.10 | 0.10 | - | £0.10
P \g ° :f;;asnce SRS A A— 19.05 | $0.10 | +0.10 | £0.10 | £0.10 | - | +0.10
U | #0.13-+0.38 |+0.08-+0.25| +0.13 25.4 . +0.13 . - - +0.13
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General turning inserts code key

Insert shape Thickness is defined as)
‘*‘( j ‘*—r the height from the bottom!
Diameter of C D R S T \" w K t t of insert to the highest part!
IC of cutting edge
O 4 Q| H|A & Q& Code Insert thickness(mm)
397 % 00 0.79
5‘ o o5 To 0.99
: 01 1.59
5.56 09 T 1.98
ae ge 02 2.38
6.35 06 07 1 1 = PED >
. ~
B v 03 3.18 P
9.525 09 1 09 09 16 16 06 16 T 397 8
10.0 10 2]
04 4.76 <
12.0 12 T4 4.96 2
12.7 12 15 12 12 22 22 08 05 566 =
15.875 16 15 15 27 Ts5 595 =
16.0 19 16 06 6.35 5
19.05 19 19 19 33 T6 6.75 g
20.0 20 07 7.94 (O]
25.0 25 25 25 09 9.52
25.4 25 25 T9 9.72
31.75 31 1 11.11
32 32 12 12.70
Length of cutting edge ‘ Insert thickness

!

—_— Nose radius code Chipbreaker code
® Code Nose radius

(mm)
Inscribed circle Thickness Nose radius 00 MO
i 02 0.2
Canls Diameter b Thickness b Nose radius
of IC(mm) (mm) (mm) 04 0.4
08 0.8
2 6.35 2 3.18 0 0.2
" 0.4 12 1.2
& 9.525 3 476 , o5 16 1.6
4 127 : 2y 20
4 6.35 3 12 24 24
5 15.875
4 1.6 32 3.2
5 .94 X Others
6 19.05 5 20
Diameter of Round i
8 254 © g2 6 2.4 insert (Metric)| Round insert
J\ J

A51



5=
[S2)
=1
o o
Q ®
D >
S a
@
o _.
o S
- O
fgi=
28
S
@ 3
5 O
2 9
D =
(723
@ o
=]

Metric and inch comparison table of general turning inserts

Metric and inch comparison table of negative inserts

C-type negative

W-type

angle (ISO) (Inch) Chipbreaker negative angle (ISO) (Inch) Chipbreaker
090304 321 06T304 3(2.5)1 OF
-DF
090308 322 06T308 3(2.5)2 -WGF
-WGF -SF
120404 431 067312 3(2.5)3
-SF -EF
120408 432 060404 331 NF
-EF Insert shape B
120412 433 060408 332 _WGM
-NF
120416 434 060412 333 -PM
-WGM -DM
160608 542 W 080404 431
-PM -EM
Insert shape 160612 543 o 080408 432 NM
160616 544 ey 080412 433 -DR
@ 190608 642 -SNR
-NM
190612 643 .
T-type negative .
-DR ISO Inch Chipbreaker
190616 644 e angle (1SO) (Inch) ip
190624 646 i 110304 221 -DF
250724 856 R (LY 222 “WGF
250732 858 -HDR 160404 331 -SF
-HPR -EF
-SNR A
250932 868 S 160412 333 WGM
Insert sh -PM
nsert shape 220404 431 i
Qe negatve o, (Inch) Chipbreaker A 220408 432
angle -EM
110404 331 -EF - 220412 433 DR
-DF
110408 332 WoF 220416 434 -ER
110412 333 _SF 270608 542 LR
150404 431 -NF 270612 543 -HDR
150408 432 -vxlljc“sAM 270616 544 -SNR
Insert shape ; ¥ :
150412 433 -DM S typ:n’;ga‘“’e (1S0) (Inch) Chipbreaker
150604 441 -EM 090304 21
- 150608 442 -NM
-DR 090308 322
150612 443
-ER 090312 323
LR -DF
150616 444 R 120404 1
- -SF
190608 542 _SNR 120408 432
-EF
190612 543 -NGF 120412 433
120416 434 oM
V-type negative . DM
angle (ISO) (Inch) Chipbreaker 150608 542 o
Insert shape -
. 160404 331 -OF -EF iy 150612 543 i
-SF -NF -
o 160412 333 EM -NM D 2 190412 633 R
-SNR -NGF 190424 636 R
- " 190612 643 HDR
-type negative . -
pangleg (|SO) (Inch) Chlpbreaker 190616 644 HPR
120400 43 250724 856
Insert shape -SNR
@ 250732 858
- 250924 866
250932 868
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Metric and inch comparison table of general turning inserts

Metric and inch comparison table of positive insert

e positive i
Ipangle (1SO) (Inch) Chipbreaker
060202 2(1.5)0 _USF
060204 2(1.5)1 _SF
060208 2(1.5)2 _HF
Insert shape 09T302 3(2.5)0 EF
- 09T308 3(2.5)2 _EM
120404 431 -HR
120408 432 LH
120412 433 -LC
positive i
Waengle (1SO) (Inch) Chipbreaker
06T102 1.2(1.2)0
06T104 1.2(1.2)1
06T108 1.2(1.2)2
090202 1.8(1.5)0
090204 1.8(1.5)1
090208 1.8(1.5)2
110202 2(1.5)0
110204 2(1.5)1
-USF
110208 2(1.5)2
-SF
110302 220
-HF
110304 221 er
In h -
sert shape 110308 222
-HM
@) 16T302 3(2.5)0 e
— — 16T304 3(2.5)1 R
16T308 3(2.5)2
-LH
16T312 3(2.5)3
-LC
160400 330
220408 432
220412 433
220416 434
270408 532
270412 533
330612 643
330616 644

e positive )
Engle (1SO) (Inch) Chipbreaker
070202 2(1.5)0 _USF
070204 2(1.5)1 _SF
070208 2(1.5)2 -HF
Insert shape i
P 117302 3(2.5)0 EF
E 117304 3(2.5)1 M
-I’ (2.5) -EM
11T308 3(2.5)2 "HR
17312 3(2.5)3 LH
-LC
e positive )
Engle (1SO) (Inch) Chipbreaker
060204 2(1.5)1
097302 3(2.5)0
09T304 3(2.5)1
097308 3(2.5) 2 HF
120404 431 -EF
Insert shape 120408 432 “HM
150404 531 -HR
_
150408 532 -LH
150412 533 -LC
190408 632
190412 633
190416 634
e (1IS0) (Inch) Chipbreaker
angle
110202 2(1.5)0
110204 2(1.5)1
-USF
110208 2(1.5)2
-SF
110302 220 e
Insert shape i
= i 110304 221 "
1 110308 222 "
160402 330
-LC
160404 331
-NGF
160408 332
160412 333
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e CN D D(Negative inserts)

Cemented carbide and cermet inserts

() Good working condition (%) Normal working condition (<) Bad working condition \

50 s [Fsteel O0LLBVO VO © ©0
o /™ — 2 M stainless steel © V¢ HOOVL (VI
. (_D. - - - -
ﬂdl g mCastlron QUVUBB &
|| % Non-ferrous metal L&
S =5
= 2 Heat resistant alloy, Ti alloy i) < © <
@ gs‘
Dimensions(mm) Coated cemented carbide § g%cgg;g{ggd
Inserts Type %)
LPICIS led|r 15 5833330000065 SSSh080000028
M oOMOM®OOMQO©OMOM®OMOA®ODOODODMOMOMOMMOMOMMOMOMMOMMOMMOMMAMMZZAOAD
> > > >>>>>>>>>>>>>>>>>>>>>>>
CNMGO090304-DF | 9.7 [9.5253.18(3.81| 0.4 @] O @]
DF CNMGO090308-DF | 9.7 [9.5253.18|3.81| 0.8 O O O
~ ’ CNMG120404-DF |12.9|12.7|4.76|5.16| 0.4 *x @ % O @]
CNMG120408-DF |12.9|12.7|4.76|5.16| 0.8 * @ % O O O
For finishing
CNMG120412-DF |12.9|12.7|4.76|5.16| 1.2 * O O O
WGF  |CNMG120404-WGF|12.9(12.7|4.76|5.16| 0.4 | % * *
@4 CNMG120408-WGF|12.9|12.7|4.76|5.16| 0.8 * * *
i
For finishing
Wiper
CNMGO090304-SF | 9.7 9.5253.18(3.81| 0.4 @]
SF CNMGO090308-SF | 9.7 [9.5253.18|3.81| 0.8 @] *
‘ O ’ CNMG120404-SF |12.9|12.7|4.76|5.16| 0.4 (@] *
CNMG120408-SF |12.9|12.7|4.76|5.16| 0.8 O >
For finishing
CNMG120412-SF |12.9|12.7|4.76|5.16| 1.2 O (@]
CNMGO090304-EF | 9.7 [9.5253.18|3.81| 0.4 o * * O
EF
CNMGO090308-EF | 9.7 [9.5253.18(3.81| 0.8 O % * O
g CNMG120404-EF |12.9/12.7|4.76|5.16 | 0.4 ® * * *
. : CNMG120408-EF |12.9|12.7|4.76|5.16| 0.8 [ ] ® % * %
For finishing
CNMG120412-EF |12.9|12.7|4.76|5.16| 1.2 O % * %

Applicable tool

DCLNR/L
Kr:95°

Page  A166

Ab4

* Recommended grade (always stock available)

PCBNR/L
Kr:75°

A172

PCLNR/L

Kr:95°

A173

PCLNR/L

Kr:95°

@ Available grade (always stock available)

OMake-to-order



Cemented carbide and cermet inserts

/— c N I:l I:I(Negative inserts)

() Good working condition (%) Normal working condition (<) Bad working condition \

- s [Fstee COLLVLBBO L © ©0
ol . — 2 Ml stainless steel © VL LOLVLL QL
. S - :
ng 3 mCast iron QLB (&
=l
| | & | |Non-ferrous metal D
S| ® . A A A 5
=~ & Heat resistant alloy, Ti alloy v ) ) <
(2]
Dimensions(mm) Coated cemented carbide = e 2
S(G8 =
Inserts Type 5 2
shape E N 8889583258323y d 56l @
LIBICIS led T 165388300000 8555S5SS58000(0/088 8
M O MOOOOONOOoOnNDaWOonNOoMOomNMomMMmMaMmMMMOMOMONOMNMNMMMZZOOANn %
> > > > >>>>>>>>>>>>>>>>>>>>>> s
CNEG120404-NF [12.9 12.7 |4.76 |5.16| 0.4 ® * o 2
©
CNEG120408-NF  [12.9/ 12.7 |4.76|5.16| 0.8 0 % o .§
S
CNEG120412-NF [12.9/ 12.7 |4.76 |5.16 | 1.2 O % o GE>
S
CNMG120408-WGM [12.9 12.7 |4.76|5.16| 0.8 * * *
CNMG120412-WGM [12.9 12.7 |4.76|5.16| 1.2 * * *
For finishing
Wiper
CNMG090304-PM 9.7 9.525|3.18(3.81| 0.4 * ® O
CNMGO090308-PM |9.7|9.525/3.18|3.81| 0.8 O @ O *
CNMG120404-PM (12.9 12.7 |4.76|5.16| 0.4 * ® % O * % O
CNMG120408-PM [12.9 12.7 |4.76(5.16| 0.8 @ % ® % ® * * k
CNMG120412-PM [12.9 12.7 |4.76|5.16| 1.2 O ® % e@e * K %
CNMG120416-PM [12.9/ 12.7 |4.76|5.16| 1.6 *x ® O e * O
CNMG160608-PM [16.1[15.8756.35(6.35| 0.8 (@ O @ O O oo
For semi-
finishing |CNMG160612-PM 16.1[15.875(6.35(6.35| 1.2 (@ O @ O @ * O
CNMG160616-PM |16.1/15.8756.35(6.35| 1.6 ® O O 0
CNMG190608-PM ([19.3/19.05|6.35(7.94| 0.8 * ® O O *
CNMG190612-PM [19.3/19.05/6.35|7.94| 1.2 * @ % @ O %
CNMG190616-PM [19.3{19.05|/6.35|7.94| 16 |@ %+ @ O @ (@)

*Recommended grade (always stock available) ~ @Available grade (always stock available)  OMake-to-order

Applicable tool

DCLNR/L PCBNR/L PCLNR/L PCLNR/L
Kr:95° - Kr:75° Kr:95° Kr:95°

Page  A166 A172 A173 A212

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A 55



Cemented carbide and cermet inserts

e CN D D(Negative inserts) ~
() Good working condition (%) Normal working condition (=) Bad working condition

ogﬂSteel COVLOVOO VO © ©0

[Vl Stainless steel © 0OV LQOOOLL I

mCastiron QLB &

Non-ferrous metal (T

80°
™

)
o
|eusjew sooidy

C
G

~ ~

G

Heat resistant alloy, Ti alloy

Dimensions(mm) Coated cemented carbide

Cermet
YNG151C| G9ated

Inserts
shape

Type
L |@IC| S |ed| r

'YBC151
O |YBC152
'YBC351
'YBC352
YBG102
YBG105
YBG202
YBG205
YBG212
'YBG302
O 'YBM151
YBM153
YBM215
00000, @0 @ @ ®@ @ @ YBV251
YBM253
'YBS103
'YBD052
YBD102
'YBD152
YBD252
'YNG151

CNMG090304-DM | 9.7 |9.525|3.18/|3.81| 0.4

CNMG090308-DM | 9.7 |9.525|3.18/|3.81| 0.8

CNMG120404-DM [12.9| 12.7 |4.76|5.16| 0.4

*

(@)
@
3
@
3
=
@
Q
Q
)
=
=2
a
@
)
3
a
Q
o]
=
3
@
@
=
@
@
=1
7]

CNMG120408-DM |12.9| 12.7 |4.76|5.16| 0.8 | @

DM CNMG120412-DM |12.9| 12.7 |4.76|5.16| 1.2

*

CNMG120416-DM |12.9| 12.7 |4.76|5.16| 1.6

-
N

CNMG160608-DM |16.1(15.875/6.35|6.35| 0.8

For semi-

finishing CNMG160612-DM |16.1(15.8756.35|6.35| 1.2

® OO0 ® @ @ O

CNMG160616-DM |16.1(15.875/6.35|6.35| 1.6

CNMG190608-DM |19.3|19.05(6.35|7.94| 0.8

10 % 0% *
® © 0 O o o 6 o o o O o YBC21

* % OO0 % % O % % %O O |YBC252

CNMG190612-DM 19.3|19.05|6.35|7.94| 1.2

o

CNMG190616-DM 19.3|19.05(6.35|7.94| 1.6

CNMG120404-EM |12.9| 12.7 |4.76|5.16| 0.4 ® *

EM CNMG120408-EM [12.9| 12.7 |4.76|5.16| 0.8 ® %

CNMG120412-EM |12.9| 12.7 |4.76|5.16| 1.2 ® *

CNMG160608-EM |16.1(15.875/6.35(6.35| 0.8 (@] O %

For semi-
finishing

OiO0 »*» » *
* bk ok

CNMG160612-EM [16.115.875/6.35|6.35| 1.2 O %

CNMG160616-EM |16.1[15.875/6.35(6.35| 1.6 O % O *

*Recommended grade (always stock available) @ Available grade (always stock available) ~ OMake-to-order

Applicable tool

DCLNR/L PCBNR/L PCLNR/L PCLNR/L
Kr:95° . Kr7s° Kr:95° Kr:95°
Page  A166 A172 A173 A212
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Cemented carbide and cermet inserts

/— c N I:l I:I(Negative inserts)

3

(& Good working condition (L) Normal working condition (=<' Bad working condition \

8o < [Jstee O0VLLRRE VO © ©0
a1.c Y —1 2 IVl Stainless steel © O LOLLE 0
I .
ﬂdI 8 mCast iron OLOO @
3
— g— Non-ferrous metal WS
S =t
T & Heatresistant alloy, Tialloy O V) ) <
(2]
- . T3y s
Dimensions(mm) Coated cemented carbide = e 2
SG8 =
Inserts Type ) 2
shape L 8880358283338 8J 5|6 5]
— - - — - - - - -ls S o
LIGIC| S aed | r 1558083000006 SSS38a00al002R =
M O MMOO@OOMOOMOMQODOOOONOOMOMONOMONOMOMONOMOMONOMONOMONMNMO|(ZZ2Z0A0 %
H>BE>-BE>E>-BE>-E>-E-E-E-E-E- Sl s
NM CNMG120404-NM [12.9| 12.7 |4.76|5.16| 0.4 O % [ ] O g
©
CNMG120408-NM |12.9( 12.7 [4.76|5.16 | 0.8 ® % O O '§
=
CNMG120412-NM |12.9| 12.7 |4.76|5.16 | 1.2 O % O @) "E’
S
For semi-
finishing
CNMM120408-LR (12.9| 12.7 |4.76|5.16 | 0.8 D¢
CNMM120412-LR |12.9| 12.7 |4.76|5.16 | 1.2 >
CNMM120416-LR |12.9| 12.7 [4.76|5.16 | 1.6 >
LR CNMM160608-LR |16.1(15.875/6.35|6.35| 0.8 *
CNMM160612-LR (16.1|15.875|6.35|6.35| 1.2 Y
n CNMM160616-LR [16.1|15.875/6.35|6.35| 1.6 Y
Light-load | CNMM160624-LR |16.1/15.8756.35| 6.35 | 2.4 *
roughing | -\ MM190612-LR |19.3| 19.05 |6.35|7.94 | 1.2 *
CNMM190616-LR |19.3| 19.05 [6.35|7.94 | 1.6 Y
CNMM190624-LR {19.3|19.05|6.35|7.94| 2.4 *
CNMM250924-LR [25.79| 25.4 |9.525/9.12| 2.4 >

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DCLNR/L PCBNR/L PCLNR/L PCLNR/L
Kr:95° Kr:75° Kr:95° Kr:95°

Page  A166 A172 A173 A212

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuﬂing@
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Cemented carbide and cermet inserts

a CN D D(Negative inserts)

Good working condition (%) Normal working condition (= Bad working condition \

= aSteel
19

(@)
@
3
@
3
=
@
Q
Q
)
]
=2
a
@
)
3
a
Q
o]
]
3
@
@
=
@
@
=1
7]

. 0 _ §MStainless steel
2d g mCast iron
|| g— Non-ferrous metal
S ni Heat resistant alloy, Ti alloy 9 < <
B (3B
Dimensions(mm) Coated cemented carbide (% gg
e | TvPe e T EE
picis jod| r 2538885588885 88822R 2855
S I i <l i < < I I <
CNMG120408-DR| 12.9 | 12.7 |4.76|5.16/ 08 | * ® % @ ° °
CNMG120412-DR|12.9| 12.7 (476|516 12| O @ % O ° °
DR CNMG120416-DR| 12.9 | 12.7 |476(5.16| 16| O O ° °
CNMG160608-DR| 16.1 |15.875/6.35|6.35| 0.8 0o o)
?’6’{ CNMG160612-DR| 16.1 |15.875/6.35|6.35| 1.2 ® % O °
sy | CNMG160616-DR| 16.115.875/6.35|6.35| 1.6 O % @
For light |CNMG190608-DR| 19.3 |15.8756.35(7.94 | 0.8 0o °
roughing | -NMG190612-DR| 19.3 | 19.05|6.35|7.94| 1.2 o xeo o o
CNMG190616-DR| 19.3(19.05(6.35|7.94| 1.6 | O @ % ®
CNMG190624-DR| 19.3 [19.05|6.35|7.94| 2.4 e0 @
CNMM120412-DR| 12.9| 12.7 |4.76|5.16| 1.2 e O
DR |CNMM160612-DR| 16.1|15.875/6.35/6.35 | 1.2 e O
_ |CNMM160616-DR| 16.1 15.8756.35|6.35| 1.6 o)
» ’ CNMM190612-DR| 19.3 | 19.05 |6.35(7.94| 1.2 e0 @
CNMM190616-DR| 19.3 | 19.05|6.35(7.94| 1.6 ox e
For roughing |cNMM190624-DR| 19.3 | 19.05 |6.35|7.94| 2.4 o o
CNMM250924-DR|25.79| 25.4 9.5259.12| 2.4 O % O
CNMG120408-ER| 12.9 | 12.7 |4.76|5.16| 0.8 *
ER  |cNMG120412-ER|12.9| 12.7 |4.76/5.16| 1.2 ° *
/""‘"“ CNMG160612-ER| 16.1 |15.875/6.35|6.35| 1.2 *
- ] |CNMG160616-ER| 16.1|15.875/6.35(6.35| 1.6 *
For roughing|CNMG190612-ER| 19.3 19.05|6.35|7.94| 12 *
CNMG190616-ER| 19.3 |19.05|6.35|7.94| 1.6 *
ER  |CNMM250724-ER|25.79| 25.4 |7.94(9.12| 2.4 * *
},: CNMM250732-ER|25.79| 25.4 |7.94/9.12| 3.2 * *
: CNMM250924-ER|25.79| 25.4 (9.525/9.12| 2.4 * *
For roughing |CNMM250932-ER|25.79| 25.4 9.5259.12| 3.2 * *
SNR |CNMG120408-SNR | 12.9 | 12.7 |4.76|5.16| 0.8 o °
CNMG120412-SNR | 12.9| 12.7 |4.76(5.16| 1.2 o °
CNMG160608-SNR | 16.1 |15.8756.35|6.35| 0.8 o °
For roughing| CNMG190616-SNR | 19.3 | 19.05|6.35|7.94| 1.6 o °

Applicable tool

DCLNR/L
Kr:95°

\

Page

A58

A166

* Recommended grade (always stock available)

PCBNR/L
Kr:75°

A172

PCLNR/L
Kr:95°

A173

@ Available grade (always stock available)




Cemented carbide and cermet inserts

/— c N D D(Negative inserts)

() Good working condition () Normal working condition (= Bad working condition \

= [Fstee COLLBERE L © ©0
Z Ml Stainless steel © QY LOOLL (¥ (&
e
8 [[qcastiron 0LEE @
3 N
% Non-ferrous metal D
2 Heat resistant alloy, Ti alloy o< < ) <
(2]
g, 3
Dimensions(mm) Coated cemented carbide E 85 canote =
g =
Inserts Tvpe = O qé
shape * EERREHSSISSSFB2R 0888 YEL - 8
LIGIC/S |@d|r |0 0000000O0ODODOSSSS=phaooa008 S
M O MOMOMOOOMOOONODoOoOoWOonomOoMOomMoMOomNoMomMaMmMaMAMOOMNMNOMNMOMMNMZ(Z0O0 %
S>>>>>>>>>>>>>>>>>>>>>>>>> o
CNMM120408-HDR |12.9| 12.7 |4.76|5.16 | 0.8 O®@0O0O0 ?i:
©
(&)
HDR |CNMM120412-HDR |12.9| 127 |476 5.16| 1.2 0O 00O 3
[
7‘__6.\.._‘ CNMM120416-HDR |12.9| 12.7 |4.76|5.16 | 1.6 O 0O %
= CNMM160612-HDR |16.1(15.875|6.35(6.35 | 1.2 O 0O ©
For heavy CNMM160616-HDR |16.1(15.8756.35(6.35| 1.6 00O
machining | CNMM190616-HDR |19.3(19.05/6.35(7.94| 1.6 00O
CNMM190624-HDR |19.3]19.05|6.35(7.94 | 2.4 O000O0
HPR | CNMM190616-HPR |19.5(19.05(6.35|7.94| 1.6 * O
CNMM250924-HPR (25.19| 25.4 (9.525(9.12| 2.4 x O
For heavy
machining
CNMA120404 12.9] 12.7 |4.76|5.16 | 0.4 * O O
CNMA120408 12.9] 12.7 |4.76|5.16 | 0.8 * Kk Kk
CNMA120412 12.9]12.7 |4.76|5.16 | 1.2 * % Kk
Without | CNMA120416 12.9| 12.7 |4.76|5.16 | 1.6 *x % O
chipbreaker| CNMA160608 16.1/15.8756.35|6.35| 0.8 o
el , CNMA160612 16.1(15.875/6.35(6.35| 1.2 *
CNMA160616 16.1/15.8756.35(6.35| 1.6 O % O
CNMA160620 16.1/15.875/6.35(6.35| 2.0 1)
CNMA160630 16.1(15.875/6.35(6.35 | 3.0 o
CNMA190612 19.3(19.05(6.35(7.94| 1.2 *x O %
CNMA190616 19.3|19.05(6.35(7.94| 1.6 O % %

*Recommended grade (always stock available) ~ @Available grade (always stock available) =~ OMake-to-order

Applicable tool

DCLNR/L PCBNR/L PCLNR/L PCLNR/L
Kr:95° Kr:75° Kr:95° Kr:95°

Page  A166 A172 A173 A212

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@
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e CN I:l D(Negative inserts)

Cemented carbide and cermet inserts

() Good working condition (%) Normal working condition (=) Bad working condition \

8o s [Fstee COLLOBE VO ® 00
a1.c y —1 3 Ml stainless steel > OE VOOV 0
@ PP -
ﬂdl 3 mCast iron (DA ] ®
=l
— = Non-ferrous metal (D
S =.
— & Heat resistant alloy, Ti alloy wilv; ) ) )
o T 33|
Dimensions(mm) Coated cemented carbide § (‘_g;%cgﬂrg{ggd
Inserts Type 5
shape AR EEEREER R Y R R R
LIGICIS led| s 5 8833000030655 S5Sa8000 0028
[a [ 'a ' [ o' o' o' o' [ o' o' o' o' o' o' o' N a'a A a'a o' Y o a I a'a R a'a I 0'a B o [l =l B= lf o R |
> > > > > > > > >>>>>>>>>>>>>>55>>
CNMG120404 |12.9| 12.7 |4.76|5.16| 04 | @ [ ] [ ] O
CNMG120408 |12.9| 12.7 |4.76|5.16| 0.8 | @ % ® % O [} * * k
CNMG120412 |12.9| 12.7 |4.76|5.16| 12 | @ % @ % O O O
Allround - -\ MG160608 | 16.1/15.6756.35/6.35| 0.6 |@ @ o
a ’ CNMG160612 | 16.1|15.875|6.35|6.35| 1.2 e O
CNMG160616 |16.1|15.875|6.35|6.35| 1.6 O
CNMG190608 |19.3|19.05(6.35|7.94| 0.8 |O O
CNMG190612 |19.3|19.05|6.35|7.94| 1.2 | O [ ]
CNMG190616 |19.3|19.05(6.35|7.94| 1.6 |O (@) (@]
CNMM120404 |12.9| 12.7 |4.76|5.16| 0.4 | O
CNMM120408 |12.9| 12.7 |4.76|5.16| 0.8 | O O
Allround 1 - NMM120412 | 12.9| 12.7 |476|5.16| 12 | O
=] ’ CNMM190608 |19.3|19.05|6.35(7.94| 0.8
CNMM190612 |19.3|19.05|6.35(7.94| 1.2
CNMM190616 |19.3|19.05|6.35|7.94| 1.6
CNMM190624 |19.3(19.05|6.35|7.94| 2.4 O
* Recommended grade (always stock available) ~ @Available grade (always stock available)  OMake-to-order
Applicable tool
DCLNR/L PCBNR/L PCLNR/L PCLNR/L
Kr:95° Kr:75° Kr:95° Kr:95°
Page  A166 A172 A173 A212

A60



Cemented carbide and cermet inserts

D N D I:I(Negative inserts) : —
/— (2 Good working condition (L) Normal working condition (= Bad working condition \

HPES C0VVEEe VO © €6
M stainless steel © OO LooOE 06

([qcastiron VOO @

Non-ferrous metal (0

|elajew aoa1dys

~ ~ v ~

G

Heat resistant alloy, Ti alloy

1

Dimensions(mm) Coated cemented carbide

Cermet
g

YNG151C| Smed

Inserts
shape

Type
L (GIC| S |ed| r

YBC151
* i % O i% %{0 0|0 |yBCI52
YBC351
YBC352
YBG102
YBG105
YBG202
YBG205
YBG212
YBG302
YBM151
YBM153
YBM215
YBM251
YBM253
YBS103
YBD052
YBD102
YBD152
YBD252
® [YNG151
YD101
YD201

DNMG110404-DF |11.6|9.525|4.76(3.81| 0.4

O | O |YBC252

DNMG110408-DF |11.6|9.525/4.76|3.81| 0.8

DNMG110412-DF |11.6|9.525|4.76(3.81| 1.2

(2]
T
(o3
[72]
=
=
[}
£
S
Q
o
kel
c
©
[0}
ke
o
z
©
(&)
kel
D
2
[
[0}
=
(93
(&)

DNMG150404-DF |15.5| 12.7 |4.76|5.16| 0.4

® O O : O : @ YBC251

Oidi O i %

DNMG150408-DF |15.5| 12.7 |4.76|5.16| 0.8

DNMG150412-DF |15.5| 12.7 (4.76|5.16| 1.2
For finishing

DNMG150604-DF |15.5| 12.7 |6.35(5.16| 0.4 | @

DNMG150608-DF (15.5| 12.7 |6.35|5.16| 0.8

DNMG150612-DF |15.5| 12.7 |6.35|5.16| 1.2 (@)

DNMX110404-WGF |11.6|9.525|4.76(3.81| 0.4

WGF  |DNMX110408-WGF [11.6(9.525|4.763.81| 0.8

” DNMX150404-WGF |15.5| 12.7 |4.76(5.16| 0.4

DNMX150408-WGF |15.5| 12.7 |4.761/5.16| 0.8

For finishing
Wiper

LD D D N
LD D D N
LD D D B

DNMX150604-WGF |15.5| 12.7 |6.35(5.16| 0.4

DNMX150608-WGF

N

5.5/ 12.7 |6.35/5.16| 0.8 * * *

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DDJNR/L PDJNR/L PDPNN PDPNR/L PDUNR/L
Kr:93° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
-
y N 5
Page  A167 A174 A175 A213 A214

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@
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Cemented carbide and cermet inserts

e DN D D(Negative inserts)

(&) Good working condition (Lt Normal working condition (=) Bad working condition \

= [Istee ©0VVE 0O © ©0
o
2 M stainless steel © O¢ LOLLL (V[
3 mCast iron QLUBB &)
3
& 1 Non-ferrous metal O
£ Heatresistantalloy, Tialloy vile ) < <
o
g o . HE
2 Dimensions(mm) Coated cemented carbide 1= ez
2 3 88 carbide
e Inserts Type 5)
s LI@ICIS lad T 15 5888300000855 55%8004/0028
@ [a [ 'a ' [ o' o' o' o' [N o' o' o' o' o' o' o' N a'a A a'a A a'a Y o a I 'a R a'a I a'a B o [l (=l B=l lf o R |
o > > > > > > > > > x> > > > > =55
§ DNMG110404-SF |11.6|9.525 |4.76|3.81| 0.4 o} O|%
@
% SF DNMG150404-SF (15.5| 12.7 |4.76(5.16| 0.4 (@] O %
2 fq DNMG150408-SF |15.5| 12.7 |4.76|5.16| 0.8 o O|%
-
@ DNMG150604-SF |15.5| 12.7 |6.35(5.16| 0.4 e} O|%
For finishing
DNMG150608-SF |15.5| 12.7 |6.35(5.16| 0.8 e} O|%
DNMG110404-EF |11.6|9.525 |4.76|3.81| 0.4 o % * *
DNMG110408-EF |11.6|9.525 |4.76|3.81| 0.8 0 % * O
DNMG110412-EF |11.6|9.525 |4.76|3.81| 1.2 O % * O
EF DNMG150404-EF |15.5| 12.7 |4.76|5.16| 0.4 ® * * O
ﬂ DNMG150408-EF |15.5| 12.7 |4.76(5.16| 0.8 ® * * O
DNMG150412-EF |15.5| 12.7 |4.76(5.16| 1.2 0 % * O
For finishing
DNMG150604-EF |15.5| 12.7 |6.35|5.16| 0.4 ® * *
DNMG150608-EF |15.5| 12.7 |6.35|5.16| 0.8 ® * * *
DNMG150612-EF |15.5| 12.7 |6.35|5.16 1.2 o * * %
DNEG150404-NF |15.5| 12.7 |4.76|5.16| 0.4 0 % o
NF DNEG150408-NF |15.5| 12.7 |4.76|5.16| 0.8 0 % o
DNEG150604-NF |15.5| 12.7 |6.35|5.16| 0.4 ® X o}
DNEG150608-NF |15.5| 12.7 [6.35|5.16| 0.8 ® * (@]
For finishing
DNEG150408-NGF (15.5| 12.7 |4.76(5.16| 0.8 O e O
NGF
DNEG150412-NGF |15.5| 12.7 |4.76|5.16| 1.2 oe o
' DNEG150608-NGF (15.5| 12.7 |6.35(5.16| 0.8 O e O
For finishing | pNEG150612-NGF|15.5| 12.7 |6.35|5.16] 1.2 oe 0

* Recommended grade (always stock available) @ Available grade (always stock available) ~ OMake-to-order

Applicable tool

DDJNR/L PDJNR/L PDPNN PDPNR/L PDUNR/L

Kr:93° Ko Kr62'300 o Kr62°30' Kr:93;/
> \f% 3

Page  A167 A174 A175 A213 A214
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Cemented carbide and cermet inserts

/— D N I:l I:I(Negative inserts)

() Good working condition (%) Normal working condition (= Bad working condition \

< [Jstee COLLBRYO VO © ©0
o
2 M stainless steel © O LOLVE D
[0 . . . .
3 mCast iron QLB (&
3
& || Non-ferrous metal 9
g Heat resistant alloy, Ti alloy v < ) )
(2]
o : ‘gg*a| s
Dimensions(mm) Coated cemented carbide = e 2
SlG8 =
Inserts Type ) 2
shape E 538888035 B8B2833383 Y66 5]
== id - - - — =4 LE = <SS 5 o
LIGICIS lad| r 6580880000035 SSSnaan0a 0028 -
M OMOmMM@MOMOMOQONDODOMOOONOOONOONOMOMOMOMOMOMONDMNOMNMNMMNZZOOAn %
S>-BE>-ECECEC-ESE SR SE SR CESE SRS s
DNMX150408-WGM|15.5| 12.7 |4.76|5.16| 0.8 3
WGM * * * 5
(&)
DNMX150412-WGM|15.5| 12.7 (4.76|5.16| 1.2 * * > 3
=
' DNMX150608-WGM|15.5| 12.7 |6.35|5.16| 0.8 Y * * “E’
(93
For semi- | pNMX150612-WGM|15.5| 12.7 |6.35(5.16| 1.2 * * * e
finishing
Wiper
DNMG110404-PM |11.6(9.525(4.76|3.81| 0.4 ® O [ J
DNMG110408-PM (11.6/9.525(4.76|3.81| 0.8 ® O O * O O
DNMG110412-PM |11.6(9.525(4.76|3.81| 1.2 O O
M DNMG150404-PM |15.5| 12.7 |4.76|5.16| 0.4 ® O
DNMG150408-PM (15.5 12.7 (4.76|5.16/ 0.8 | @ @ @ O O * % O
DNMG150412-PM (15.5| 12.7 [4.76|5.16| 1.2 ® O O O % O
For semi- DNMG150416-PM (15.5| 12.7 (4.76|5.16| 1.6 O O
fmish
NSNS HNMG150604-PM  [15.5) 12.7 |6.35(5.16| 0.4 ® O * K
DNMG150608-PM (15.5| 12.7 [6.35|5.16/ 0.8 | @ O @ % * % O
DNMG150612-PM 15,5/ 12.7 |6.35(5.16| 1.2 ® * * O
DNMG150616-PM |15.5| 12.7 |6.35(5.16| 1.6 ol

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DDJNR/L PDJNR/L PDPNN PDPNR/L PDUNR/L
Kr:93° gl |Kr:93° Kr:62°30' Kr:62°30' Kr:93°
P 5
W (&QA
1 t . ; O L
- ‘ 4
Page  A167 A174 A175 A213 A214

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@
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Cemented carbide and cermet inserts

e DN D D(Negative inserts)
= aSteeI

Good working condition (%) Normal working condition (%) Bad working condition \

|eusiew a2a1dy

Ml Stainless steel

mCast iron

Non-ferrous metal

Heat resistant alloy, Ti alloy

>
>

(¢
C
(
(¢

Dimensions(mm) Coated cemented carbide § gg
Inserts Type O%"
shape b A NS 8S8Y85 82583883 Y 56
Ligic|s jad| 1|5 8888000038055 2SS2800480/0
peeogeecoepelbipleeeeags
DNMG110404-DM | 11.6 |9.525(4.76|3.81| 0.4 ® e O ¢)
DNMG110408-DM | 11.6 |9.525|4.76|3.81| 0.8 * ® % O )
DNMG110412-DM | 11.6 |9.525(4.76|3.81| 1.2 o ©
DM DNMG150404-DM |15.5| 12.7 |4.76(5.16| 0.4 O @ %
DNMG150408-DM |15.5| 12.7 |4.76(5.16| 0.8 * @ %
,/ DNMG150412-DM |15.5| 12.7 |4.76|5.16| 1.2 * O %
For semi- | DNMG150416-DM |155| 12.7 |4.76|5.16| 1.6 le)
finishing | ©NMG150604-DM | 15.5| 12.7 (6.35/5.16| 04| % ® *
DNMG150608-DM |15.5| 12.7 [6.35(5.16| 0.8 *x @ %
DNMG150612-DM |15.5| 12.7 [6.35(5.16| 1.2 o 0 %
DNMG150616-DM |15.5| 12.7 [6.35(5.16| 1.6 00O
DNMG110404-EM | 11.6 |9.525(4.76|3.81| 0.4 0 % o %
DNMG110408-EM | 11.6 9.525(4.76|3.81| 0.8 O % o %
EM DNMG110412-EM | 11.6 |9.525(4.76|3.81| 1.2 0 % o %
DNMG150404-EM |15.5| 12.7 |4.76(5.16| 0.4 ® * *x  x
g DNMG150408-EM |15.5| 12.7 |4.76(5.16| 0.8 ® * *x
For semi- | DNMG150412-EM |15.5| 12.7 |4.76|5.16| 1.2 0 % *x
finishing | 5 \MG150604-EM |15.5 12.7 |6.35/5.16| 0.4 ® % o %
DNMG150608-EM |15.5| 12.7 {6.35|5.16| 0.8 ® * o %
DNMG150612-EM |15.5| 12.7 {6.35|5.16| 1.2 0 % o0 %
NM DNMG150412-NM |15.5| 12.7 |4.76|5.16| 1.2
g DNMG150612-NM |15.5| 12.7 |6.35|5.16| 1.2
For semi-
finishing

Applicable tool

DDJNR/L
Kr:93°

Page  A167

A64

* Recommended grade (always stock available)

PDJNR/L
Kr:93°

A174

PDPNN

Kr:62°30'

A175

@ Available grade (always stock available)




Cemented carbide and cermet inserts

/— D N I:l I:I(Negative inserts) —
(0 Good working condition (L) Normal working condition (=’ Bad working condition \

= [Jsteel C0LLBBE o © ©0©
Ml stainless steel © V¢ WO VL QC
mCast iron @@ @@ @

Non-ferrous metal (02

a1d)

|eusjew 8o

G
C

~ ~

G

Heat resistant alloy, Ti alloy

Dimensions(mm) Coated cemented carbide

Cermet
YNG151C| Sated

YD101

Inserts
shape

Type
L @IC| S |ed| r

YBC151
YBC152
YBC251
»* % % |YBC252
YBC351
YBC352
YBG102
YBG105
YBG202
YBG205
YBG212
YBG302
YBM151
YBM153
YBM215
YBM251
YBM253
YBS103
YBDO052
YBD102
YBD152
YBD252
YNG151
YD201

LR  |DNMM150608-LR|15.5| 12.7 |6.35|5.16| 0.8
y DNMM150612-LR |15.5| 12.7 6.35|5.16| 1.2
DNMM150616-LR |15.5 12.7 |6.35|5.16| 1.6

Light-load
roughing

DNMG150408-DR

-

5.5/12.7 |4.76|5.16| 0.8

DNMG150412-DR|15.5| 12.7 [4.76|5.16 | 1.2

DR
o N—
y , DNMG150416-DR|15.5| 12.7 |4.76|5.16 | 1.6
DNMG150608-DR |15.5| 12.7 [6.35|5.16| 0.8

i oioioio

© 1 (@) (0 ! (©

Forlight | pNMG150612-DR|15.5/ 12.7 |6.35/5.16| 1.2| O @
roughing

DNMG150616-DR|15.5| 12.7 [6.35|5.16 | 1.6

DNMM150608-DR|15.5| 12.7 (6.35(5.16| 0.8 O O

DNMM150612-DR [15.5| 12.7 |6.35|5.16| 1.2 o e

DR
d DNMM150616-DR|15.5| 12.7 |6.35|5.16| 1.6 o

For roughing

ER
/67

For roughing

5

For roughing

SNR

For roughing

Applicable tool

DDJNR/L PDJNR/L PDPNN PDPNR/L PDUNR/L
Kr:93° -177‘_‘ Kr:93° Kr:62°30' =3 Kr:62°30' Kr:93°

-

Page  A167 A174 A175 A213 A214

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A 65

DNMG150608-ER |15.5| 12.7 |6.35|5.16| 0.8 *

DNMG150612-ER |15.5| 12.7 [6.35|5.16 | 1.2 *

DNMM150608-ER (15.5| 12.7 |6.35|5.16| 0.8 *

DNMM150612-ER |15.5| 12.7 [6.35|5.16 | 1.2 *

DNMG150608-SNR|15.5| 12.7 |6.35|5.16| 0.8 (O ] @) [ ]

DNMG150612-SNR|15.5| 12.7 |6.35|5.16| 1.2 o e O [ ]

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
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Cemented carbide and cermet inserts

e DN D D(Negative inserts)

() Good working condition (%) Normal working condition (%) Bad working condition I

= [Jstee COLLERRO VO © ©0
2 M stainless steel © O¢ VOOV 0
[0) N
3 mCast iron QLB ®
S i
& | | Non-ferrous metal O
2 Heat resistant alloy, Ti alloy V) < ) <
D By
Dimensions(mm) Coated cemented carbide § =
S|c8
Inserts Type )
shepe CE R RERESSESS0BEL RS IYD D -
LIGICISledir |5 583808 00000835SSSS08000a 00|28
AN O NN DD DN DD D D DDDODDDDDZZ 00O
S>> >>>>>>>>>>>>>>>>>>>>>>>>
HDR DNMM150608-HDR|15.5| 12.7 |6.35|5.16| 0.8 O O O
J DNMM150612-HDR|15.5| 12.7 |6.35|5.16| 1.2 O O
DNMM150616-HDR|15.5 12.7 |6.355.16| 1.6 0 o
For heavy
machining
DNMG150604 15.5| 12.7 |6.35/5.16| 0.4 (@)
DNMG150608 15.5| 12.7 |6.35/5.16| 0.8 (@)
All round
P DNMG150612 15.5| 12.7 |6.35/5.16| 1.2 O
J DNMG150616 15.5| 12.7 |6.35/5.16| 1.6 (@]
DNMG190608 19.3(15.875|6.35|7.94| 0.8 (@]
DNMG190612 19.3|15.8756.35|7.94| 1.2 (@) O
DNMA110416 11.6]/9.525|4.76|3.81| 1.6 O
DNMA110424 11.6]9.525 |4.76|3.81| 2.4 O
Without DNMA150404 15.5| 12.7 |4.76|5.16| 0.4 e}
chipbreaker
‘ DNMA150408 15.5| 12.7 |4.76|5.16| 0.8 * % O
J DNMA150604 |15.5| 12.7 |6.35/5.16| 0.4 000
DNMA150608 15.5| 12.7 [6.35/5.16| 0.8 O % %
DNMA150612 15.5| 12.7 |6.35/5.16| 1.2 O O O
DNMA150616 15.5| 12.7 |6.35/5.16| 1.6 O O

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DDJNR/L PDJNR/L PDPNN PDPNR/L PDUNR/L
Kr:93° ol (Kr:93° Kr:62°30' o Kre2°30 Kr:930/
o - .
d -
Page  A167 A174 A175 A213 A214

A66



Cemented carbide and cermet inserts

f_ s N I:I I:I(Negative inserts)

(0 Good working condition (LX) Normal working condition (=< Bad working condition \

. = [stee O0LVLERO VO © ©©
glcl=T= — 2 [Vl Stainless steel © ¢ LOOVLL &
| * o . -
\‘\6\ i 2d ngast iron VBB &)
e L || %, [Non-ferrous metal L&
r. L S =
=l = Heat resistant alloy, Ti alloy ) < ) <
{2}
- . 559 3
Dimensions(mm) Coated cemented carbide = e[ k=
O|lc8 =
Inserts Type ) 2
L@ICiSled|r 1655830838000 0038355S5S55800000[28 °
[ o I o I o'a I 'a I e [N o'a Y o'a R 'a [ 4 [ o'a N 'a I oo [ o a o a R e S w a o a I o e a e s Qe a R e o [~ b~ o Y | %
> > > > > > > > > > > > > > >>>>>>>>555>> S
SNMG090304-DF| 9.525 | 9.525 |3.18|3.81| 0.4 O g
DF 5
SNMG090308-DF| 9.525 | 9.525 [3.18(3.81| 0.8 (@) ‘§
- - I -—
- =
0% | SNMG120404.DF 127 | 127 |476]516] 04 | © 2
e [93
SNMG120408-DF| 12.7 | 12.7 |4.76|5.16| 0.8 O @O @] ©
For finishing
SNMG120412-DF| 12.7 | 12.7 |4.76|5.16| 1.2 @] O
SNMG090304-EF| 9.525 | 9.525 |3.18 (3.81| 0.4 O % * O
SNMG090308-EF| 9.525 | 9.525 |3.18|3.81| 0.8 O % * O
EF SNMG090312-EF| 9.525 | 9.525 |3.18(3.81| 1.2 O % * O
Q' SNMG120404-EF| 12.7 | 12.7 |4.76|5.16| 0.4 ® * * %
- SNMG120408-EF| 12.7 | 12.7 |4.76|5.16| 0.8 ® % * *
For finishing SNMG120412-EF| 127 | 12.7 |4.76|5.16| 1.2 0 % * *
SNMG150608-EF|15.875(15.875|6.35 |6.35| 0.8 O % * O
SNMG150612-EF|15.875|15.875|6.35|6.35| 1.2 O % * O
SNMG090304-SF| 9.525 | 9.525 |3.18(3.81| 0.4 (@) O [ %
SF SNMG090308-SF| 9.525 | 9.525 |3.18|3.81| 0.8 O O | %
Q SNMG120404-SF| 12.7 | 12.7 |4.76|5.16| 0.4 @) O %
SNMG120408-SF| 12.7 | 12.7 |4.76|5.16| 0.8 @] O %
For finishing SNMG120412-SF| 12.7 | 12.7 |4.76|5.16 1.2 o o
SNMG150608-SF| 15.875/15.875/6.35(6.35| 0.8 O O

=

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° - Kr:45° Kr:75°

5 5 3
Page  A168 A176 A177 A178 A179 A215

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A 67
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Cemented carbide and cermet inserts

e SN D D(Negative inserts)

(&) Good working condition (XX Normal working condition (%) Bad working condition \

90° ogﬁSteel Qo )0 0O © ©0
glc= — .7.3 Ml stainless steel 0 Ve LOOLOLE ©e
’ \ 0] D
\\ ad 3 mCast iron 0VLEE ©
\ , =l
Selo || % Non-ferrous metal WE
r. L s =
T = Heatresistantalloy, Tialloy Wl ) & )
T By
Dimensions(mm) Coated cemented carbide § ‘gg‘"gg;gi"d';"
Inserts Type o‘i;
shape BSBSE%S8%§g§§§£§§8%8%%§§_‘_
LIGICIS|ed 1 15 5 000800000885 SSS58002300/28R
[a [ e ' [ o' I o' o' o' [ o' o' o' o' o' o' O a'a O a'a A a'a R a'a Y o a I a'a R a'a I 0 a B o o=l - . R |
> > > > > > > > > > > > > > > > > > >55> >
SNMG090304-PM |9.525|9.525 |3.18|3.81| 0.4 O @ O
SNMG090308-PM | 9.525 | 9.525 |3.18|3.81| 0.8 O @00 ¢}
SNMG090312-PM|9.525 | 9.525 |3.18|3.81| 1.2 o O
PM SNMG120404-PM| 12.7 | 12.7 |4.76/5.16| 0.4 O @00 e}
. ~ |SNMG120408-PM | 12.7 | 12.7 |4.76|5.16| 0.8 [ N O ) * kK&
i SNMG120412-PM | 12.7 | 12.7 |4.76|5.16| 1.2 ®® OO * %k k
For semi- | SNMG120416-PM | 12.7 | 12.7 |4.76|5.16| 1.6 ® OO )
finishing
SNMG150608-PM |15.875|15.875 |6.35|6.35| 0.8 o}
SNMG150612-PM (15.875|15.875|6.35(6.35| 1.2 ® @ O O e
SNMG190616-PM | 19.05 | 19.05 |6.35|7.94| 1.6 o
SNMG090304-DM |9.525|9.525 |3.18|3.81| 0.4 O
SNMG090308-DM |9.525 | 9.525 |3.18(3.81/ 0.8 O®@0O0
SNMG120404-DM | 12.7 | 12.7 |4.76|5.16| 0.4 o
DM |SNMG120408-DM| 12.7 | 12.7 |4.76|5.16| 0.8 o o o)
. |SNMG120412-DM| 12.7 | 12.7 |4.76|5.16/ 1.2| % @ %
% SNMG120416-DM| 127 | 127 |4.76]5.16| 16 YeNe)
N
M | 5N\MiG150608-DM | 15.675| 15,875 (6.35|6.35| 0.8 e 0 °
For semi-
finishing | SNMG150612-DM [15.875|15.875(6.35|6.35| 1.2 o X o
SNMG150616-DM |15.875|15.875|6.35|6.35| 1.6 O
SNMG190612-DM | 19.05 | 19.05 |6.35(7.94| 1.2 O @00 o
SNMG190616-DM | 19.05| 19.05 |6.35|7.94| 1.6 O

*Recommended grade (always stock available) ~ @Available grade (always stock available)

Applicable tool

DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L ~ PSKNR/L
Kr:75° o Kr:75° Kr:45° Kr:75° Kr:45° o Kn7s®
Page  A168 A176 A177 A178 A179 A215

A68

OMake-to-order



Cemented carbide and cermet inserts

f_ s N I:I I:I(Negative inserts)

(~n

(& Good working condition (%) Normal working condition (%) Bad working condition \

90° PR C0LLBRO VO © ©0
=T ) = q (A (o DY YL Yy M [
a1c|, - :.%i Ml Stainless steel © O LOOVL O[S
Y ng 8 mCast iron VBB ®
:
r s S| & . Nonferrous metal OE
2 Heat resistant alloy; Ti alloy o< < v} v
(2]
. . B3 s
Dimensions(mm) Coated cemented carbide = il 2
S(G8 =
Inserts Type ) 2
shape R R R R R R R R s 8
- - - - - - = 2E =[S 5 o
LI@ICIS|ed 1 55888800000 85S5SSSp80000/028 o
fora [ o I o'a S o'a o' o' N [ [N ' I ' IO o' I o' o' o' o' R a N o Y Qoo Y ' [ o o [ o a i el b~ /R | %
> > > > > > > > > > > > > > > > > > >>>>>5>> S
SNMG120404-EM| 12.7 | 12.7 |4.76/5.16| 0.4 ® * *x  * g
©
SNMG120408-EM | 12.7 | 12.7 |4.76/5.16| 0.8 ® * *x Kk §
SNMG120412-EM| 12.7 | 12.7 |4.76/5.16| 1.2 ® * * K é
[93
SNMG120416-EM| 12.7 | 12.7 |4.76|5.16| 1.6 0 % o % ©
For semi- | SNMG150612-EM | 15.875(15.875/6.35(6.35| 1.2 ® * o0 %
finishing
SNMG150616-EM | 15.875|15.875(6.35(6.35| 1.6 O % @] *
NM  |SNMG120408-NM| 12.7 | 12.7 |4.76|5.16| 0.8 ® % o
SNMG120412-NM| 12.7 | 12.7 |4.76|5.16| 1.2 0 %
For semi-
finishing
SNMM120408-LR | 12.9 | 12.7 |4.76|5.16| 0.8 *
SNMM120412-LR | 12.9 | 12.7 |4.76|5.16| 1.2 *
LR SNMM120416-LR | 12,9 | 12.7 |4.76|5.16| 1.6 >
SNMM150612-LR |15.875|15.875(6.35|6.35| 1.2 *
SNMM150616-LR |15.875|15.875|6.35|6.35| 1.6 *
SNMM190612-LR | 19.3 | 19.05(6.35(7.94| 1.2 *
Light-load
roughing | SNMM190616-LR | 19.3 | 19.05|6.35(7.94| 1.6 *
SNMM190624-LR | 19.3 | 19.05(6.35/7.94| 2.4 >
SNMM250924-LR | 25.79 | 25.4 [9.525/9.12| 2.4 *

* Recommended grade (always stock available) ~ @Available grade (always stock available)  OMake-to-order

Applicable tool

DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° - Kr:45° Kr:75°

5 5 3
Page  A168 A176 A177 A178 A179 A215

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A 69
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e SN I:l D(Negative inserts)

Cemented carbide and cermet inserts

' Good working condition (1t Normal working condition () Bad working condition \

- = [Jsteel C0LVBRO VO © ©0
glc[TT= — 3 M Stainless steel 0 WeE LOOVLL 0C
~ |7 \ @ P -
T od 8 mCast iron QLB (&
L\ 3 -
P floe || g— Non-ferrous metal 0\
r. L S g
= Heat resistant alloy, Ti alloy Vi) < ) )
@ '3*5|
Dimensions(mm) Coated cemented carbide § ggcg;"rgp‘gd
Inserts Type o %"
LGICiSledlr 15 5888000008835 SSS38004a002S
[a [ e ' [ o' o' o' o' [N o' o' o' o' o' o' o' N a'a A a'a A a'a Y o a I a'a R a'a I 0 a B 0 [l =l B— ol i o R |
> > > > > > > > > >>>>>>>>>>>>>>55>>
SNMG120408-DR| 12.7 | 12.7 |4.76|5.16| 0.8 O ® % O [e}Ne)
SNMG120412-DR| 12.7 | 12.7 |4.76|5.16| 1.2 [ ol ) O
SNMG120416-DR| 12.7 | 12.7 |4.76|5.16| 1.6 O O O
DR
SNMG150608-DR|15.875|15.875|6.35|6.35| 0.8 (@]
| ——_
~ |SNMG150612-DR|15.875|15.875|6.35(6.35| 1.2
('QT * @
~ —  'SNMG150616-DR| 15875 15.875|6.35/6.35| 1.6 *
For light |[SNMG150624-DR|15.875|15.875|6.35|6.35| 2.4 O
roughing
SNMG190612-DR| 19.05 | 19.05 |6.35|7.94| 1.2 O O
SNMG190616-DR| 19.05 | 19.05 |6.35(7.94| 1.6 * @ [e}Ne)
SNMG190624-DR| 19.05 | 19.05 |6.35|7.94| 2.4 O O
SNMM120408-DR| 12.7 | 12.7 |4.76|5.16| 0.8 @)
DR SNMM120412-DR| 12.7 | 12.7 |4.76|5.16| 1.2 O
— SNMM120416-DR| 12.7 | 12.7 |4.76|5.16| 1.6 O
%  SNMM150608-DR | 15.875 15.875/6.356.35| 0.8 o
- SNMM150612-DR|15.875(15.875|6.35|6.35| 1.2 O
For
roughing [SNMM150616-DR|15.875|15.875|6.35|6.35| 1.6 [} @)
SNMM190608-DR| 19.05 | 19.05 |6.35|7.94| 0.8 O

* Recommended grade (always stock available)

@ Available grade (always stock available)  OMake-to-order

Applicable tool

DSBNR/L PSBNR/L PSDNN
Kr:75° Kr:75° Kr:45°

=
Page  A168 A176 A177

A70

PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:45° Kr:75°
> -
A178 A179 A215



Cemented carbide and cermet inserts

f_ s N I:I I:I(Negative inserts)

() Good working condition (%) Normal working condition (= Bad working condition \

o s [Fstee C0LLVBBO VO © ©0
P — .;3 Ml stainless steel Q© VL OOV &
T ad 8 mCast iron VBB ®
L\ 3
> || %, Non-ferrous metal DS
r. L S =
= Heat resistant alloy, Ti alloy o< < ) )
‘q'ig*;,|
Dimensions(mm) Coated cemented carbide § ggcgmtgd
Inserts Type %)
shape I R I R iR S B M T o oy
LIGICIS jed I 55808300000 38355SSS580000028
M M MOMOMOOMOOoOaMOoONOoMOONDOMNMOMNMOMONOMNOMONMNMMOZ(Z0A0
> > > > > > >>>>>>>>>>>>>>>>>>>>
DR SNMM190612-DR [19.0519.05|6.35[7.94 | 1.2 ® OO
SNMM190616-DR|19.05(19.05|6.35|7.94| 1.6 O® % e
9 SNMM190624-DR [19.05(19.05|6.35[7.94 | 2.4 [ oM ]
- SNMM250724-DR| 25.4 | 25.4 |7.94|9.12| 2.4 [ ] O
For
roughing |SNMM250924-DR| 25.4 | 25.4 9.525/9.12 | 2.4 )
SNMG120408-ER | 12.7 | 12.7 |4.76 |5.16 | 0.8 *
ER
SNMG120412-ER | 12.7 | 12.7 |4.76 |5.16| 1.2 *
"'—Q- . | SNMG150608-ER |15.875[15.875| 6.35 | 6.35 | 0.8 *
SNMG150612-ER |15.875(15.875/6.35 |6.35| 1.2 *
For SNMG190612-ER [19.05/19.05(6.35 | 7.94 | 1.2 *
roughing
SNMG190616-ER |19.05/19.05/6.35|7.94| 1.6 *
SNMM250724-ER | 25.4 | 25.4 |7.94(9.12| 2.4 [ ] *
SNMM250732-ER| 25.4 | 25.4 |7.94|9.12| 3.2 [ ) >
SNMM250924-ER | 25.4 | 25.4 [9.525|9.12| 2.4 [} *
For roughing | SNMM250932-ER | 25.4 | 25.4 [9.525/9.12| 3.2 ° *
SNR [SNMG120408-SNR | 12.7 | 12.7 |4.76 |5.16 | 0.8 O e O [ J
For roughing

% Recommended grade (always stock available) ~ @Available grade (always stock available)  OMake-to-order

Applicable tool

DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° - Kr:45° Kr:75°

5 5 3
Page  A168 A176 A177 A178 A179 A215

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@
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Cemented carbide and cermet inserts

e SN I:l D(Negative inserts)

() Good working condition (%) Normal working condition (% Bad working condition I

o0° = [Jsteel C0LLBBO VO © ©0
glc=T= — 2 M stainless steel © O VOOV &6
\\ ad g mCast iron 00O @
S | % | Non-ferrous metal OE
r. L s 3
' - Heat resistant alloy, Ti alloy Wl < < )
‘a':'gs
Dimensions(mm) Coated cemented carbide § ;g;% g;‘rgi'gg"
Inserts Type 5
L1@ICI S ledir 5 5880000000 BSSSSSnanna 00y
[a [ e ' [ o' o' o' o' [ o' o' o' o' o' o' o' N a'a A a'a R a'a o a I a'a R a'a I 0 a B o =l -/ R |
S>> > > > >>>>>>>>>>>>>>>>>>5>>
SNMM120408-HDR | 12.7 | 12.7 |4.76|5.16|0.8 (@) O O
SNMM120412-HDR | 12.7 | 12.7 [4.76|5.16 (1.2 (@] O O
SNMM120416-HDR | 12.7 | 12.7 |4.76|5.16|1.6 O O
SNMM150608-HDR |15.875(15.875|6.35 |6.35| 0.8 (@) O O
HDR SNMM150612-HDR |15.875|15.875|6.356.35| 1.2 O O
- SNMM150616-HDR |15.875|15.875|6.35 |6.35| 1.6 O O
Ty
b | SNMM150624-HDR |15.875|15.875|6.35 |6.35| 2.4 O O
Nl
SNMM190608-HDR | 19.05| 19.05 [6.35|7.94 (0.8 O O
For heavy
machining | SNMM190612-HDR | 19.05|19.05|6.35|7.94 1.2 O O
SNMM190616-HDR | 19.05| 19.05 [6.35|7.94 (1.6 O O O O
SNMM190624-HDR | 19.05| 19.05 (6.35|7.94 (2.4 O O
SNMM250724-HDR | 25.4 | 25.4 (7.94|9.12(2.4 * ® O
SNMM250924-HDR | 25.4 | 25.4 9.525/9.12|2.4 O O
SNMM190616-HPR | 19.5 | 19.05 (6.35|7.94 (1.6 > O
SNMM250924-HPR | 25.4 | 25.4 (9.525/9.12(2.4 * O
For heavy
machining

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° - Kr:45° Kr:75°

B 3 3
Page  A168 A176 A177 A178 A179 A215
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Cemented carbide and cermet inserts

/— s N I:l I:I(Negative inserts)

(~n

() Good working condition (*)Normal working condition () Bad working condition \

o0° = [Fstee OOLLBRO VO © ©0
glcT= — .’.3 Ml Stainless steel © VU LOOLYW ¥ (&
S ’ A (0] . . . .
\\ ] od 3 mCast iron 00 @
\ B 3
s lc L1 &, Non-ferrous metal WE
I. L S g
L — Heat resistant alloy, Ti alloy O v & v
(2]
— . T3y 5
Dimensions(mm) Coated cemented carbide S ‘gécgﬂme c
O|58 =
Inserts Type o) 2
shape E L 583888085 B2Hh333YYJb6ls 5]
— - - — - — - - - -s S o
L@IC|Sjedlr 558008000000 0s5SSSpa00a00l28 -
M M MOMOMOOOMOOMODOONOOMOMOOONDOOONOMNMOMNMOMONOMONOMNMNMQOZZ0O0 %
H>BE>-BE>-E-E-E-E-BESEE B -SSR ©
SNMG090304 |9.525 |9.525 [3.18(3.81| 0.4 o) g
o
SNMG090308 |9.525|9.525(3.18|3.81| 0.8 O @] §
<
SNMG120404 | 12.7 | 12.7 |4.76|5.16| 0.4 ° g
(93
SNMG120408 | 12.7 | 12.7 [4.76(516/ 08 |O @ O ° o ©
SNMG120412 | 12.7 | 12.7 |4.76|5.16| 1.2 00 e
All round
o | SNMG120416 | 12.7 | 12.7 |4.76|5.16| 1.6 |O O
! . SNMG150608 |15.875(15.875(6.35(6.35| 0.8 o)
_ SNMG150612 |15.875|15.875(6.35(6.35| 1.2 |O [ ]
SNMG190612 |19.05[19.05(6.35(7.94/ 12|00 @ O
SNMG190616 |19.05(19.05(6.35(7.94/ 16 |O @
SNMG250724 | 254 | 25.4 [7.94(9.12/24|/0 O @
SNMG250924 | 25.4 | 25.4 (9.525(9.12| 2.4 o e
SNMM090304 |9.525(9.525 [3.18(3.81| 0.4 o
Allround | gNMMO090308 | 9.525 | 9.525 |3.18(3.81/ 0.8 o
“» I SNMM120408 | 12.7 | 12.7 |4.76|5.16| 0.8 | O
B | SNMM120412 | 127 | 12.7 |4.765.16| 1.2 o
SNMM120416 | 12.7 | 12.7 |4.76|5.16| 1.6 o)

*Recommended grade (always stock available)  @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° . Kr45° Kr:75°

= ) 5 s
Page  A168 A176 A177 A178 A179 A215
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Cemented carbide and cermet inserts

e SN I:l D(Negative inserts)

() Good working condition (X Normal working condition (%) Bad working condition I

90’ PR COLVLBBO VO © ©0
glc=T= — .5_ Ml Stainless steel 0 OO LOOLL &
T od § Cast iron WD) 6 (2 r..~
(D 4K CIOTT ©
St || &, |Non-ferrous metal OE
r L S 3
= = Heat resistant alloy, Ti alloy o< < ) <
@ gs|
Dimensions(mm) Coated cemented carbide § g%cg;"rg;ggd
Inserts Type o)
LI@CIS ed 1 55880000000 865SSSS5a0000028
[ I o'a T a2 R ' I o' ' I o' [N ' Y ' IO o' ' O o' [ ' Y ' [N o' S ' [ o a S ' I a'a [ a R ' [ (b~ B~ [ o R |
S~ =i =i <l =i ~i <l <l <Ub =1 ~I =i ~ I <l b <N =N < I =i < I <L b= b= b=~
SNMM190608 | 19.05 | 19.05 |6.35(7.94| 0.8 0
Allround | SNMM190612 | 19.05 | 19.05 6.35|7.94 | 1.2 o
. SNMM190616 | 19.05|19.05|6.35(7.94| 1.6 O
_ SNMM250724 | 254 | 25.4 (7.94|9.12| 2.4 e o
SNMM250924 | 254 | 25.4 (9.525(9.12| 2.4 o
SNMA090304 | 9.525 |9.525 |3.18(3.81| 0.4 o
SNMA090308 |9.525 |9.525 |3.18|3.81| 0.8 o le)
Without SNMA120404 | 12.7 | 12.7 [4.76|5.16| 0.4 (@)
chipbreaker | gNMA120408 | 12.7 | 12.7 |4.76]5.16| 0.8 0 % % °
e ) SNMA120416 | 12.7 | 12.7 |4.76(5.16 | 1.6 00 %
- SNMA150608 |15.875|15.875|6.356.35| 0.8 o
SNMA150612 [15.875(15.875|6.35|6.35| 1.2 *
SNMA190612 | 19.05 | 19.05 [6.35|7.94 | 1.2 O O %
SNMA190616 | 19.05 | 19.05 |6.35|7.94 | 1.6 * R

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° o Kr4s° Kr:75°
Page  A168 A176 A177 A178 A179 A215
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Cemented carbide and cermet inserts

/— TN I:l I:I(Negative inserts)

() Good working condition () Normal working condition (=< Bad working condition \

< [Jstee COLLBRO VO © ©0
o
2 M stainless steel O O LOOVL OO0
(0] - - - -
® mCast iron VBB @
3
& | | Non-ferrous metal OE
£ Heatresistantalloy, Tialloy ) < ) )
o . B33
Dimensions(mm) Coated cemented carbide s ‘ggcggggd
Inserts Type o "z;’
LIGICIS led | T |5 5888000000 0BSSSSSnannalooes
[a [ e I ' I o' I o' o' o' [ o' o' o' o' o' o' o' N a'a o' A a'a Y o a I a'a I a'a I a'a B o il =l Il lf o R |
> > > > > > > S>> > > > > > >>> >SS
TNMG160404-DF [16.5/9.525|4.76 | 3.81| 0.4 *x @ % o) )
DF
TNMG160408-DF |16.5(9.525|4.76 | 3.81 | 0.8 * O % [}
@ . |TNMG160412-DF [16.59.525476 /381 12| © O O
e TNMG220408-DF | 22 | 12.7 | 4.76 | 5.16 | 0.8 *x O O
For finishing
TNMG220412-DF | 22 | 12.7 |4.76 | 5.16 | 1.2 o)
WGF |TNMX160404-WGF|16.5/9.525|4.76 [ 3.81 | 0.4 * * *
TNMX160408-WGF|16.5(9.525|4.76 | 3.81 | 0.8 * > Y
For finishing
Wiper
TNMG110304-SF | 11 | 6.35 |3.18|2.26 | 0.4 O O|%
SF
TNMG160404-SF [16.59.525|4.76 | 3.81| 0.4 o) ol
TNMG160408-SF [16.59.525|4.76 | 3.81| 0.8 o O|%
TNMG220408-SF | 22 | 12.7 |4.76|5.16 | 0.8 (@) O |%
For finishing
TNMG220412-SF | 22 | 12.7 |4.76 |5.16 | 1.2 (@) O |%

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:91° . Kr90° Kr:60° Kr:90° Kr:90°
Page  A169 A180 A181 A182 A216
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Cemented carbide and cermet inserts

e TN D D(Negative inserts)

) Good working condition (1) Normal working condition (=) Bad working condition \

S gﬁSteel COLLVBLO VO © ©0
: .§M8tainless steel © O OWOLOOE Do
| 3 mCast iron (&
3
- g— Non-ferrous metal WE
g Heat resistant alloy, Ti alloy ) v < <
o
3 N . By
2 Dimensions(mm) Coated cemented carbide o ‘ggcgﬂrg{ggd
g Inserts Type e
Q ~ AN T AN T NN DN DD NN YT MW M N AN AN N
0 shape HTOOH Do odrobWbid 3B SH B Ll
=2 LIGICIS |ed 1 1558333300000 6B55SSS58000 0088
) M MO MM@MMOMO®OODOODODONDOONDOONMONMOMONMOMONOMONOMONOMNMNMAZ|Z0A0
e > > > > x> > x> > > > > >>>>>>>>55>>
= TNMG110304-EF | 11 | 6.35 [3.18(2.26| 0.4 O % *x O
Q
[0}
3 TNMG110308-EF | 11 | 6.35 |3.18|2.26| 0.8 O % *
[0}
Z EF TNMG160404-EF |16.59.525 |4.76(3.81| 0.4 ® * * *
[0}
@ TNMG160408-EF |16.5/9.525 |4.76(3.81| 0.8 ® * * *
TNMG160412-EF [16.5|9.525 (4.76(3.81| 1.2 0 % *
For finishing TNMG220404-EF | 22 | 12.7 |4.76|5.16| 0.4 O % * O
TNMG220408-EF | 22 | 12.7 |4.76|5.16| 0.8 O % * O
TNMG220412-EF | 22 | 12.7 (4.76|5.16| 1.2 O % *x O
WGM  TNMX160408-WGM|16.5|9.525 |4.76|3.81| 0.8 * * *
[TNMX160412-WGM|16.5|9.525 [4.76(3.81| 1.2 * * *
For semi-
finishing Wiper
TNMG110304-PM | 11 | 6.35 |3.18|2.26| 0.4 * ® O
TNMG110308-PM | 11 | 6.35 |3.18|2.26| 0.8 * O O
PM
TNMG160404-PM |16.5|9.525 |4.76|3.81| 0.4 *x @ % * *
. TNMG160408-PM |16.5|9.525 |4.76|3.81| 0.8 * ® % @ O * % *
i TNMG160412-PM |16.5(9.525 [4.76|3.81| 1.2 * ® O O * % O
For semi- |TNMG220408-PM | 22 | 12.7 (4.76|5.16| 0.8 N MoK * O O
finishing
TNMG220412-PM | 22 | 12.7 |4.76(5.16| 1.2 |@ %« ® O O O O
TNMG220416-PM | 22 | 12.7 |4.76|5.16| 1.6 O O O

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DTGNR/L PTFNR/L . PTINR/L PTGNR/L PTFNR/L

Kr:91° Kr:90° 0 Kreo° Kr:90° Kr:Q(:/
.'/ /

Page  A169 A180 A181 A182 A216
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Cemented carbide and cermet inserts

/— TN I:l I:I(Negative inserts)

(AR

(&) Good working condition (X' Normal working condition (= Bad working condition \

60° s =s[see COLLBRO VO © ©0
= e P = ) i
- g Ml stainless steel O WE LOQO WL O
8 [[4castiron YDA ®
3
& | | Non-ferrous metal O
£ Heatresistantalloy, Tialloy ) < ) )
o . BlEs
Dimensions(mm) Coated cemented carbide = ggcg"mﬁ!"}gd
Inserts Type o"g’
L@ICIS led 115 5838388 00000855SSS0a8000/00|2S
[a [ e ' [ o' I o' T o' Yo' [ o' o' o' o' o' o' o' N a'a o' A a'a o a I a'a R o' R0 a B o =l =l R |
> > > > > > > S>> > > > >>>>55> >
TNMG110308-DM | 11 | 6.35|3.18|2.26 | 0.8 O O
TNMG160404-DM 16.5|9.525|4.76 | 3.81 | 0.4 *x ® % O O ( ]
DM
TNMG160408-DM |16.5|9.525/4.76 | 3.81 | 0.8 *x @ X @ [ ] [ ]
AR TNMG160412-DM [16.5|9.525|4.76 | 3.81 | 1.2 O O % O
e A%
ﬁ TNMG220404-DM| 22 | 12.7 |4.76 |5.16 | 0.4 * ® % O
Forsemi- |[TNMG220408-DM| 22 | 12.7 (476|516 |08 | % ® % @ o
finishing
TNMG220412-DM| 22 | 12.7 |4.76 |5.16 | 1.2 O O OO
TNMG220416-DM| 22 | 12.7 |4.76 |5.16 | 1.6 O O O
TNMG160404-EM | 16.5(9.525|4.76 | 3.81| 0.4 ® % * %
EM
TNMG160408-EM [16.5(9.525|4.76 | 3.81 | 0.8 ® % * *
TNMG160412-EM | 16.5(9.525|4.76  3.81| 1.2 0 % . B
TNMG220408-EM | 22 | 12.7 |4.76 | 5.16 | 0.8 ® % (@] *
For semi- |TNMG220412-EM| 22 | 12.7 |4.76|5.16 | 1.2 O % e} *
finishin,
9 TNMG220416-EM | 22 | 12.7 |4.76 | 5.16 | 1.6 O % O *
LR TNMM160408-LR |16.5|9.525/4.76 | 3.81| 0.8 *
TNMM160412-LR |16.5|9.525|4.76 | 3.81 | 1.2 >
TNMM220408-LR | 22 | 12.7 |4.76|5.16 | 0.8 *
TNMM220412-LR | 22 | 12.7 |4.76 |5.16 | 1.2 *
Light-load
roughing | TNMM220416-LR | 22 | 12.7 |4.76 | 5.16 | 1.6 *

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L

Kr:91° Kr:90° Kr:60° Kr:90° Kr:90°
V ¢

Page  A169 A180 A181 A182 A216
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A50-A51 A19/A36-A48 A22-A35 A241-A244 A 77

(2]
T
(o3
[72]
=
=
[}
£
S
Q
o
kel
c
©
[0}
ke
o
z
©
(&)
kel
D
2
[
[0}
=
(93
(&)



SHasUI JaWI8d puB apigqJes pajuswa))

Cemented carbide and cermet inserts

e TN D D(Negative inserts)

) Good working condition (1) Normal working condition (=) Bad working condition \

s gﬁSteel COLLVBLO VO © ©0
_ .§ Ml Stainless steel © VL LOOOLL o &
| 3 mCast iron (&
- g— Non-ferrous metal O
e Heat resistant alloy, Ti alloy ) v < <
D o=
Dimensions(mm) Coated cemented carbide § %%Cg"rg{ggd
s | Type MDA O
SR S S S < S i S S <l S S S E
TNMG160408-DR [16.5/9.525 |4.76|3.81| 0.8 O 0o 0 O
DR TNMG160412-DR |16.5/9.525 (4.76|3.81| 1.2 OO0 OO0 [ I
TNMG220408-DR | 22 | 12.7 |4.76|5.16| 0.8 O e @]
= TNMG220412-DR | 22 | 12.7 (4.76|5.16| 1.2 O O O O
| | TNMG220416-DR | 22 | 12.7 |4.76|5.16| 1.6 o) ¢}
Forlight | TNMG270608-DR |27.5/15.875/6.35|6.35| 0.8 o
roughing | TNMG270612-DR |27.5/15.875(6.35|6.35| 1.2 o
TNMG270616-DR (27.5/15.875|6.35|6.35| 1.6 )
TNMM160408-DR [16.5/9.525 |4.76|3.81| 0.8 o o
DR |TNMM160412-DR |16.5/9.525|4.76 3.81| 1.2 o o
TNMM220408-DR | 22 | 12.7 |4.76|5.16| 0.8 e o
/66\\ TNMM220412-DR | 22 | 12.7 [4.76|5.16| 1.2 [ ] (@]
ﬁTNMMZZOMB-DR 22 | 12.7 |4.76|5.16| 1.6 o o
For roughing | TNMM270612-DR |27.5|15.875|6.35|5.16| 1.2 o
TNMM270616-DR (27.5/15.875|6.35|5.16| 1.6 ¢}
ER  |TNMG160408-ER |16.5/9.5254.76|3.81| 0.8 *
TNMG160412-ER |16.5/9.525(4.76|3.81| 1.2 *
/6\ TNMG220408-ER | 22 | 12.7 |4.76|5.16| 0.8 *
e ]
For roughing[TNMG220412-ER | 22 | 12.7 |4.76|5.16| 1.2 *
SNR |TNMG160408-SNR |16.5/9.525|4.76|3.81| 0.8 O e @) [
For roughing

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DTGNR/L PTFNR/L . PTINR/L PTGNR/L PTFNR/L

Kr:91° Kr:90° 0 Kreo° Kr:90° Kr:Q(:/
.'/ /

Page  A169 A180 A181 A182 A216
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Cemented carbide and cermet inserts

/— TN I:I I:I(Negative inserts)

(AR

(&) Good working condition (X' Normal working condition (= Bad working condition \

60° N < [Jstee C0LOBRO VO © ©0
o
. é‘ M Stainless steel © Oe LOOwe 06
(0] - - - -
3 mCast iron VB (@)
3
& | | Non-ferrous metal WE
£ Heatresistantalloy, Tialloy ) < ) )
N . 33
Dimensions(mm) Coated cemented carbide 5 ‘ggcgﬂmﬁrggd
Inserts Type o“g’
shepe L AEESSI 8RB EREOYSBRD D -
LIGIC| S led 1 15 5888800000 8SSSSS580000028
{a [ e ' IO o' I o' o' o' [N o' o' o' o' o' o' o' o' o a'a A a'a o a I a'a R a'a 0 a B 0 Il =l [~ lf o R |
> > > > > > > > >>>>>>>>>>>>>>>5>>
TNMM160408-HDR |16.5|/9.525 4.76|3.81| 0.8 O O
TNMM160412-HDR|16.5|9.525 |4.76(3.81| 1.2 0O 0
HDR TNMM220408-HDR| 22 | 12.7 |4.76|5.16| 0.8 O O
/A\ TNMM220412-HDR| 22 | 12.7 |4.76|5.16| 1.2 O O
A
TNMM220416-HDR| 22 | 12.7 |4.76|5.16| 1.6 O O
For heavy |[TNMM270612-HDR |27.5(15.875|6.35|6.35| 1.2 O O
machining
TNMM270616-HDR|27.5|15.875|6.35|6.35| 1.6 O O
TNMM270624-HDR | 27.5|15.875(6.35|6.35| 2.4 O 0O
TNMG110308 11 | 6.35 [3.18(2.26| 0.8 O
TNMG160404 16.5/9.5254.76(3.81| 0.4 |O (]
TNMG160408 16.5/9.525|4.76(3.81| 08 |@ O @
TNMG160412 16.5/9.525|4.76(3.81( 1.2 | @ ® O @]
TNMG220404 22 | 12.7 |4.76|5.16| 0.4 | O [ ]
All round
g TNMG220408 22 | 12.7 |4.76|5.16| 0.8 |O [ ] @]
&
. |ITNMG220412 22 | 12.7 |476|5.16| 1.2 | @ (]
O
TNMG220416 22 | 12.7 |4.76|5.16| 1.6 O
TNMG270612 27.5(15.875/6.35|6.35| 1.2 [ ] [ ]
TNMG270616 27.5|15.875(6.35(6.35| 1.6 O (@]
TNMG330916 33 [19.05(9.525/7.94| 1.6 [ ]
TNMG330924 33 [19.05(9.525/7.94| 2.4 |O O [ ]

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L

Kr:91° Kr:90° Kr:60° Kr:90° Kr:90°
V ¢
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Cemented carbide and cermet inserts

e TN I:l I:l(Negative inserts)

) Good working condition (1) Normal working condition () Bad working condition \

osﬁSteel COLLVBLO VO © ©0
2 Ml Stainless steel ® O D[S)[S) DD &6
3 mCast iron QLU (&
3 7 X
% Non-ferrous metal O
g Heat resistant alloy, Ti alloy ) < ) )
_— . B33
Dimensions(mm) Coated cemented carbide = it
S|e8
Inserts Type o)
shape by P N N8 Y 8Y YT B eSRY YR YE bl
LIGICIS led| 1T |5 5888800000355 SSS580000028
M MO M@OMOOM@MOOONODOONDOOOONOMOOONMONOMONOOMONOMONOMNOMNMNMANZ|Z0A0
S>BE>XBECEC-E-ESESESECESE S SE S
TNMM160404 |16.5|9.525(4.76|3.81| 0.4 o}
TNMM160408 |16.5|9.525(4.76|3.81| 0.8 (@]
Allround | TNMM160412 | 16.5(9.525|4.76/3.81| 1.2 | O
A‘ TNMM220408 | 22 | 12.7 [4.76|5.16| 0.8
s | TNMM220412 | 22 | 12.7 |4.76(5.16 | 1.2 e O ¢}
TNMM220416 | 22 | 12.7 |4.76|5.16 | 1.6
TNMM270616 | 27.5 |15.875/6.35|6.35| 1.6 °
TNMA160404 |16.5(9.525|4.76|/3.81| 0.4 O % %
TNMA160408 |16.5|9.525(4.76(/3.81| 0.8 |O * k k O
Without
chipbreaker | TNMA160412 |16.5|9.525|4.76(3.81| 1.2 % O O
e TNMA160416 |16.5|9.525|4.76/3.81| 1.6 O 0O
_ TNMA220404 22 | 12.7 |4.76|5.16 | 0.4 O O O
TNMA220408 22 | 12.7 |4.76|5.16| 0.8 O O O
TNMA270616 |27.5|15.875/6.35/6.35| 1.6 @)

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L

Kr:91° Kr:90° Kr:60° Kr:90° Kr:90°
V ;

Page  A169 A180 A181 A182 A216

A80



Cemented carbide and cermet inserts

/— VN I:I I:I(Negative inserts)

(& Good working condition (%) Normal working condition (< Bad working condition \

N PR C0LLBRO VO © ©0
! X 2 p ( (
21.c 2 M stainless steel ® O LOOLVLY e
{ 8 mCast iron VBB &)
T ot 3
& | | Non-ferrous metal 9
s| ® ' NP A . 5
— Heat resistant alloy, Ti alloy ilv; ) ) ~
{2}
o . B33 3
Dimensions(mm) Coated cemented carbide = ‘ggcgmtgd 2
Inserts Type O“:; g
shape E%BSB%88§§§§ESEE§SSSS%EB‘-‘- g
LI@GICIS fad | r |15 5 838808 00000B5SSSS00000/0028 °
[a [ e I ' [ o' IO o' o' o' [N o' o' o' o' o' o' o' N a'a o' A a'a Y o a I a'a I a'a R a'a B0 [l = o R | ©
>>>>>>>>>>>>>>>>>>5>>>>55>5 o
DF VNMG160404-DF |16.6]/9.525|4.76(3.81| 0.4 * @ % [ ] g
©
- VNMG160408-DF |16.6|9.525(4.76 (3.81| 0.8 * O O §
V <
[0}
&
For finishing ©
EF VNMG160404-EF |16.6|9.525 [4.76|3.81| 0.4 0 % * *
‘ VNMG160408-EF |16.6]/9.525(4.76(3.81| 0.8 * * %
VNMG160412-EF |16.6]/9.525|4.76(3.81| 1.2 O % * O
For finishing
NF VNEG160404-NF |16.6]/9.525|4.76(3.81| 0.4 O % O
VNEG160408-NF |16.6]/9.525(4.76 |3.81| 0.8 O % O
For finishing
NGF VNEG160408-NGF |16.6|9.525|4.76 |3.81| 0.8 o e O
l VNEG160412-NGF |16.6|/9.525(4.76(3.81| 1.2 oe O
For finishing
SF VNMG160404-SF |16.6]/9.525|4.76 (3.81| 0.4 O O %
E VNMG160408-SF |16.6|/9.525(4.76(3.81| 0.8
For finishing

* Recommended grade (always stock available) ~ @Available grade (always stock available) =~ OMake-to-order

Applicable tool

DVVNN DVJNR/L
Kr:72°30' _ Kroz° —
Page  A170 A170

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A81



Cemented carbide and cermet inserts

e VN D D(Negative inserts)

() Good working condition (%) Normal working condition (=) Bad working condition \

PE COLLBBO VO © ©0
.§ Ml Stainless steel © O WOOOE &
8 mCast iron (&
8 =
3 7 X
& 1 Non-ferrous metal O
g Heat resistant alloy, Ti alloy o< v < <
(@)
3 Efse
2 Dimensions(mm) Coated cemented carbide = ‘ggcg';g{g}gd
g Inserts ©P9
g shape 13 ENENEONBNBYNER RNy 5D
3 2 2 & 2N e SE < <S35
=2 LIGICIS jad| T 558088000030 355SSS3580000028
2 DO N DN DN DD DD ONDDDDDDO@O@O@OAZZ0AQ
o > > > > > > > > > > >>>>>>>>>>>>55>5
§ PM VNMG160404-PM |16.6(/9.525 |4.76(3.81| 0.4 * ® O O O O
@
3 VNMG160408-PM |16.6|9.5254.76|3.81| 0.8 | % ® O * % O
< —
2 S \MG160412-PM | 16.6|9.525 476 |3.81| 1.2 00 00
e For semi-
@ finishing
DM VNMG160408-DM (16.6|9.525|4.76|3.81| 0.8 * @ O @]
& VNMG160412-DM (16.6|9.525 |4.76 |3.81| 1.2 O O O (@]
For semi-
finishing
EM | VNMG160404-EM 16,6/ 9.525 4.76|3.81| 04 ® X *x %
9VNMG1GO408-EM 16.6/9.525|4.76|3.81| 0.8 o * * *
For semi-
finishing
NM VNMG160412-NM (16.6|9.525 |4.76 |3.81| 1.2 O % (@] (@]
For semi-
finishing
SNR VNMG160408-SNR|16.6(/9.525 |4.76(3.81| 0.8
VNMG160412-SNR|16.6|9.525 |4.76|3.81| 1.2
For roughing
VNMG160404 16.6/9.525|4.76|3.81| 0.4 | O
All round
VNMG160408 16.6/9.525|4.76|3.81| 0.8 | @
_— - 1

*Recommended grade (always stock available) ~ @Available grade (always stock available)  OMake-to-order

Applicable tool

DVVNN DVJNR/L
Kr:72°30' Kr:93°
Page A170 A170

A82



Cemented carbide and cermet inserts

a WN I:l I:l (Negative inserts) —

O Good working condition () Normal working condition (< Bad working condition \

o < [Jsteel COLLBBE Vo © ©o
[e)
% 8 Z M Stainless steel © VL LOOWLL QC
Y R -
® mCast iron (DI RE) ®
3
= Non-ferrous metal HE
e Heat resistant alloy, Ti alloy ) v ) )
(2]
Dimensions(mm) Coated cemented carbide = e 2
S|G8 =
Inserts Type %) 2
shepe L AEYSSIBSSEB SRR BRDD | 8
LIGICIS jed | 1 15 5838833 00000085SSSS0a80000028 ©
[ O o'a [ a'a ' I o' S O o' [N o' Yo' [N o' ' O o' [ o' ' [N o' S o' [ o a [ [ a'a [ o a I ' |l b~ B~ (B | ©
Sell e =i ) < i <l =i =i i <Ji) i <l =i =i =g <Ji) < <l <R <Up = b= =] =g = S
WNMGO06T304-DF | 6.5|9.525|3.97(3.81| 04 | % 2
o
WNMGO06T308-DF | 6.5 (9.525(3.97(381/| 0.8 | % % §
<
WNMGO06T312-DF |6.5(9.525(3.97(381| 12| % % N
DF &
WNMG060404-DF |6.5|9.525(4.76(3.81/| 0.4 | % @ % 0 e
- ¥  \WNMGO060408-DF |6.5(9.525(4.76/3.81/| 0.8 | % ® % °
el WNMG060412-DF | 6.5|9.525(4.76(381| 1.2 | * @ O 0
For finishing
WNMG080404-DF |8.7 | 12.7 476|516/ 04| * @ O o)
WNMG080408-DF |8.7 | 12.7 [4.76(5.16/| 0.8 | % @ % °
WNMG080412-DF |8.7 | 12.7 |4.76]5.16/ 12| O O O
WGF |\WNMG060404-WGF | 6.5 |9.525 |4.76(3.81| 0.4 * * *
' WNMG060408-WGF| 6.5 |9.525 |4.76(3.81| 0.8 | % * *
WNMG080404-WGF| 8.7 | 12.7 |4.76(5.16| 0.4 | % * *
F”JJ,?;?'"Q WNMG080408-WGF| 8.7 | 12.7 [4.76/5.16] 0.8 | 4 * *
WNMGO06T304-SF | 6.5 [9.525 (3.97(3.81/ 0.4 o} 0| %
WNMGO6T308-SF |6.5|9.525(3.97(3.81| 0.8 o o
SF
WNMGO06T312-SF |6.5(9.525(3.97(3.81| 1.2 o o
é WNMG060404-SF | 6.5 |9.525 |4.76/3.81/ 0.4 o) O|%
WNMG060408-SF | 6.5 |9.525 [4.76/3.81| 0.8 o} O|%
Forfinishing |\\\MG080404-SF |8.7 | 12.7 |4.76(5.16| 0.4 o Ol%
WNMG080408-SF |8.7 | 12.7 |4.76|5.16| 0.8 o} O %
WNMG080412-SF |8.7 | 12.7 |4.76|5.16| 1.2 o o

=

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DWLNR/L PWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:%/
V é /
s
Page  A171 A183 A217

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cutting@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A83



SHasUI JaWI8d puB apigqJes pajuswa))

e WN D D (Negative inserts)

Cemented carbide and cermet inserts

) Good working condition (1) Normal working condition () Bad working condition \
PE OOLLVLBRE VO © ©0
S 2 Ml Stainless steel Q Ve LQOOLL O
| @ g -
3 mCast iron QLU (&
ad 3 o
& 1 Non-ferrous metal &
g Heat resistant alloy, Ti alloy ) v < <
o . HE
Dimensions(mm) Coated cemented carbide £ [ 5 Comented
Inserts Type = %u
shape N e N8B R3338Y Y5|ble
LGICIS adlr o530 83000000555S5SS58004a/0028
M MO MM@MMO®OODOONDODOONOOOONMONMOMONMOMONOMONOMNOMNMNMANZ|ZO0A0n
S>>E>>>>>>>>>>>>>>>>>>>>>>>>
WNMGO06T304-EF | 6.5|9.525|3.97|3.81| 0.4 O % * O
WNMGO06T308-EF | 6.5|9.525|3.97|3.81| 0.8 O % * O
EF
WNMGO06T312-EF | 6.5|9.525|3.97|3.81| 1.2 O % * O
WNMGO060404-EF | 6.5|9.525|4.76|3.81| 0.4 ® * * O
WNMGO060408-EF | 6.5|9.525|4.76|3.81| 0.8 ® * * O
For finishi
OriNISINY |\ yNMG080404-EF |8.7 | 12.7 |4.76(5.16| 0.4 o ex * *
WNMGO080408-EF |8.7 | 12.7 |4.76|5.16| 0.8 @] o % * *
NF WNEGO080404-NF | 8.7 | 12.7 |4.76|5.16| 0.4 O % O
WNEGO080408-NF | 8.7 | 12.7 |4.76|5.16| 0.8 O % O
For finishing
WGM | WNMG060408-WGM| 6.5 [9.525|4.76|3.81| 0.8 * * *
WNMG060412-WGM | 6.5 |9.525 |4.76|3.81| 1.2 * * *
WNMG080408-WGM | 8.7 | 12.7 |4.76|5.16| 0.8 * * *
For semi-
fic\ilshing WNMG080412-WGM| 8.7 | 12.7 |4.76|5.16| 1.2 * * *
iper

Applicable tool

DWLNR/L

Kr:95°

s

Page

A84

A171

* Recommended grade (always stock available)

PWLNR/L

A183

Kr:95° l
..

PWLNR/L
Kr:95°

A217

@ Available grade (always stock available)

OMake-to-order



Cemented carbide and cermet inserts

/— WN I:l I:l (Negative inserts)

() Good working condition (%) Normal working condition (<) Bad working condition \

o < [Jstee C0LLBRO VO © ©0
o
X £ .5‘ Ml stainless steel O WK LWL O
@ P -
® mCast iron VBB ®
3
& | | Non-ferrous metal DR
e Heat resistant alloy, Ti alloy ) v ) )
(2]
Dimensions(mm) Coated cemented carbide S iE e 2
oSG8 =
Inserts T ) 2
LIGICIS led | r |15 5383800000855 SSS0aa04a0088 °
[a [ e I ' [ ' IO o' IO o' o' [N o' Yo' Yo' o' o' o' o' o' o' A a'a o a I a'a S a'a I a'a B 0 Bl (=l =l Y o R | ©
> > > > > > > S>> > > > >>> > >S5 >
WNMG060408-PM |6.5|9.525(4.76/3.81/ 08| * ® O O * K 3
o
PM |WNMG060412-PM|6.5(9.525 4.76(3.81( 12| O O * * -
jo)
/ \ WNMG080404-PM 8.7 | 12.7 |4.76|5.16| 0.4 O ®@ OO é
WNMG080408-PM [8.7 | 12.7 (4.76|5.16| 0.8 * * * Kk
e WNMG080412-PM |8.7| 12.7 |476(5.16| 1.2 | * @ % * % K
For semi-
finishing | WNMG080416-PM 8.7 | 12.7 |4.76(5.16 1.6 o 00
WNMG080608-PM |8.7| 12.7 [6.35|5.16| 0.8 @)
WNMGO06T304-DM |6.5|9.525 |3.97|3.81| 0.4 O
WNMGO06T308-DM|6.5|9.525 |3.97(3.81| 0.8 O O
DM WNMGO06T312-DM |6.5|9.525 |3.97|3.81| 1.2 O
. |WNMG060408-DM |6.59.525(4.76|3.81/ 0.8 | % @ % ® °
C8\ \WNMG060412-DM 6.5 9.525 |4.76|3.81| 12
/v\/b- = o o b d a O O
_ WNMG080404-DM [8.7 | 12.7 |4.76|5.16| 0.4 * @ % O
For semi-
finishing |WNMG080408-DM (8.7 | 12.7 [4.76|5.16| 0.8 * @ %
WNMG080412-DM [8.7 | 12.7 |4.76|5.16| 1.2 *x @ %
WNMG080416-DM |8.7 | 12.7 |4.76(5.16| 1.6 O
WNMGO06T304-EM |6.5|9.525 (3.97(3.81| 0.4 O % (@] *
WNMGO06T308-EM [6.5]| 9.525 [3.97(3.81| 0.8 O % (@] *
EM
WNMGO06T312-EM |6.5|9.525 (3.97(3.81| 1.2 O % (@] *
WNMG060404-EM |6.5|9.525 (4.76|3.81| 0.4 O % (@] *
— WNMGO060408-EM |6.5|9.525 [4.76|3.81| 0.8 ® % O *
For semi- | WNMGO080404-EM|8.7 | 12.7 |4.76(5.16| 0.4 ® % * K
finishing
WNMG080408-EM |8.7| 12.7 |4.76/5.16| 0.8 ® % *x %
WNMG080412-EM (8.7 | 12.7 (4.76|5.16| 1.2 ® * * *

% Recommended grade (always stock available) ~@Auvailable grade (always stock available) ~ OMake-to-order

Applicable tool

DWLNR/L PWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95°/.~’
V & /
- -
NG
Page  A171 A183 A217

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cutting@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A85
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e WN D D (Negative inserts)

Cemented carbide and cermet inserts

() Good working condition (1) Normal working condition (=) Bad working condition \
. < [stee ©© \ 0O © ©0
8 [°) )
2 S Z M stainless steel © O OOV ®
@ e .
3 mCast iron QLB @
3 7 X
2 || | Non-ferrous metal &
2 Heat resistant lloy, Ti alloy V) < < )
T gy
Dimensions(mm) Coated cemented carbide § g%cg"rg{ggd
Inserts Type )
shape e N8BR3 Y 5wl
LIGICIS|ed|r 5588333 0000008355S55580a48/00¢2R
M MO MM@MMOMO®OODOODOODOONDOONDONMONONOMONOMOMONOMONOMNOMNMNMNZZO0A0
>>E>>>>>>>>>>>>>>>>>>>>>>>>
NM WNMG080408-NM (8.7 | 12.7 |4.76|5.16| 0.8 O % @) o)
p WNMG080412-NM (8.7 | 12.7 |4.76|5.16| 1.2 O % O (@)
For semi-
finishing
DR WNMG060408-DR |6.5|9.525(|4.76/3.81| 0.8 O O O
WNMG060412-DR |6.5|9.525|4.76|3.81| 1.2 O O O O
B
‘% |WNMG080408-DR (8.7 127 |4.76/5.16| 08 | O O °oe0
-~ __,_:
WNMG080412-DR |8.7| 12.7 |4.76|5.16| 1.2 O O [ 2N J
F hi
orrouaNiY | \wNMG080416-DR |8.7| 12.7 |4.765.16| 1.6 o 0o
SNR  |\WNMG080408-SNR |8.7| 12.7 |4.76|5.16| 0.8 O
‘ WNMG080412-SNR 8.7 | 12.7 |4.76|5.16| 1.2 O
For roughing
WNMAO06T308 6.5|9.525|3.97|3.81| 0.8 (@)
WNMA060404 6.5]9.525|4.76/3.81| 0.4 @)
Without
chipbreaker | WNMAQ60408 6.5(9.525|4.76|3.81| 0.8 * O 0O
. WNMA060412 6.5]9.525/4.76/3.81| 1.2 O
* WNMAO080404 8.7| 12.7 |4.76|5.16| 0.4 O
WNMA080408 8.7| 12.7 |4.76|5.16| 0.8 * * *
WNMA080412 8.7| 12.7 |4.76|5.16| 1.2 * % Kk
WNMAO080416 8.7| 12.7 |4.76|5.16| 1.6 *

Applicable tool

DWLNR/L
Kr:95°

A86

* Recommended grade (always stock available)

PWLNR/L
Kr:95°

1 A183

PWLNR/L

Kr:95°/
/
-

A217

@ Available grade (always stock available)

OMake-to-order



\ General Turning Inserts

Cemented carbide and cermet inserts

() Good working condition (1*' Normal working condition () Bad working condition \

/— KN I:l D(Negative inserts)

¥ < [Jstee COVLLBBE VO © ©0©
LW -o‘ i ~n oY m (V0 (AR (AR (0 (0 AR (AR
= g 2 Ml stainless steel © O LWOOOE &6
o a @ PP -
» ¢ ~ g mCast iron OLOE =
br % Non-ferrous metal DY
R-type shown 12° 2 Heat resistant alloy, Ti alloy O < © <
o : T[33
Dimensions(mm) Coated cemented carbide § ggf"‘de
Inserts Type >
shape R R R R RN R R ) .
Lal L [IW IS ibrmir o 5 8803300003355 SSS580404a(002R
Jva B R we B S e« S =« S S e B v B o e o e o M o I o s B it s | I-4 Ib-4 lf = Wi
> > > > > > >>>>>>>>>>>>>>>>>>>>
KNUX160405L11| 16 |16.15(9.525|4.76| 2.2 |0.5| O ® % O °
KNUX160410L11| 16 |16.159.525|4.76| 2.2 |1.0 [ O
KNUX160405L12| 16 |16.15/9.525|4.76| 2.2 |0.5| O [ ) o)
KNUX160410L12| 16 |16.15/9.525(4.76/ 2.2 |[1.0|O O @ @)
KNUX160415L12| 16 [16.15/9.525(4.76| 2.2 | 1.5 (@)
d KNUX160405R11| 16 [16.15/9.525(|4.76| 2.2 (0.5| @ @O0 e °
Profile turning KNUX160410R11| 16 [16.15|9.525|4.76| 2.2 |1.0| O ) O
KNUX160405R12| 16 [16.159.525(4.76| 2.2 |0.5| @ [ O
KNUX160410R12| 16 [16.15/9.525|4.76/ 2.2 [1.0|O0 O @ @) @)
KNUX160415R12| 16 |16.15(9.525(4.76| 2.2 |1.5 (@)
Note: KNUX160405L11 * Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Chipbreaker code: 11—Declining chipbreaker =~ 12— Straight chipbreaker

Applicable tool

CKJNR/L CKNNR/L
Kr:93° Kr:63°
Page  A204 A204

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuﬂing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A87
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Cemented carbide and cermet inserts

e Heavy turning(Negative inserts)

() Good working condition (%) Normal working condition (<) Bad working condition \

= aSteel
o

(@)
@
3
@
3
=
@
Q
Q
)
]
=2
a
@
)
3
a
Q
o]
]
3
@
@
=
@
@
=1
7]

L
Z Ml Stainless steel
E -1+ S @ -
@ 8 mCast iron ®
- 2d jo0" 3
@ l ] 1 2 | Non-ferrous metal
Iw =
I 2 Heat resistant alloy, i alloy o< )
T (B
Dimensions(mm) Coated cemented carbide % TE
S(G8
Inserts Type O
L |lW| S |ed 000030 SSSS>pa000a0l00
fra v v s B B N S S S (e o o o o < s « R o Mo Rl e e B = -4
>>>>>>>>>>>>>>>>>>>>>>>>
175.32-191940-22 (19.05| 10 [19.05/6.35| 4.0 | @ [ ]
175.32-191940-27 |19.05| 10 (19.05| 7.2 | 4.0 o
Inserts for
train wheel
hub
175.32-191940-24 (19.05| 10 [19.05|6.35| 4.0 | O
‘ I 175.32-301940-24 | 30 | 10 |19.05/6.35/ 4.0 | O
Inserts for
train wheel
hub
175.32-191940-25 (19.05| 10 {19.05|6.35| 4.0
Inserts for
train wheel
hub
175.32-191940-28 (19.05| 10 [19.05|6.35| 4.0
Inserts for
train wheel
hub

A88

* Recommended grade (always stock available)

@Available grade (always stock available)




Cemented carbide and cermet inserts

/— cc I:I D(Positive inserts) p

O Good working condition () Normal working condition (< Bad working condition \

< [stee COVLVBERE VO © ©0
[e)
Z M Stainless steel Q@ O LOOVLL Q<
@ PP -
3 mCast iron VOB &
3
& | | Non-ferrous metal DR
£ Heatresistantalloy, Tialloy O ) ) )
‘a';'gs
Dimensions(mm) Coated cemented carbide £ ‘ggcg'mgd
Inserts Type o“:;
LIGICISled | r 5 5808000008335 SS58004a0028
[a [ e I ' [ ' IO o' o' I o' [N o' o' o' o' o' o' o' o' o' A a'a Y o a I a'a R a'a I a'a B 0 =l =l o R |
> > > > > > > > > > >>>>> >5[

USF  |ccGT09T301R-USF |9.7|9.525(3.97| 4.4 | 0.1 oo
g CCGT09T302R-USF | 9.7 |9.525(3.97| 4.4 | 0.2 ® O
For extra |CCGT09T304R-USF [9.7(9.525(3.97| 4.4 | 0.4 O O
finishing

USF  |ccGT09T301L-USF |9.7|9.525(3.97| 4.4 | 0.1 0o
Q CCGTO09T302L-USF [9.7|9.525|3.97| 4.4 | 0.2 ® O
Forextra |CCGT09T304L-USF [9.7|9.525(3.97| 4.4 | 0.4 O O
finishing

SF CCGT060202-SF |6.4| 6.35 |2.38| 2.8 | 0.2
H CCGT060204-SF |6.4| 6.35 |2.38| 2.8 | 0.4 (@]
CCGTO09T304-SF [9.7|9.525|3.97| 4.4 | 04 O O

For extra
finishing

CCMT060202-HF [6.4| 6.35 |2.38| 2.8 | 0.2 * @ (] O O
CCMT060204-HF [6.4| 6.35 |2.38| 2.8 | 0.4 * ® O [ ] [} [ ] [ ]
HF CCMT060208-HF |6.4| 6.35 |2.38| 2.8 | 0.8 * @ [ ] O [ ]

‘Q/ CCMTO09T302-HF |9.7|9.525|3.97| 4.4 | 0.2 ® O [ ] [ ] O
- CCMTO09T304-HF [9.7|9.525|3.97| 4.4 | 04 * ® % O [ ] [ ] ® O O
For finishing [CCMT09T308-HF |9.7|9.525(3.97| 4.4 | 0.8 % ® OO ® e} 000 ° [ole)

CCMT120404-HF [12.9 12.7 |4.76|5.56| 04 |@ O @ O [ ) O
CCMT120408-HF [12.9 12.7 |4.76|5.56| 0.8 O

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

SCACR/L SCLCR/L SCLCR/L SCFCR/L SCLCR/L
Kr:90° Kr:95° o Kr9s° Kr:90° Kr:95°
Page A184 A185 A218 A232 A233

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A89
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Cemented carbide and cermet inserts

e CCD D(Positive inserts)

() Good working condition (%) Normal working condition (=) Bad working condition \

PE OOLLVLBRE VO © ©0
2 M stainless steel © OL LOOBLL O
8 mCast iron )
g =
S -
g— Non-ferrous metal WE
g Heat resistant alloy, Ti alloy o< v < <
o
3 Efse
2 Dimensions(mm) Coated cemented carbide £ |3 E{Camented
g Inserts Type eL
Q ~ AN T AN T NN DN DD NN YT MW M N AN AN N[
0 shape HTOOHHDoLioOoOoodrobWebio 3B SH B bbbl
= LGICISiad|r 6580880000035 SSSnaan00a002s
) MM MMOOM@MO®OODOODOOOONDOOMONMONOMONOMONOMONOMONOMNOMNOMANZZO0O0A0N
o > > > > > > > > > > >>>>>>>>>>>>55>5
§ CCMT060202-EF | 6.4 | 6.35 |2.38| 2.8 | 0.2 O e % *x O
[0}
% CCMT060204-EF | 6.4 | 6.35 [2.38| 2.8 | 0.4 O ® X * O
- EF
é CCMTO09T302-EF | 9.7 |19.525|3.97| 4.4 | 0.2 (@) ® * * O
-
@ CCMTO09T304-EF | 9.7 |9.525(3.97| 4.4 | 0.4 o e % *x *
CCMTO09T308-EF | 9.7 |9.525(3.97| 4.4 | 0.8 o e % O %
For finishi
OrlinisiNg | cCMT120404-EF (12.9| 12.7 |4.765.56| 0.4 0O ex% * O
CCMT120408-EF (12.9| 12.7 |4.76|5.56| 0.8 o ex%x 0 O
CCMT060204-HM | 6.4 | 6.35 |2.38( 2.8 | 0.4 * ® % O [ ] [} [ N ) [ ]
HM CCMT060208-HM | 6.4 | 6.35 2338/ 28 08| % ® O O ° o} o e
] CCMTO09T304-HM | 9.7 |9.525|397(44 |04 | @ % ® % @ [ J [ J [ N )
(]
- "% | CCMTO09T308-HM | 9.7 |9.525(3.97| 4.4 | 0.8 * @ % © [ J [ J [ N )
CCMT120404-HM [12.9| 12.7 |4.76|556| 04 | % ® O O o} [o}Ne)
For semi-
finishing | CCMT120408-HM [12.9| 12.7 |4.76|5.56| 0.8 *x @ k @ o) ) [ )
CCMT120412-HM [12.9| 12.7 |4.76|5.56| 1.2 O O O
CCMT060204-EM | 6.4 | 6.35 |2.38| 2.8 | 0.4 ® % (@] *
EM CCMT060208-EM | 6.4 | 6.35 |2.38| 2.8 | 0.8 ® % (@] *
CCMTO09T304-EM | 9.7 |9.525|3.97| 4.4 | 0.4 ® * *x
. CCMTO09T308-EM | 9.7 |9.525|3.97| 4.4 | 0.8 ® * * K
CCMT120404-EM [12.9| 12.7 |4.76|5.56| 0.4 ® X (@] *
For semi-
finishing | CCMT120408-EM [12.9| 12.7 |4.76|5.56| 0.8 o * o %
CCMT120412-EM |12.9| 12.7 |4.76|5.56| 1.2 ® * o %

Applicable tool

SCACR/L
Kr:90°

* Recommended grade (always stock available)

@ Available grade (always stock available)

SCLCR/L
Kr:95°

Page A184

A90

A185

SCLCR/L

Kr:95°

A218

SCFCR/L

Kr:90°

A232

SCLCR/L
K

r:95°

A233

OMake-to-order



Cemented carbide and cermet inserts

~ CC I:I D(Positive inserts) .

(&) Good working condition (LX) Normal working condition (= Bad working condition \

= [Jstee OOLLRBE Vo © 0o
o
Z M Stainless steel Q O LOLLE 0C
@ ot :
3 mCast iron VOB &
3
& | | Non-ferrous metal WE
£ Heatresistantalloy, Tialloy O ) ) )
o . e
Dimensions(mm) Coated cemented carbide 8 ggcgmtgd
Inserts Type 5
LBICISledr |5 5888000000655 SSSna0n00 0028
[a [ e I ' [ ' TN o' o' Yo' [N o' Yo' o' o' o' o' o' N a'a Y a'a A a'a o a I a'a R a'a I a'a B0 l (=l b=l /o R |
> > > > > > > > > > > > =55
CCMT060204-HR | 6.4 |6.35(2.38/ 28 | 04| O @ O O o}
HR CCMTO060208-HR | 6.4 635|238/ 28|08 O @ @ ° °
} 4
k’ CCMTO09T304-HR | 9.7 [9.525(3.97| 4.4 | 0.4 e O 0
L | cCMT09T308-HR | 9.7 [9.525(3.97| 4.4 | 0.8 *x ® % @ ° oo 0 °
For roughing | CCMT120408-HR |12.9] 12.7 |4.76|5.56| 0.8 e o o ° o0
CCMT120412-HR [12.9| 12.7 |4.76/556| 12| O @ @
CCGX060202-LC | 6.4 |6.35(2.38| 2.8 | 0.2 *
Lc CCGX060204-LC | 6.4 |6.35(2.38| 2.8 | 0.4 *
CCGX09T302-LC | 9.7 |9.525|3.97| 4.4 | 0.2 *
(“y CCGX09T304-LC | 9.7 [9.525(3.97| 4.4 | 0.4 *
For Al CCGX09T308-LC | 9.7 [9.525(3.97| 4.4 | 0.8 *
s
machining | ccGx120404-LC |12.9] 12.7 |4.76| 5.5 | 0.4 *
CCGX120408-LC [12.9]12.7 [4.76| 55 | 0.8 *
LH CCGX060202-LH | 6.4 [6.35(2.38| 2.8 | 0.2 *
r.1 CCGX060204-LH | 6.4 |6.35 2.38| 2.8 | 0.4 x®
— 4
Wy | CCGX060208-LH | 6.4 6.35(2.38| 2.8 | 0.8 *
For Al
machining | CCGX09T302-LH | 9.7 |9.525(3.97| 4.4 | 0.2 *

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

SCACR/L SCLCR/L SCLCR/L SCFCR/L SCLCR/L
Kr:90° Kr:95° 0 Kr95° Kr:90° Kr:95°
Page A184 A185 A218 A232 A233

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A 91
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Cemented carbide and cermet inserts

e CCD D(Positive inserts)

) Good working condition (1) Normal working condition () Bad working condition \

osﬁSteel COLVBVO VL © ©0
2 Ml Stainless steel & O DOOVLL O
@ g -
3 mCast iron QLU ®
3 7 X
& 1 Non-ferrous metal )E
g Heat resistant alloy, Ti alloy ) < ) )
o
3 B
2 Dimensions(mm) Coated cemented carbide g §§ rgi'&’;"
g Inserts Type o%o
Q ~ AN T AN T AN DN D NN T MO > Momno NN N N YT
Q shape L OWOWIMOMO O OO «~— O WLW - WL SO O W W|W|(W|~
=2 LIGICIS jed | 1 165 5888800000055 SSS580000028
) M MO MM@MMO@MO®OOONDOODOODOONOOOONMONOMONMONOMONOMONOMNOMNMNMMANZ|Z2Z0A0
e > > > >>>>>>>>>>>>>>>>>>>>>>>
§- CCGX09T304-LH | 9.7 |9.525|3.97| 44 | 0.4 * @
@
3 LH CCGX09T308-LH | 9.7 [9.525(3.97| 4.4 | 0.8 *
2 r-1 CCGX120402-LH |12.9| 12.7 |4.76|5.56| 0.2 o
=3  d /‘
@ - CCGX120404-LH |12.9|12.7 |4.76|5.56| 0.4 *
ForAl | CCGX120408-LH [12.9]12.7 |4.76|5.56| 0.8 *
machining
CCGX120412-LH |12.9|12.7 |4.76|5.56| 1.2 @)
CCMW060204 6.4 16.35(2.38/ 2.8 | 0.4 [
Without
chipbreaker | CCMWO09T304 9.7 19.525|3.97| 4.4 | 0.4 o0
[es ] ’ CCMWO9T308 | 9.7 [9.525(3.97| 4.4 | 0.8 | O o
CCMW120404 12.9]112.7 |4.76|5.56| 0.4 )
CCMW120408 12.9112.7 |4.76|5.56| 0.8 ® O

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

SCACR/L SCLCR/L SCLCR/L SCFCR/L SCLCR/L
Kr:90° : Kr:95° 0 Knos® Kr:90° Kr:95°

Page  A184 A185 A218 A232 A233

A92



Cemented carbide and cermet inserts

/— D c I:I D (Positive inserts) — .

(& Good working condition (%) Normal working condition (< Bad working condition \

< [Jstee C0LLBRO VO © ©0
o
éj M stainless steel © O LOLOLL oC
(0] - - N -
® mCast iron VBB ®
3
& | | Non-ferrous metal DR
e Heat resistant alloy, Ti alloy ) v ) )
(2]
Dimensions(mm) Coated cemented carbide e e 2
Se8 =
Inserts Type ) 2
shape P R EEEE R R BRI g
LIGICISiadir |5 5838833 000000SSSSS0a0000028 °
[a [ e I ' [ ' TN o' o' Yo' [N o' Yo' o' o' o' o' o' N a'a Y a'a A a'a o a I a'a R a'a I a'a B0 l (=l b=l /o R | ©
> > > > > > > > S>> > > > >>> >S5 >
DCGT0702005R-USF| 7.8 | 6.35 |2.38|2.8|0.05 ® 0 2
USF ]
DCGTO070201R-USF | 7.8 | 6.35 {2.38(2.8| 0.1 ® O 3
<
5 DCGT070202R-USF | 7.8 | 6.35 {2.38|2.8| 0.2 ® O “E’
(93
o
Forextra |DCGT11T301R-USF |11.6/9.525|3.97|4.4| 0.1 oo
finishing
DCGT11T302R-USF |11.6(9.525(3.97|4.4| 0.2 ® O
USF DCGT0702005L-USF | 7.8 | 6.35 |2.38|2.8|0.05 O O
DCGTO070201L-USF | 7.8 | 6.35 |2.38(2.8| 0.1 O O
e DCGTO070202L-USF | 7.8 | 6.35 |2.38(2.8| 0.2 ® O
Forextra |DCGTM1T301L-USF |11.6/9.525|3.97|4.4| 0.1 oo
finishing
DCGT11T302L-USF |11.6(9.525(3.97|4.4| 0.2 ® O
DCGTO070202-SF | 7.8 | 6.35 |2.38/2.8| 0.2 (e} e}
SF DCGT070204-SF | 7.8 | 6.35 |2.38(2.8| 0.4 o} ¢}
g DCGT070208-SF 7.8 |6.35(2.38/2.8| 0.8 (@]
DCGT11T302-SF |11.6|9.525(3.97|4.4| 0.2 O O|0
For extra
finishing |PCGT11T304-SF | 11.6/9.525/3.97 4.4/ 0.4 o}
DCGT11T308-SF [11.6/9.525|3.97|4.4| 0.8 o) )
DCMT070202-HF |7.8|6.35|2.38(28(02| % ® O
HE DCMT070204-HF |7.8|6.35|2.38/2.8| 0.4 * ® % O [ ] (@] (@] [ ]
( DCMT070208-HF | 7.8 | 6.35(2.38/2.8|0.8 O O O
J DCMT11T302-HF [11.6/9.525(3.97(44/02| % @ O ° o
For finishing [DCMT11T304-HF |11.6/9.525(3.97|4.4( 04| % ® % O ° oo |e
DCMT11T308-HF |11.6/9.525/3.97(44(08| % ® O o) o)

% Recommended grade (always stock available) @Available grade (always stock available) ~ OMake-to-order

Applicable tool

SDACR/L SDJCR/L SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:93° Kr:107‘V Kr:93° / Kr:95°

- ‘- / \/
Page  A186 A187 A188 A219 A220 A221

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A93



SHasUI JaWI8d puB apigqJes pajuswa))

e Dc I:l D (Positive inserts)

Cemented carbide and cermet inserts

) Good working condition (1) Normal working condition () Bad working condition I

ogﬁSteel COLLBBL Vo © ©0
%ZV_ Ml Stainless steel © VL LOOVLL O
3 mCast iron QLU (&
S -
% Non-ferrous metal Y&
g Heat resistant alloy, Ti alloy ) v ) <
- . B3y
Dimensions(mm) Coated cemented carbide & [ 5 Comented
Inserts Type = (i,u
shape PR R R = = = R i B IS B U1 o Y
LgICISlad|r 55808800000 8SSSSSpa8000/0028
MM MOMOOOMOONOO0OO0OOOOO0NOOMNMNDO0OM@OoMmaMmZ| 200
S>BE>-BEC-E>-ESE-E-E-E-E-E-ESE >
DCMT070202-EF | 7.8 | 6.35 |2.38/ 2.8 | 0.2 O ex% *x O
EF DCMT070204-EF | 7.8 | 6.35 |2.38 2.8 | 0.4 (@] ® * * O
’ DCMT11T302-EF | 11.6(9.525|3.97|4.4 | 0.2 O ® % * O
DCMT11T304-EF |11.69.525(3.97| 4.4 | 0.4 O ex% * O
For finishing
DCMT11T308-EF |11.6/9.525(3.97| 4.4 | 0.8 O ex% O O
HM DCMT070204-HM | 7.8 | 6.35 (2.38| 2.8 | 0.4 * ® % © [ ] [ ] [}
| DCMT070208-HM | 7.8 | 635 [2.38/ 2.8 | 08| X @ % o o o}
4 7
‘/ DCMT11T304-HM | 11.69.525|3.97| 4.4 |04 | @ % ® % O [ ] [ ] [ BN ) [} ® O
For semi- DCMT11T308-HM | 11.6|9.525|3.97|4.4 |08 |@ % ® % @ [ ] [ ] ® O O (@]
finiSing | B MT11T312-HM | 1.6 |0.525|3.97| 4.4 | 1.2 0
EM DCMT070204-EM | 7.8 | 6.35 [2.38 2.8 | 0.4 ® % o %
’ DCMT070208-EM | 7.8 | 6.35 |2.38| 2.8 | 0.8 ® * O *
DCMT11T304-EM | 11.6|9.525|3.97| 4.4 | 0.4 ® % @] *
For semi-
finishing DCMT11T308-EM | 11.6 (9.525|3.97| 4.4 | 0.8 ® % O *

Applicable tool

SDACR/L
Kr:90°

=

Page  A186

A94

*Recommended grade (always stock available)

SDJCR/L
Kr:93°

A187

A188

SDQCR/L

Kr:1 07V

SDUCR/L
Kr:93°

SDZCR/L
Kr:95°

A221

@ Available grade (always stock available)

OMake-to-order




Cemented carbide and cermet inserts

~ DC I:I D (Positive inserts) .

(&) Good working condition (LX) Normal working condition (= Bad working condition \

= [Istee C0LLBRO VO © ©0
[e)
.5 Ml stainless steel Q© VU LWOO VL oC
(0] - - - -
3 mCast iron VOB &
3 N
& | | Non-ferrous metal WE
£ Heatresistantalloy, Tialloy O ) ) )
— . B33
Dimensions(mm) Coated cemented carbide = ‘ggcg'mgd
Inserts T O“Z;
LIGICIS ledir 5 5880000000 0BSSSSSnannalooes
[a [ e I ' [ o' IO o' T o' o' [N o' o' o' o' o' o' o' o' o' A a'a o a I a'a R a'a I a'a B0 B (=l =l Y o R |
> > > > > > > > > > > >SS >
HR DCMT11T304-HR | 11.6 [9.525/3.97 |44 /04| O @ O O o 0Oe
’ ~, | DCMT11T308-HR | 11.6 [9.525| 3.97 | 4.4 | 0.8 ® ® O @] O e e
J DCMT11T312-HR | 11.6(9.525/3.97 |44 (12| © @
For roughing
LC DCGX070201-LC | 7.8 | 6.35 | 2.38 (2.8 |0.1 *
DCGX070202-LC | 7.8 | 6.35 | 2.38 | 2.8 |0.2 *
“ DCGX070204-LC | 7.8 | 6.35 2.38(2.8 /0.4 *
For Al DCGX11T304-LC | 11.6|9.525|3.97 | 4.4 |0.4 *
hini
machining | beEX11T308-LC | 11.6(9.525(3.97 [ 4.4 0.8 *
LH DCGX070202-LH | 7.8 | 6.35 | 2.38 | 2.8 |0.2 *
DCGX070204-LH | 7.8 | 6.35 | 2.38 | 2.8 |0.4 * O
o~
\. DCGX11T302-LH | 11.6 9.525|3.97 | 4.4 |0.2 *
For Al DCGX11T304-LH [11.6|9.525(3.97 |4.4 |0.4 *
hini
machining | beGX11T308-LH | 11.6|9.525(3.97 [ 4.4 |0.8 o
Without | DCMW070204 7.8 |6.35|2.38(28(04 0
chipbreaker
e DCMW11T304 | 11.6(9.525|3.97 | 4.4 |0.4 °
J DCMW11T308 | 11.6(9.525|3.97 | 4.4 |0.8 °

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

SDACR/L SDJCR/L SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:93° Kr:107V Kr:93° / Kr:95°

1 - / \/
Page  A186 A187 A188 A219 A220 A221

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A 95
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Cemented carbide and cermet inserts

e Rc D I:l(Positive inserts)

) Good working condition (1) Normal working condition () Bad working condition \

< [Jstee! IO VO © QO
o
.§ Ml Stainless steel © O WLWOOOLE 6
[0} . . .
3 mCast iron QLU (&
3 7 X
& 1 Non-ferrous metal WE
g Heat resistant alloy, Ti alloy ) v < <
o . B3y
Dimensions(mm) Coated cemented carbide = s e
S(G8
Inserts Type o)
shape N N8 8YYS B33y Y5|ble
L@ICI S |ed 5580833000003 SSS58000(0088
M O MMOMOMO®OODODOOONOOONMOMOMONOMOMONOMOMONOMNOMOMANZZOA0N
> > > >>>>>>>>>>>>>>>>>>>>>>>
RCGT1204MO 12 12 | 476 | 44 (@]
RCMT0803MO 8.0 | 8.0 |3.18 | 3.36
RCMT10T3MO 10 10 | 397 | 44
RCMT1204MO 12 12 | 476 | 44 |O o * * % O
RCMT1606MO 16 16 |6.35| 55 |O [} [} *

* Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order

() Good working condition (%) Normal working condition (= Bad working condition \

- PR COLLBRO VO 6 ©0
al.c T 2 Ml stainless steel © OO LOLLE &
E 7 :
| zd]: ; 8mCastlron © @
i
— & | | Non-ferrous metal O
L 5
£ Heat resistant alloy, Tialloy ) (& V) < )
@ |39
Dimensions(mm) Coated cemented carbide £ |5 Cemented
S|o8
Inserts
shepe o FORAEHOSRRNSRE I RE2BEB DD, ¢
LIGICI S ed 55803838 000000555SSS58000/002R
AR DD DD P DD DD D DDDVDDDDZ|Z OO
> > > > > > > > > x> > > > > > > 55>
LH RCGX0803MO-LH | 80 | 8.0 |3.18 | 3.36 *

For Al
machining

*Recommended grade (always stock available)

Applicable tool
SRDCN SRGCR/L

|

Page  A202 A203

A96

@ Available grade (always stock available)

OMake-to-order



Cemented carbide and cermet inserts

f_ Rc I:I I:I(Positive inserts)

(An

(&) Good working condition (LX) Normal working condition (= Bad working condition \

7 = [Istee COLLBRE VLB © ©0
o
T Z M Stainless steel Q© VL LOOLVLY OC
| @ P -
ad | 8 mCast iron QLU (&
= 3
L & | | Non-ferrous metal D
e Heat resistant alloy, Ti alloy v ) ) )
@ gs|
Dimensions(mm) Coated cemented carbide E ggcgﬂd;e{;}gd
Inserts Type 5
shape S5 8588888580832583388 Y bbb
LI@ICIS |ed 55838388 000000855SSS0800000[2S
[a [ e I ' [ o' IO o' IO o' o' [N o' o' o' o' o' o' o' o' o' A a'a Y o a I a'a B a'a I a'a B 0 (=l =l ff o R |
> > > > > > > > > > > >SS >
RCMX0803MO 8.0 | 8.0 | 3.18 | 3.36 [ ] O (@]
RCMX1003MO 10 10 [3.18| 36 |@ [ ] [ ) O
RCMX1204MO 12 12 476 | 44 |O [ ] oOe
RCMX1606MO 16 16 |6.35| 55 |@ [} O O
RCMX2006MO 20 20 [635] 65 |O % @ O O o e
RCMX2507MO 25 25 | 7.94 | 7.2 * ® O O O
RCMX3209MO 32 32 {952 95 |O O @ O O [ J

Insert cm

A50-A51

% Recommended grade (always stock available)

Grade selection reference

A19/A36-A48

Chipbreaker selectio@

A22-A35

@ Available grade (always stock available)

Recommended cuhing@

A241-A244

OMake-to-order

A97
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Cemented carbide and cermet inserts

e SCD D(Positive inserts)

) Good working condition (1) Normal working condition () Bad working condition I

s ﬁ Steel
19

S — 2 Ml Stainless steel @
®|C\{‘/<\ \ o3
z .
® Cast iron
4 4K
Y Nz’ % Non-ferrous metal
r. L 3.
g Heat resistant alloy, Ti alloy ) < )
D 93
Dimensions(mm) Coated cemented carbide § §§
Inserts Type O%"
shape e s IS8 8Y Y5 BRB83333Y Y56
GICISled I 655083000003 B55SSS58004a(00
f'a ' [ o'a I ' o' [N o' Y ' I o' Y ' I o' [ o' ' o' [ ' [ o' O O o' [0 a ' [ o' S I (el e
> > > > > > >>>>>>>>>>>>>>>>|>>
HF SCMT09T302-HF | 9.525|9.525 [3.97 | 4.4 | 0.2 00 (@)
"Q’ SCMT09T304-HF |9.525 | 9.525(397| 44 (04| @ @ O
i SCMTO09T308-HF |9.525|9.525|3.97| 44 | 08| @ O
For finishing
EF SCMTO09T302-EF |9.525|9.525 |3.97 | 4.4 | 0.2
SCMTO09T304-EF | 9.525|9.525|3.97 | 4.4 | 0.4 *
SCMTO09T308-EF |9.525|9.525 |3.97 | 4.4 | 0.8
For finishing
HM SCMT09T304-HM| 9.525|9.525|3.97| 44 | 0.4 O e
SCMT09T308-HM| 9.525|9.525|3.97 | 4.4 | 0.8 T el )
» f
‘.‘ SCMT120404-HM| 12.7 | 12.7 |4.76|5.56 | 0.4 oOe e
i~
— SCMT120408-HM| 12.7 | 12.7 |4.76|5.56 | 0.8 ® ® OO
For semi-
finishing |SCMT120412-HM| 12.7 | 12.7 |4.76|5.56 | 1.2 O O
EM |SCMTO9T304-EM)| 9.525|9.525|3.97 | 4.4 | 0.4 o * o  *
SCMTO09T308-EM| 9.525|9.525 |3.97| 4.4 | 0.8 ® % (@) *
SCMT120404-EM| 12.7 | 12.7 |4.76(5.56| 0.4 ® @) *
SCMT120408-EM| 12.7 | 12.7 |4.76|5.56| 0.8 ® @) *
For semi-
finishing |SCMT120412-EM| 12.7 | 12.7 |4.76|5.56| 1.2 [ ] *

* Recommended grade (always stock available)

Applicable tool

SSBCR/L
Kr:75°

Page A194

A98

SSKCR/L
Kr:75°

A196

@ Available grade (always stock available)




Cemented carbide and cermet inserts

~ SC I:l I:I (Positive inserts) .

(&) Good working condition (LX) Normal working condition (= Bad working condition \

o ;. z[Jsee C0LLEREe VO © 0O
o
ag.c [~ 1« i 2 M stainless steel © O LOOVL OC
A 1 C L 7
N “”dL 8 mCast iron VOB ®
\ ’ 3
r = L = ? = Non-ferrous metal OE
£ Heatresistantalloy, Tialloy O ) ) )
— . T3y
Dimensions(mm) Coated cemented carbide s §§c§5"mide
Inserts Type O“Z;
LI@GICIS jedir 5 5800000003835 SSS380000028
[a [ e ' [ ' IO o' SO o' o' [N o' o' o' o' o' o' o' o' o' A a'a o a I a'a R a'a I a'a B0 (=l =l Y o R |
> > > > > > > > >>>>>>>>>>>>>>>5>>
SCGX09T304-LC | 9.525 |9.525 [3.97| 4.4 | 0.4 *
SCGX09T308-LC | 9.525 |9.525|3.97| 4.4 | 0.8 *
SCGX120408-LC | 12.7 | 12.7 [4.76| 55 | 0.8 *
For Al
machining
LH SCGX09T302-LH | 9.525 [9.525 [3.97| 4.4 |0.2 o)
H SCGX09T304-LH | 9.525 [9.525 (3.97| 4.4 | 0.4 o)
i. | SCGX09T308-LH | 9.525|9.525(3.97| 4.4 | 0.8 *
SCGX120404-LH | 12.7 | 12.7 |4.76|5.56| 0.4 @]
For Al
machining | SCGX120408-LH | 12.7 | 12.7 |4.76|5.56| 0.8 *
SCMTO09T304-HR | 9.525 (9.525 (3.97| 4.4 | 04| % ™
HR SCMTO09T308-HR | 9.525 [9.525 [3.97| 4.4 |0.8| % °
2.{ SCMT09T312-HR | 9.525 |9.525 (3.97| 4.4 [1.2| %
[o—"] SCMT120404-HR | 12.7 | 12.7 |4.76|5.56| 0.4 O e
For SCMT120408-HR | 12.7 | 12.7 |4.76|5.56| 0.8 * ® O O [ J
roughing
SCMT120412-HR | 12.7 | 12.7 |4.76|5.56| 1.2 ol
SCMT09T304 9.5259.525(3.97| 4.4 |0.4|O °
All round
SCMT120404 12.7 | 12.7 |4.76|5.56| 0.4 o) o)
g SCMT120408 12.7 | 12.7 |4.76(5.56( 0.8 | O [ ] @)
Without | SCMW060204 6.35 | 6.35 [2.38| 2.8 |0.4 o)
chipbreaker
SCMWO09T304 | 9.525(9.525(3.97| 4.4 |0.4 o)
@) sCMWo09T308 |9.525 9.5253.97| 4.4 |0.8|O
| SCMW120408 12.7 | 12.7 |4.76|5.56|0.8 | @

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

SSBCR/L SSDCN SSKCR/L SSSCR/L SSKCR/L
Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°

Page  A194 A195 A196 A197 A222

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A 99
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Cemented carbide and cermet inserts

e Tc D I:l (Positive inserts)

() Good working condition (%) Normal working condition (%) Bad working condition \

= [Jsteel COLLVLBBO VO © ©0
éMStainless steel © Oe DOOOE 6
@ - .
] mCast iron © @)
3
% Non-ferrous metal O
2 Heat resistant alloy, Ti alloy o< ) ) )
— _ T3y
Dimensions(mm) Coated cemented carbide § g%crgp‘}gd
Inserts Type %)
LGICIS jed|r |5 5800000000055 SSS58002a002R
[ O e e [ ' o' IO o' Yo' [N o' o' o' o' o' o' o' N a'a A a'a S a'a o a I 'a N a'a I o a B 0 l =l =) Y s R |
> > > > > > > > > > > > > > > > > 55>
USF  |TCGT110301R-USF| 11 |6.35(3.18| 2.8 | 0.1  Je)
TCGT110302R-USF| 11 | 6.35|3.18| 2.8 | 0.2 ® O
For extra
finishing
USF  |TCGT110301L-USF| 11 | 6.35(3.18| 2.8 | 0.1 ® O
TCGT110302L-USF | 11 | 6.35(3.18| 2.8 | 0.2 ® O
For extra
finishing
TCGT090202-SF 9.6 |5.56 (2.38| 2.5 | 0.2 O
SF TCGT090204-SF 9.6 | 5.56 [2.38| 2.5 | 0.4 O @)
TCGT090208-SF | 9.6 |5.56 |2.38| 2.5 | 0.8 o)
TCGT110302-SF 11 16.35|3.18| 2.8 | 0.2 O
Forextra |TCGT110304-SF 11 16.35|3.18/ 2.8 | 0.4 O @)
finishing
TCGT110308-SF 11 16.35|3.18| 2.8 | 0.8 @)

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

R
)

Applicable tool

STACR/L STFCR/L STGCR/L STECR/L STFCR/L
Kr:90° Kr:90° Kr:91° Kr:60° Kr:90°
Page  A198 A198 A199 A200

A100



Cemented carbide and cermet inserts

/— Tc D D (Positive inserts)

) Good working condition () Normal working condition (=) Bad working condition \
< [Jseeel OOVLVLEERE VO © ©0
é‘_ Ml stainless steel 0 O HDOOVE 0O
[0) N -
3 mCast iron QLB (&
3 R
& |\ Non-ferrous metal OE
£ Heatresistant aloy, Tialloy Ve < < <
o . Sz,
Dimensions(mm) Coated cemented carbide £ §§Crg{“gd
Inserts Type e %
LIGICISled 1 15 5888000000 086SSSSS3a8000/0028
foa o' ' [ o' o' o' o' [ o' o' o' o' o' o' o' o' a'a o' Y o a I w'a R a'a I 0 a B a0 [ =l B— Y o R |
> > > > > > > > > > > > > > > > > > >55> >
TCMT090202-HF | 9.6 | 5.56 |2.38| 2.5 | 0.2 * @ @] @] (@]
TCMT090204-HF | 9.6 | 5.56 |2.38| 2.5 | 0.4 *x @ [ ]
TCMT090208-HF | 9.6 | 5.56 |2.38| 2.5 | 0.8 O (@]
HF
TCMT110202-HF | 11 | 6.35 |2.38( 2.8 | 0.2 [ ) [ O
‘ TCMT110204-HF | 11 | 6.35 [2.38/ 2.8 |04 | @ % ® ° e (O
a TCMT110208-HF | 11 | 6.35 |2.38| 2.8 | 0.8 O @O [ ) @) (@] O
For finishi
OrliniSINg | +CcMT16T302-HF |16.5/9.525(3.97 4.4 02| O
TCMT16T304-HF |16.5(9.525(3.97| 4.4 | 0.4 [ N ) @] [ ] [ ]
TCMT16T308-HF [16.5/9.525(3.97| 4.4 | 0.8 O e (@] O

*Recommended grade (always stock available) ~ @Available grade (always stock available)  OMake-to-order

Applicable tool

STACR/L STFCR/L STGCR/L STECR/L STFCR/L
Kr:90° Kr:90° Kr:91° Kr:60° Kr:90°
-
-
Page  A198 A198 A199 A200 A223

Insert cm Grade selectim Chipbreaker selectio@ Recommended cuttingpa(mete;g

A50-A51 | A19/A36-A48 A22-A35 A241-A244 A101
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e Tc D D (Positive inserts)

Cemented carbide and cermet inserts

() Good working condition (XX Normal working condition (%) Bad working condition \

< [Jsteel Q0O IO O © o0
9
Z M Stainless steel © O LOOLLYW o
S [oas @
) ast iron =
3 -
% 1 Non-ferrous metal &
2 Heat resistant alloy, i alloy o< ) < <
- . 3lgs
Dimensions(mm) Coated cemented carbide 3 ggcg;nrg{ggd
Inserts Type po
shape e e NY8YEYYS B2 R33N Y56
LIGICIS|edr 658333 0000003555S5S558000/0028
fraJva Jrva v Jes Jes B Sa S M S B e Ml va o o o s« R R e e ) -4l -4l N W
> > > > > > >>>>>>>>>>>>>>>>>>>>
TCMT090202-EF | 9.6 | 5.56 |2.38| 2.5 | 0.2 O o * * O
TCMT090204-EF | 9.6 | 5.56 |2.38| 2.5 | 0.4 (@] ® % * O
EF
TCMT110202-EF | 11 | 6.35 |2.38| 2.8 | 0.2 o ® % * O
TCMT110204-EF | 11 | 6.35 |2.38| 2.8 | 0.4 (@] ® X * O
TCMT110208-EF | 11 | 6.35 |2.38| 2.8 | 0.8 (@] ® X O O
For finishi
OrinSNG | roMT16T304-EF 16.5(9.525(3.97| 4.4 | 0.4 o ex * O
TCMT16T308-EF |16.5/9.525|3.97| 4.4 | 0.8 O ® X O O
TCMT090204-EM | 9.6 | 5.56 |2.38| 2.8 | 0.4 ® % (@) *
TCMTO090208-EM | 9.6 | 5.56 [2.38| 2.8 | 0.8 ® X O *
EM TCMT110204-EM | 11 | 6.35 |2.38| 2.8 | 0.4 ® % (@) *
TCMT110208-EM | 11 | 6.35 |2.38| 2.8 | 0.8 ® % (@) *
TCMT110212-EM | 11 | 6.35 |2.38| 2.8 | 1.2 o * @) *
For semi- | TCMT16T304-EM |16.5/9.525 |3.97| 4.4 | 0.4 ® % o %
finishing
TCMT16T308-EM (16.5/9.525|3.97| 4.4 | 0.8 ® % (@) *
TCMT16T312-EM |16.5/9.525(3.97| 4.4 | 1.2 ® X O *
* Recommended grade (always stock available) ~ @Available grade (always stock available)  OMake-to-order
Applicable tool
STACR/L STFCR/L STGCR/L STECR/L STFCR/L
Kr:90° ] Kr:90° o Kr91° — Kr:60° Kr:90°
)
Page  A198 A198 A199 A200 A223

A102



Cemented carbide and cermet inserts

/— Tc I:l D (Positive inserts)

() Good working condition (%) Normal working condition (=< Bad working condition \

< [Jstee OOLLBRO VO © ©0
o
Z Ml Stainless steel © 0O LOL VWL Qe
Iy PRy :
® mCast iron VLB @
3 2
2 Non-ferrous metal D
£ Heatresistant aloy, Tilloy O < ) <
(2]
Dimensions(mm) Coated cemented carbide E ggcgmtgd 2
Inserts Type OL:; g
LIGICIS jad| r |15 5 8888000000552 SS0a8a00a00(28 °
[a [ e I ' I ' IO o' o' o' [ o' o' o' o' o' o' o' o' o' N a'a Y o a I a'a R a'a I a'a B 0 [N b=l =l o R | ©
> > > > > > > >SS s
TCMT090204-HM |96 | 556 (2.38/25(04| % ®@ O 0 ° 2
o
(&)
HM TCMT090208-HM |96 | 556 (2.38/25(08| O @ O 3
=
TCMT110204-HM | 11 | 6.35 [2.38/2.8(04| * ® O O ° ° ee® (O 2
(93
_-_ TCMT110208-HM | 11 | 6.35 |2.38(28(08| *x ® O ° ©
CEEEETY
TCMT16T304-HM [16.5(9.525(3.97 |44 (04| % ® % ® ° °
For semi-
finishing | TCMT16T308-HM |16.5/9.525(3.97 | 4.4 | 0.8 * @ k% © ° ° )
TCMT16T312-HM |16.5(9.525|3.97 | 4.4 | 1.2 e o 0
TCMT090204-HR | 9.6 | 5.56 |2.38| 2.5 | 0.4 o}
TCMT090208-HR | 9.6 | 5.56 |2.38|2.5| 0.8 @) )
HR TCMT110204-HR | 11 | 6.35 [2.38| 2.8 | 0.4 o)
TCMT110208-HR | 11 | 6.35 |2.38| 2.8 | 0.8 (@)
-—LI--, TCMT16T304-HR [16.5/9.525|3.97 | 4.4 | 0.4 °
EEET ©
For roughing | TCMT16T308-HR |16.5/9.525/3.97| 44 08| @ ® @
TCMT16T312-HR [16.5/9.525(3.97 |44 (12| O @ 0
TCMT220408-HR | 22 | 12.7 |4.76|5.5| 0.8 ol ) (e} [ ]
TCGX090202-LC | 9.6 | 5.56 |{2.38|2.5| 0.2 *
LC TCGX090204-LC |96 | 556 |2.38| 25| 0.4 *
TCGX110202-LC | 11 | 6.35 |2.38|2.8| 0.2 *
A
ﬁ_xﬂL TCGX110204-LC | 11 | 6.35 [2.38| 2.8 | 0.4 *
- !
TCGX110208-LC | 11 | 6.35 |2.38|2.8| 0.8 *
For Al
machining | TCGX16T304-LC [16.5/9.525(3.97| 4.4 | 0.4 *
TCGX16T308-LC |16.5/9.525|3.97| 4.4 [ 0.8 *

% Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

STACR/L STFCR/L STGCR/L STECR/L STFCR/L
Kr:90° 0 Kroo° _ Kr:91° ' Kr60° Kr:90°

Page  A198 A198 A199 A200 A223

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cutting@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A103



e Tc D D (Positive inserts)

Cemented carbide and cermet inserts

) Good working condition (1) Normal working condition () Bad working condition I

SHasUI JaWI8d puB apigqJes pajuswa))

Steel QO
s o
Z Ml Stainless steel 6963
8 mCast iron HEOE (&
o ) @
3 7 X
% Non-ferrous metal 9
g Heat resistant alloy, Ti alloy ) < ) )
— . T3g
Dimensions(mm) Coated cemented carbide s ggcg;"rggggd
Inserts Type © %"
LIGICIS ed|r |5 5308800000855 SSSnaanal0o28
M O MMOMM@MO®OOODO®NODOOONDOOONDEMOMOMMMOMMOMOMNODMODMAOZZ0A0
> > > > > > > > > > > > > > >>>>>>>>>>>>
TCGX090202-LH | 9.6 | 556 (2.38/2.5|0.2 *
TCGX090204-LH | 9.6 | 5.56 |2.38|2.5|0.4 *
LH TCGX110202-LH | 11 | 6.35 |2.38|2.8|0.2 *
‘\ TCGX110204-LH | 11 | 6.35 |2.38|2.8|0.4 *
/NN
‘e | TCGX110208-LH | 11 | 6.35 |2.38|2.8|0.8 *
ForAl | TCGX16T302-LH |16.5|9.525|3.97|4.4 (0.2 o
machining
TCGX16T304-LH [16.5/9.525|3.97|4.4|0.4 *
TCGX16T308-LH |16.5/9.525|3.97|4.4|0.8 *
TCMT220408 22 | 12.7 |4.76|5.5|0.8 O @)
All round
“
'
TCMW110204 11 | 6.35 12.38|2.8|0.4 ® O
Without
chipbreaker | TCMW16T304 16.5/9.525(3.97|4.4| 0.4 o)
TCMW16T308 16.5/9.525(3.97(4.4 0.8 O
-
' | TCMW16T312 16.5/9.525|3.97 | 4.4 | 1.2
TCMW220408 22 | 12.7 |4.76/55|0.8

Applicable tool

STACR/L
Kr:90°

Page  A198

A104

* Recommended grade (always stock available)

STFCR/L

A198

STGCR/L

A199

@ Available grade (always stock available)

OMake-to-order



Cemented carbide and cermet inserts

= VCD I:I(Positive inserts) P

(& Good working condition () Normal working condition (< Bad working condition \

< [Jstee C0LLBRO VO © ©0
o
2 M Stainless steel © 0L LWLV QL
@ - -
3 mCast iron QLB ®
=l
& | | Non-ferrous metal D
£ Heatresistant oy, Tialloy vl v < <
(2]
o . Blgs 5
Dimensions(mm) Coated cemented carbide = [ e 2
SG8 =
Inserts Type ) 2
LIGICISadir s 5 8883 0000008SSSSS0a0000028 °
[a [ e I ' [ ' IO o' o' I o' [N o' o' o' o' o' o' o' o' o' A a'a Y o a I a'a R a'a I a'a B 0 =l =l o R | ©
> > > > > > > > >>>>>>>>>>>>>>>5>> o
VCGT080201R-USF | 8 [4.76 |12.38(2.3|0.1 O O g
USF 2
(&)
6 VCGT080202R-USF | 8 [4.76 |2.38(2.3|0.2 ® O 3
<
VCGT110301R-USF | 11 |6.35|3.18/2.8|0.1 ® O “E’
For extra 8
finishing  |yCGT110302R-USF | 11 | 6.35 (3.18(2.8|0.2 ® O
USF VCGT080201L-USF | 8 |4.76 [2.38(2.3|0.1 O O
@VCGTOBOZOZL-USF 8 |4.76 |2.38(2.3|0.2 O O
VCGT110301L-USF | 11 |6.35|3.18(/2.8|0.1 O O
For extra
finishing  |VCGT110302L-USF | 11 |6.35 [3.18(2.8|0.2 [ o)
SF VCGT110302-SF 11(6.35(3.18(2.8(0.2 o) O |%
@ VCGT110304-SF 11 6.35|3.18|2.8/0.4 O O|%
For extra
finishing
VCGT110304-HF 11 6.35(3.18(/2.8|0.4 [}
HF
o
ha )
For finishing
VCGT160408-NF  |16.59.525|4.76(4.4(0.8 ® %
NF
For finishing
NGF VCGT160408-NGF [16.59.525|4.76(4.4(0.8 oe o)
For finishing

*Recommended grade (always stock available) ~ @Available grade (always stock available)  OMake-to-order
Applicable tool

SVQCR/L SVUCR/L SVVCN SVJCR/L
Kr:10‘7:fV Krzgii‘;/ Kr:72°30' = Kr:93°

Page  A224 A225 A192 A193

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A105



Cemented carbide and cermet inserts

e vc D I:l (Positive inserts)

() Good working condition () Normal working condition (=) Bad working condition \

gﬁswel ©0V © O © ©0
T:’; Ml Stainless steel © e LQOOOLL O
3 mCast iron QLB (&
3 P
g— Non-ferrous metal O
2 Heat resistant alloy, Ti alloy o< < - )
o
3 — . By
@ Dimensions(mm) Coated cemented carbide = [
= S (58 eree
: Inserts Type o
=2 LIGICIS jedir 5 5808800003835 SSSnaan0al002s
) M O MMOM@MO®OOODO@ODODOONDOAOOMOOEMNMOMMAMOMOMOMOMOMOMAZ|Z0A0
e > > > > > > > > > > > > > >>>>>>>>>5>F
§ VCGX110301-LC| 11 | 6.35 |3.18|2.8|0.1 *
[0}
§ VCGX110302-LC | 11 | 6.35 [3.18(2.8|0.2 *
2’ LC VCGX110304-LC | 11 | 6.35 |3.18(2.8 |04 *
-
@ ¢ VCGX110308-LC | 11 | 6.35 [3.18|2.8|0.8 *
VCGX160404-LC | 16.6 | 9.525 |4.76 | 4.4 | 0.4 *
For Al
machining | VCGX160408-LC | 16.6|9.525 4.76 | 4.4 | 0.8 *
VCGX160412-LC | 16.6 | 9.525 |4.76 | 4.4 | 1.2 *
VCGX220530-LC | 22 | 12.7 |5.56|5.5 3.0 >
VCGX110202-LH | 11 | 6.35 [2.38|2.8 | 0.2 0
VCGX110204-LH | 11 | 6.35 [2.38|2.8|0.4 *
VCGX110301-LH | 11 | 6.35 [3.18|2.8 | 0.1 * @
LH VCGX110302-LH | 11 | 6.35 |3.18(2.8 | 0.2 * ®
VCGX110304-LH | 11 | 6.35 [3.18[2.8|0.4 * @
o
v VCGX110308-LH | 11 | 6.35 [3.18(2.8|0.8 (@)
ForAl | VCGX160402-LH | 16.6|9.525 |4.76 |4.4 | 0.2 *
machining | /e GX160404-LH | 16.6 |9.525 |4.76 | 4.4 | 0.4 * O
VCGX160408-LH | 16.6 | 9.525 |4.76 | 4.4 | 0.8 * O
VCGX160412-LH | 16.6 | 9.525|4.76 | 4.4 [ 1.2 * @
VCGX220530-LH| 22 | 12.7 |5.56|5.5|3.0 * @

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

SVQCR/L SVUCR/L SVVCN SVJCR/L
Kr:10‘7y Kr:93° g Kr:72°30' Kr:93°
= &= P P

Page  A224 A225 A192 A193

A106



/— wc I:l D(Positive inserts)

Cemented carbide and cermet inserts

< Good working condition () Normal working condition (=) Bad working condition \

< [Jstee COLLBRE L © ©0
o
2 M stainless steel © O OOV L
[0} H . N
2 mCast iron QLU ®
3 : [t :
& | | Non-ferrous metal D
2 Heat resistant alloy, Ti alloy ) < ) <
— . B3y
Dimensions(mm) Coated cemented carbide S §§C§;"r§ifggd
S8
Inserts Ty o
N PR YERSBYSSEELERB SR B .
LIGICISled 1T 5 5838388 00000855SSS08000002S
[a [ e T ' I ' IO o' o' o' o' o' o' o' o' o' o' o' N a'a A a'a o a I a'a B a'a I a'a B0l b=l =l i o R |
> > > > > > > > >>>>>>>>>>>>>>>5>>
53 WCMX040208R-53 | 4.3 | 6.35 |2.38|3.1|0.8 ° o]
- WCMX06T308R-53| 6.5 (9.525(3.97 (3.7 |0.8 | @ O @]
‘/ . WCMX080412R-53 | 8.7 | 12.7 |4.76|4.3 | 1.2 O O O O

Applicable tool

SWACR/L
Kr:90°

'S
-

Page

A201

* Recommended grade (always stock available)

Insert cm

A50-A51

Grade selection reference

A19/A36-A48

)

Chipbreaker selection reference
A22-A35

@ Available grade (always stock available)

Recommended cuttingpa{mete_rn

A241-A244

OMake-to-order

A107

Cemented carbide and cermet inserts



SHasUI JaWI8d puB apigqJes pajuswa))

Cemented carbide and cermet inserts

e VB D D (Positive inserts)

(2 Good working condition (%) Normal working condition (= Bad working condition \

Steel
1P
3 Ml stainless steel
@
Q H "
® Cast iron <
4K
& 1 Non-ferrous metal
2 Heat resistant alloy, Ti alloy o< < <
kit
Dimensions(mm) Coated cemented carbide § §§
Inserts Type O%"
shape C O I aS8880S08283383YFann
GICIS led| T 165003300000 BS52SS5388080a(0/0
o es B e N B S v M (e v ' B o< e o I o< v I « R < o B e I v =l <
>>>>>>>>>>>>>>>>>>>>>>>>
SF VBGT110302-SF 6.35 13.18| 2.8 | 0.2 (@] O |0
= VBGT110304-SF 6.35 |3.18| 2.8 | 0.4 (@] OO0
LI =
For extra
finishing
VBMT110302-EF 6.35 [3.18| 2.8 | 0.2 O ® * * O
EF VBMT110304-EF 6.35 (3.18| 2.8 | 0.4 O o * * O
Wl VBMT110308-EF 6.35 |3.18| 2.8 | 0.8 o ex% 00
VBMT160404-EF | 16.5|9.525|4.76| 4.4 | 0.4 (@] o % * @
For finishing
VBMT160408-EF | 16.5|9.525|4.76| 4.4 | 0.8 (@] o * (ol
HE VBMT110202-HF 6.35 [2.38| 2.8 | 0.2 °
VBMT110204-HF 6.35 [2.38| 2.8 | 0.4 O
= VBMT110208-HF 6.35 (2.38| 2.8 | 0.8 [} @)
For finishing
NF VBET160404-NF | 16.5|9.525|4.76| 4.4 | 0.4
VBET160408-NF | 16.5|9.525|4.76| 4.4 | 0.8
For finishing
NGF VBET160404-NGF| 16.5|9.525|4.76 | 4.4 | 0.4
- VBET160408-NGF| 16.5|9.525|4.76 | 4.4 | 0.8
VBET160412-NGF| 16.5(9.525|4.76 | 4.4 | 1.2 (@)
For finishing

* Recommended grade (always stock available)

Applicable tool

SVJBR/L

GEE A |

-

Page  A189

A108

SVVBN
Kr:72°30'

SVQBR/L
Kr:107°30'

@ Available grade (always stock available)




Cemented carbide and cermet inserts

/— VB I:I D(Positive inserts)

(An

O Good working condition () Normal working condition (< Bad working condition \

35 = [gstee COLLBVO VL © ©0
o
5—_ M stainless steel © O @) DD e
(0] - - - -
® mCast iron VBB ®
3
= Non-ferrous metal DR
£ Heatresistantalloy, Tialloy O ) ) )
(2]
Dimensions(mm) Coated cemented carbide S iE e 2
SlG8 =
Inserts Type ) °E’
shape LB YS8IBSSEB SRRSO D | 8
LIGICI S ladir s 5 8388300000855 SSSpo0000 0028 ©
[a [ e I ' [ o' IO o' T o' o' [N o' o' o' o' o' o' o' o' o' A a'a o a I a'a R a'a I a'a B0 B (=l =l Y o R | ©
S>> > > >>>>>>>>>>>>>>>>>>>5>> o
EM VBMT110304-EM | 11 | 6.35 |3.18(2.8|0.4 o * o % g
o
VBMT110308-EM | 11 | 6.35 [3.18|2.8|0.8 ® * (@] * §
-l 3
[0}
5
For semi- O
finishing
HM VBMT160404-HM |16.5/9.525|4.76 (4.4 (04| % @ % ® ) ) ° o
o VBMT160408-HM | 16.5 9.525(4.76 |44 |0.8| % @ % @ ° ) o0
- VBMT160412-HM |16.5|9.525 | 4.76 | 4.4 | 1.2 ) o) o) o) )
For semi-
finishing
HR VBMT160404-HR |16.5(9.525(4.76 |4.4|04| % @ O @
g VBMT160408-HR |16.5|9.525|4.76 | 4.4 | 0.8 Oeo e o)
VBMT160412-HR |16.5|9.525|4.76 | 4.4 | 1.2
For roughing | VBGT160408-HR |16.5| 9.525|4.76 [4.4| 0.8 @)
SNR VBMT160408-SNR | 16.5| 9.525 [4.76 4.4 | 0.8
VBMT160412-SNR [ 16.5| 9.525 (4.76 4.4 | 1.2
For roughing

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' R Kr:1oiy Kr:93°

Page  A189 A190 A191 A226 A227

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A 109



Cemented carbide and cermet inserts

/— c P I:l D (Positive inserts)

) Good working condition (%) Normal working condition (=) Bad working condition )
= [Jstee C0LLBBO VO © ©0
2 M stainless steel © O VOOVLYW o
8 mCast iron QLB ®
=
& 1 Non-ferrous metal WE
2 Heat resistant alloy, Ti alloy i) ) ) <
<)
3 Ee
@ Dimensions(mm) Coated cemented carbide EIRE ""‘rg."g""
: 3|38 e
e Inserts Type )
Q ~ A~ N~ AN NN WL NN T MWL T ®Monm NN NN (T
Q shape O WOWWOWLW OO OO~ O WL <« WO WO LW MWW |« «
=2 LIGICIS lad | I 6583083800000 855SS5S580080028
) M M MOMOOOMOOO0OO0OOM@OOONOOMONMNOO0OOM@MaMMOaA@A|Z|20A0
o >>>>>>>>>>>>>>>>>>>>>>>5>>
= SF CPGT060202-SF |6.4| 6.35 [2.38 2.8 | 0.2 o o
@
% CPGT060204-SF |6.4| 6.35 |2.38| 2.8 | 0.4 O O
2 CPGT09T304-SF 9.7/ 9.525(3.97| 4.4 | 0.4 o o|o
@
For extra
finishing

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

SCLPR/L
Kr:95°

Page  A228

A110



Cemented carbide and cermet inserts

() Good working condition (%) Normal working condition (=< Bad working condition \

/— D P I:I I:I (Positive inserts)

s [Fstee COLLBRE VO © ©0
2 M stainiess steel Q O LOOLL ©S
[0 g g -
S mCast iron QLB ®
3
% | | Non-ferrous metal 9
g Heat resistant alloy, Ti alloy kv < ) )
{2}
— . B3 3
Dimensions(mm) Coated cemented carbide = e 2
Se8 =
Inserts Type 5 2
~ ~ -~ AN AN NN T MW - M ~ [~ =
shape Lg|csgd,-ﬁgﬁ%gﬁe‘?gg&%ﬁﬁﬁﬁ&g%g%%ﬁfgg 8
: O0OO0OO0OO0O0OOOVOOOOSS===2pa0000 002 °
[a [ e I ' [ ' IO o' o' Yo' [N o' o' o' o' o' o' o' N a'a o' A a'a Y o a I a'a I a'a R a'a B 0l (=l = /o R | ©
S>> > > >>>>>>>>>>>>>3>>>>>55>5 >
USF  |DPGT0702005R-USF | 7.8 | 6.35 |2.38| 2.8 |0.05 00 2
©
o
aDPGTWOZMR-USF 7.8 | 6.35(2.38| 2.8 | 0.1 O O 3
<
DPGT11T301R-USF | 11.6 |9.525|3.97| 4.4 | 0.1 ® O 2
For extra 8
finishing

DPGT0702005L-USF | 7.8 | 6.35 |2.38| 2.8 |0.05

USF
gDPGTWOZML-USF 7.8 | 6.35(2.38 2.8 | 0.1
DPGT11T301L-USF |11.6|9.525|3.97| 4.4 | 0.1

For extra
finis hing
gF  DPOTOTOZ202SF 7.8 | 6.35 |2.38| 2.8 | 0.2 o o
DPGT070204-SF | 7.8 | 6.35 |2.38| 2.8 | 0.4 o
DPGT070208-SF | 7.8 | 6.35 |2.38 2.8 | 0.8 o
Forextra |DPGT1T304-SF | 11.69.525(3.97| 4.4 | 0.4 o o
finishing | 55 GT11T308-SF | 11.6|9.5253.97| 44 | 0.8 o

* Recommended grade (always stock available) ~@Auvailable grade (always stock available) ~ OMake-to-order

Applicable tool

SDQPR/L SDUPR/L
Kr:107°30' Kr:93°
Page  A229 A230

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A111
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Cemented carbide and cermet inserts

e s P D D (Positive inserts)

() Good working condition (%) Normal working condition (=) Bad working condition \

o Steel
90 4re 2 ﬁ

@.c_ [~ [ 2 M stainless steel
H [0}
) @dL : SmCastiron =
\ N ’ ) 3
N o ¥
r L ? g Non-ferrous metal
g Heat resistant alloy, Ti alloy o< < <
T [Ty
Dimensions(mm) Coated cemented carbide § 5E
Sle8
Inserts Type )
L j@lc) s 500088000382 SSna000a00|2
M MmMMMMOMOMOMODODOMOOONODMOMOMOMOMOM@OMOMOMOMAMAMAOA|Z|ZO
> > > > > > > > > > > >>>>>>>>>>>|>>>
) SPMWO09T304 |9.525|9.525(3.97 O @)
Without
chipbreaker | gpMwo09T308 |9.525|9.525 |3.97 °
. SPMW120408 | 12.7 | 12.7 |4.76

* Recommended grade (always stock available)

/— TB D D (Positive inserts)

@ Available grade (always stock available)

() Good working condition (%) Normal working condition (=

Bad working condition \

|eusjew 299

= aSteel
o

) .
2 M stainless steel

mCast iron

Non-ferrous metal

Heat resistant alloy, Ti alloy

G

9%
q . . 2
Dimensions(mm) Coated cemented carbide g 5E
SG8
Inserts
Type AN WO N W ANN T MO - M \—8
shape L licl s bophpRoceen bbb 3880 gbb o
: OO0V OOOOOSSSS=npaoonoof
foa e e o' o' o' o' [ o' o' o' o' o' o' o' N a'a Y a'a o' Y o a I w'a R a'a I 0 a B a0 [l (=l B— lf o R |
>>>>>>>>>>>>>>>>>>>>>>>>>>
TBGH060102L | 6.4 |3.97(1.59 * *
A TBGH060104L | 6.4 |3.97(1.59 *
For extra
finishing

A112

* Recommended grade (always stock available)

@ Available grade (always stock available)




~ TP D I:l (Positive inserts) p

O Good working condition () Normal working condition (< Bad working condition \

Cemented carbide and cermet inserts

< [Jstee COLLBERE L © ©0
o
2 M stainless steel © O¢ LOOVLL OC
o - g -
3 mCast iron QLB &
3 7
& | | Non-ferrous metal DR
2 Heat resistant alloy, Ti alloy o8 < < )
& 39
Dimensions(mm) Coated cemented carbide 3 géc&m‘g"
Inserts —
Type o
ac PR YEESBYSSSEBLERBYS RN B
LIS jedlr 15 5888000000855 S58000002R8
M oOoMmMMOmMOOODMOODOONOOONOMNOMONOMNOMNMN0MNMNMNMOMQOZ|Z0A10
S>> > > > S>> > S>> > >>>>>>>> >S5
TPGH090202L 9.6 [5.56(2.38| 2.8 | 0.2 (] @)
& TPGH090204L 9.6 [5.56(2.38| 2.8 | 0.4 [ ] [ ]
Forextra | TPGH110302L | 11 |6.35(3.18(3.18| 0.2 o) °
finishing
TPGH110304L 11 |6.35/3.18/3.18| 0.4 [ ] [ ]

. T P D D (Positive inserts)

*Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order

(0 Good working condition (%) Normal working condition (<) Bad working condition \

= [Jstee COLLBRE VO © ©0
S = )
] = M Stainless steel v Y WOV ('
@ e -
3 mCast iron QLB ®
3
gd & | Non-ferrous metal Y&
11715 5
2 Heat resistant alloy, Ti alloy wilv ) ) )
38
Dimensions(mm) Coated cemented carbide 3 g E{Cementad
@
Inserts ad it
Type &)
shape Fr BN 8889353258388 88/5/5. .
LPBICS jed | I 15 5880000000065 SSS5a8004a00/2R
[ora I o o' I o' o' o' o' o' o' o' o' o' o' o' o' N a'a o' Y o a I w'a o' I 0 S 0 (=l [~ Y 0 R |
S>> >>>>>>>>>>>>>>>>>>>>>>>
TPGT090202-SF | 9.6 |5.56|2.38| 2.5 | 0.2 @) @)

SF TPGT090204-SF | 9.6 [5.56(2.38| 2.5 | 0.4 @] O | %
TPGT090208-SF | 9.6 [5.56|2.38| 2.5 | 0.8 O O
TPGT110302-SF | 11 |6.35|3.18| 2.8 | 0.2 O o

For extra TPGT110304-SF | 11 |6.35|3.18| 2.8 | 0.4 O OO0
finishing
TPGT110308-SF | 11 |6.35|3.18| 2.8 | 0.8 O O

Applicable tool

STUPR/L
Kr:93°

Page A231

)

Insert code key

\

A50-A51

Grade selection reference

* Recommended grade (always stock available)

A19/A36-A48

@ Available grade (always stock available)

Chipbreaker selectio@

A22-A35

Recommended cutting@

A241-A244

OMake-to-order

A113

(2]
©
(9]
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=
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SHasUI JaWIBD pue apigqJen pajuswan

e VP D I:I(Positive inserts)

Cemented carbide and cermet inserts

Bad working condition \

() Good working condition () Normal working condition (=
= [Jsteel COLLBERE VO © ©0
Z Ml Stainless steel © VL LOOLL o
@ P -
3 mCast iron QLB ®
3 7 R
& |\ Non-ferrous metal W
2 Heat resistant alloy, Ti alloy willv < ) )
@ gf;,‘
Dimensions(mm) Coated cemented carbide g mEEne
S|68
Inserts Type 5
shape SO = A~ AN DN D NN = @0 D NN N
? DIZICHISNRIIR - - 2 s R eSS S a2 2588282282255
: QOO0OO0OO0OO0OOVOVOLOOO=ZZ=Z=2=ZZ=2n000000cAq
s Qs Qs Qs W Qe W M B M M M e e e e o s s B o ol | =l -4 R = W a
>>>>>>>>>>>>>>>>>>>>>>55>>
USF VPGT080201R-USF| 8 | 4.76 | 2.38|2.3 | 0.1 O O
& VPGT080202R-USF| 8 | 4.76 |2.38|2.3|0.2 O O
VPGT110301R-USF| 11 | 6.35|3.18 2.8 | 0.1 ® O
For extra
finishing
USF |VPGT080201L-USF| 8 |4.76 |2.43|23 0.1 ® 0
@ VPGT080202L-USF | 8 | 4.76 |2.43|2.3|0.2 [ J
VPGT110301L-USF | 11 | 6.35|3.18|2.8 | 0.1 (@)
For extra
finishing

A114

* Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order



PCBN&PCD Insert




ey 8p02 spesul QOd8NgOd

Insert shape

PCBN&PCD inserts code key

A116

hsrf I ha? / 80
A B 5
Code | Nose height M lInscribed circle Thickness S Code | Nose height M finscribed circle Thickness S
‘b Tolerance(mm) |Tolerance(mm) | Tolerance(mm) Tolerance(mm) (Tolerance(mm) | Tolerance(mm)
D E A +0.005 +0.025 +0.025 dJ +0.005 +0.05-+0.13| +0.025
4355 / ‘ F +0.005 +0.013 +0.025 K +0.013 +0.05-+0.13| +0.025
K L M
(o] +0.013 +0.025 +0.025 L +0.025 +0.05-+0.13| +0.025
Q /\ H +0.013 +0.013 +0.025 M | +0.08-+0.18 |+0.05-+0.13 +0.13
B S
E +0.025 +0.025 +0.025 N | £0.08-+0.18 | +0.05-+0.13| +0.025
80° Others
Vv W G +0.025 +0.025 +0.13 U | £0.13-+0.38 | +0.08-+0.25 +0.13
( . . N Chipbreaker and h .
Clearance angle of main cutting edge clarﬁping system Length of cutting edge
Clearance Clearance With/ Section plane Insert shape
Code Code Code| ... = : 2
angle angle Without hole of insert Diameter
9 Telclo|[rRIs[T[Vv Nw
| i (mm)
A o = || v e T o|m| Al
e 5 S 3.97 06
B With >0 %
| 5.56 09
=27 157 c With N e—4 635 | 06 | 07 1|1
| | 8.0 08
1 9.525 09 11 09 09 16 16 06
E ; F A With 10.0 10
~ - 20° ~—=25° E[___D 12.0 12
5 12.7 12 15 12 12 22 22 08
w With — 15.875 | 16 15 | 15 | 27
G N 16.0 19 | 16
~ 30° ~-0° 5 19.05 19 19 19 88
<65
Q With 20.0 20
Other I I 25.0 25 25 25
P - (o] clearance 25.4 25 25
11 angle X Special 31.75 31
& J O B8] 5o




PCBN&PCD inserts code key

N
Insert thickness Nose radius code Type of cutting edge
Code | Nose radius(mm) Code Type of cutting Picture
) edge
00 No radius
Thickness is defined as height from bottom of
insert to the highest part of cutting edge. 02 0.2 . \
on e E Honing Honing
Code NSl Code _nsel 04 0.4
thickness(mm) thickness(mm) :
02 2.38 06 6.35 08 0.8
b
T2 2.58 T6 6.75 12 1.2 T Chamfering 4;:%52;;:L__
03 3.18 07 7.94 16 1.6 N
5] 3.97 09 9.52 20 20 >
s Chamfering aU _—
04 4.76 T9 9.72 24 24 +honing N
32 Honing
T4 4.96 1 1.1 32
05 5.56 12 12.70 X Others \
) : ; F Sharp edges
Diameter pedg Sharp edges
T5 5.95 of insert Round insert
\_ ) ) \_ (Metric) )
q p
( .
Insert Structure Chamfer width Chamfer angle Cutting edge number
Type of .
Code cutting edge Diagram W ] Code number
ingle- 3 m ’ / ber1
& sidselgg:fsert ; Dimensions e
Code (mm) Code Angle (°)
2 number2
B Intact 000 - 00 -
insert
008 0.08 10 10 3 number3
c penetration Q7
insert h 012 0.12 15 15 4 numberd
X 017 0.17 20 20
D Double-sided ey T
L 022 022 > 25 6 4BES
f—
N
(The length of cutting edge
Standard | Elongate | Overlength
Code | Omission S SS
Standard | +1mm | +2mm

Length
|

A117

>
[0
4
[}
°
Q
o
(7}
=
[}
(2]
£
[m)
O
o
)
P4
m
(]
o
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(@]
@
=z
Qo
0
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CN D I:l (Negative angle)

PCBN&PCD inserts

() Good working condition (L) Normal working condition () Bad working conditio\n
ngasturon QOVB
g Heat resistant alloy, Ti alloy O L=
% m Super hard material [SHS DN
S 5 Non ferrous metal
Powder
» Dimension(mm) Cast iron |Hardened steel aIonélilt0
Type| Shape of insert Model _SCF::%?‘ -E-BEl-B- iupiai
GIC| S |od [r | LIESS2 882883288
& 5 o o o o@D DD BB D
CNGA120404AE-2 12.7 | 476 [5.156| 04 | 25| O O O O O
CNGA120408AE-2 AE 12.7 | 476 |5.156| 08 |24 | O O O O O
CNGA120412AE-2 12.7 | 476 |5.156| 12|23 | O O O O O
CNGA120404AS01225-2 12.7 | 476 |5.156| 04 | 25| O O O O O O O|l0O O O
CNGA120408AS01225-2 $01225| 12.7 | 476 |5.156| 08 |24 | O O O O O O OO0 O O
(5"- CNGA120412AS01225-2 12.7 | 476 |5.156| 12|23 |0 O O O O O O|l0 O O
L% CNGA120404AS00815-2 12.7 | 476 |5.156 | 0.4 | 2.5 O O O
§ . CNGA120408AS00815-2 S00815| 12.7 | 4.76 |5.156| 0.8 | 2.4 O O O
g-' CNGA120412AS00815-2 12.7 | 4.76 |5.156| 1.2 | 2.3 o O O
§, CNGA 120404AS01735-2 12.7 | 476 |5.156| 0.4 | 2.5 O O O
CNGA120408AS01735-2 S01735| 12.7 | 4.76 |5.156| 0.8 | 2.4 O O O
CNGA120412AS01735-2 12.7 | 476 |5.156 | 1.2 | 2.3 O O O
CNGA120404AT01215-2 12.7 | 476 [5.156| 04 |25 | O O O O O
CNGA120408AT01215-2 T01215| 12.7 | 476 |5.156| 0.8 |24 | O O O O O
CNGA120412AT01215-2 12.7 | 476 |5.156| 12|23 | O O O O O
o CNGA120404DE-4 12.7 | 476 |5.156| 04 | 25| O O O O O
g_ CNGA120408DE-4 DE 12.7 | 4.76 [5.156| 08 |24 | O O O O O
g . D CNGA120412DE-4 12.7 | 476 |5.156| 1.2 (23| O O O O O
§ CNGA120404DT01215-4 12.7 | 4.76 [5.156| 0.4 |25 | * * * *x Kk
g CNGA120408DT01215-4 T01215| 12.7 | 4.76 |5.156| 0.8 [ 2.4 | % * x * K
- CNGA120412DT01215-4 12.7 | 476 [5156| 1.2 |23 | * * * Kk ok

According to processing requirements, the size and number of

non-standard tool nose arcs can be provided.

Applicable tool

DCLNR/L PCLNR/L PCLNR/L
Kr:95° Kr:95° Kr:gi/
Page  A166 A173 A212

A118

When using PCBN blades, please try to keep the cutting
depth below. 0.5mm.
* Recommended grade (always stock available) O Make-to-order



PCBN&PCD inserts

(0 Good working condition (&) Normal working condition (:<) Bad working condition
ngastlron @@@(o)
x
% Heat resistant alloy, Ti alloy o H O H
@
§ m Super hard material DOVWBL
o
5 Non ferrous metal
2
. . . Powder 2
Dimension(mm) Castiron | Hardened steel salloyélilt £
. ; uperalloy Q
Type| Shape of insert Model el 5
-cation rMcESEBIEECcEEE 3
GIC| S |ed |r|LIS2 882388288 &
¥ ¥ ¥ ¥ T T T LT I | 0 O O &)
0 0O O MMOmOO®ODO@DMOMMO @M a
CNGA120404DS01225-4 12.7 | 476 |5.156| 04 |25 | O O
CNGA120408DS01225-4 $01225| 12.7 | 4.76 |5.156( 08 |24 | O O
CNGA120412DS01225-4 12.7 | 476 |5.156| 1.2 23| O O
o CNGA120404DS00815-4 12.7 | 476 |5.156 | 0.4 | 2.5 * *x O
o
g_ CNGA120408DS00815-4 S00815| 12.7 | 4.76 |5.156 | 0.8 | 2.4 * *x O
:i' . CNGA120412DS00815-4 12.7 | 4.76 |5.156 | 1.2 | 2.3 *x *x O
[o%
o) CNGA120404DS01225-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 *x * * * *|O O O
2 CNGA120408DS01225-4 | S01225| 127 | 4.76 |5.156 | 0.8 | 2.4 x * * * x[0 0 O
= CNGA120412DS01225-4 12.7 | 476 |5.156 | 1.2 | 2.3 *x * * * *x|O O O
CNGA120404DS01735-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 O % O
CNGA120408DS01735-4 S01735| 12.7 | 4.76 |5.156| 0.8 | 2.4 O % O
CNGA120412DS01735-4 12.7 | 476 |5.156 | 1.2 | 2.3 O % O
CNGA120404CE-2 12.7 | 476 |5.156 | 0.4 | 2.5 @)
CNGA120408CE-2 CE 12.7 | 4.76 |5.156 | 0.8 | 2.4 O
5 CNGA120412CE-2 12.7 | 476 |5.156 | 1.2 | 2.3 O
>
o CNGA120404CT01215-2 12.7 | 476 |5.156 | 0.4 | 2.5 *
g 2]
o CNGA120408CT01215-2 T01215| 12.7 | 4.76 |5.156| 0.8 | 2.4 *
=]
é' CNGA120412CT01215-2 12.7 | 4.76 |5.156 | 1.2 | 2.3 *
@
- CNGA120404CS01225-2 12.7 | 476 |5.156 | 0.4 | 2.5 ©)
CNGA120408CS01225-2 S01225| 12.7 | 4.76 [5.156| 0.8 | 2.4 O
CNGA120412CS01225-2 12.7 | 476 |5.156 | 1.2 | 2.3 @)
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

% Recommended grade (always stock available) O Make-to-order

Applicable tool

DCLNR/L PCLNR/L PCLNR/L
Kr:95° Kr:95° il Kr:95°
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PCBN&PCD inserts

CNDD (Negative angle) ~
(0 Good working condition (L) Normal working condition (<) Bad working condition
80° ) o
oEmCastlron QOVB
gI1.C z ! ) A
& Heat resistant alloy, Ti alloy O L=
(0]
r . g m Super hard material QOVLE
S c
o Non ferrous metal
. . . Powder
Dimension(mm) Cast iron |Hardened steel SaIonélilt
. i uperalloy
Type| Shape of insert Model Specifi
-cation FS - IS8T Siss=
a1.c S r 22883888828
¥ X X XI T I I I I 0 O 0
[o R R o e e S s N o B s o e s S o
CNGN120404BE 12.7 4.76 0.4 O
CNGN120408BE BE 12.7 4.76 0.8 O
CNGN120412BE 12.7 4.76 1.2 O
g CNGN120404BT01215 12.7 4.76 0.4 *
(o}
g. CNGN120408BT01215 T01215 12.7 4.76 0.8 *
8; CNGN120412BT01215 12.7 4.76 1.2 *
CNGN120404BS01225 12.7 4.76 0.4 O
CNGN120408BS01225 S01225| 12.7 4.76 0.8 O
CNGN120412BS01225 12.7 4.76 1.2 O

According to processing requirements, the size and number of

non-standard tool nose arcs can be provided.

A120

When using PCBN blades, please try to keep the cutting
depth below. 0.5mm.
* Recommended grade (always stock available) O Make-to-order



PCBN&PCD inserts

(0 Good working condition (&) Normal working condition (:<) Bad working condition
55° g m Cast iron @ @ @ (o)
x
e Heat resistant alloy, Ti alloy WHDHN
od Q
2 Al AA AA =Yre
g m Super hard material DOVWBL
s g
S I~ Non ferrous metal
2
. . . Powder 2
Dimension(mm) Cast iron |Hardened steel salloyélilt £
. i uperalloy Q
Type| Shape of insert Model =i 5
-cation rNMc-EBESsEIEBECcBEEE =
GIC| S |ed | r L2288 328&3288% @
¥ ¥ ¥ ¥ T T T LT I |0 O O &)
0 0 O ONMmMMOMO®OOODMOMO @M a
DNGA150404AE-2 12.7 | 476 |5.156| 04 | 25| O O O O O
DNGA150408AE-2 12.7 | 4.76 |5.156 | 0.8 |21 | O O o O O
DNGA150412AE-2 127 | 476 |5.156|1.2|2.0| O O o O O
AE
DNGA150604AE-2 12.7 | 6.35 |5.156| 04 |25 | O O O O O
DNGA150608AE-2 12.7 | 6.35 |5.156| 0.8 |21 | O O O O O
DNGA150612AE-2 12.7 | 6.35 |5.156| 12|20 | O O o O O
DNGA150404AT01215-2 12.7 | 476 |5.156| 04 | 25| O O O O O
DNGA150408AT01215-2 12.7 | 4.76 |5.156| 0.8 |21 | O O O O O
DNGA150412AT01215-2 127 | 476 |5.156|1.2|120| O O O O O
T01215
. DNGA150604AT01215-2 12.7 | 6.35 |5.156 | 04 |25 | O O o O O
«3 DNGA150608AT01215-2 12.7 | 6.35 |5.156| 0.8 |21 | O O O O O
)
o, “ DNGA150612AT01215-2 127 | 6.35 |5.156| 1.2|2.0 | O O O O O
Q
3 DNGA150404AS01225-2 12.7 | 476 |5.156| 04 | 25| O O O O O O OO0 O O
§ DNGA150408AS01225-2 12.7 | 4.76 |5.156| 0.8 |21 | O O O O O O OO0 O O
- DNGA150412AS01225-2 12.7 | 476 |5.156 1220 O O O O O O O|0 O O
S01225
DNGA150604AS01225-2 12.7 | 6.35 [5.156( 0.4 | 25| O O OO OO 0|0 O O
DNGA150608AS01225-2 12.7 | 6.35 |5.156| 0.8 |21 | O O O O O O OO0 O O
DNGA150612AS01225-2 12.7 | 6.35 |5.156| 12|20 | O O O O O O OO0 O O
DNGA150404AS00815-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 O O O
DNGA150408AS00815-2 12.7 | 4.76 |5.156 | 0.8 | 2.1 O O O
DNGA150412AS00815-2 12.7 | 476 |5.156| 1.2 | 2.0 O O O
S00815
DNGA150604AS00815-2 12.7 | 6.35 |5.156 | 0.4 | 2.5 O O O
DNGA150608AS00815-2 12.7 | 6.35 |5.156 | 0.8 | 2.1 O O O
DNGA150612AS00815-2 12.7 | 6.35 |5.156 | 1.2 | 2.0 O O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
* Recommended grade (always stock available) O Make-to-order
Applicable tool
DDJNR/L PDJNR/L PDPNN PDPNR/L PDUNR/L

Kr:93° Kr:93° . Kr62°30' Kr:62°30' Kr:93°
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PCBN&PCD inserts

DN D I:l (Negative angle) -

(0 Good working condition () Normal working condition (.} Bad working condition
ngastiron ©0OO
ey
}i' Heat resistant alloy, Ti alloy O LR
(0]
3 m Super hard material ©OLLE
S 5
o 5 Non ferrous metal
T
%) : : : Powder
g Dimension(mm) Castiron | Hardened steel | alloy&
3 ~ Specifi Superalloy
S Type| Shape of insert Model :
= -cation Sl SRR =S ST S i =i = i .~
2 GIC| S |od |r | L 22885288328\
< ¥ ¥ ¥ ¥ T T I I IO O O
@ o e e e e S N o o R B o
- DNGA150404AS01735-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 O O O
“31 DNGA150408AS01735-2 12.7 | 4.76 [5.156 | 0.8 | 2.1 O O O
)
o, DNGA150412AS01735-2 12.7 | 4.76 |5.156| 1.2 | 2.0 O O O
a (2] S01735
[o% DNGA150604AS01735-2 12.7 | 6.35 |5.156 | 0.4 | 2.5 O O O
§ DNGA150608AS01735-2 12.7 | 6.35 |5.156 | 0.8 | 2.1 O O O
©
- DNGA150612AS01735-2 12.7 | 6.35 |5.156 | 1.2 | 2.0 O O O
DNGA150404DE-4 12.7 | 4.76 |5.156| 04 25| O O O O O
DNGA150408DE-4 12.7 | 4.76 |5.156| 0.8 (21| O O O O O
DNGA150412DE-4 12.7 | 476 |5.156| 12|20 O O O O O
DE
o DNGA150604DE-4 12.7 | 6.35 |5.156| 04 25| O O O O O
(]
= DNGA150608DE-4 12.7 | 6.35 [5.156| 0.8 21| O O o O O
3 €« DNGA150612DE-4 12.7 | 6.35 |5.156| 1.2 20| O O o O O
2.
8 DNGA150404DT01215-4 12.7 | 476 |5.156| 04 | 25 | % * *x k *x
2 DNGA150408DT01215-4 12.7 | 476 |5.156| 08 | 2.4 | * * *x * %
= DNGA150412DT01215-4 12.7 | 4.76 |5156| 1.2 | 2.0 | * * * Kk X
T01215
DNGA150604DT01215-4 12.7 | 6.35 |5.156| 0.4 | 25 | * * * Kk ok
DNGA150608DT01215-4 12.7 | 6.35 |5.156| 0.8 | 2.1 | * * *x k x
DNGA150612DT01215-4 12.7 | 6.35 [5.156| 1.2 | 2.0 | * * * *x K
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
* Recommended grade (always stock available) O Make-to-order
Applicable tool
DDJNR/L PDJNR/L PDPNN PDPNR/L PDUNR/L
Kr:93° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
- /
- & -~ o
[ -
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PCBN&PCD inserts

(0 Good working condition (%) Normal working condition () Bad working condition
55° 5 m Cast iron @ @ @ @
x
e Heat resistant alloy, Ti alloy GHDHN
od Q
w q H U HE Y
z) m Super hard material OOV
s g
‘_' o Non ferrous metal
2
. . . Powder 2
Dimension(mm) Castiron | Hardened steel salloyélilt £
. v uperalloy o
Type| Shape of insert Model =i 5
-cation rNMc-EBESsEIEBECcBEEE =
GIC| S |ed | r L2288 328&3288% @
¥ ¥ ¥ ¥ T T I I Z| 0 O O &)
feo o I R R o o o B S I o s o o o
DNGA150404DS01225-4 12.7 | 476 |5.156| 0.4 | 25| O O * x * * x|O O O
DNGA150408DS01225-4 12.7 | 4.76 |5.156| 0.8 |21 | O O *x * * * *x|O O O
DNGA150412DS01225-4 12.7 | 476 |5.156| 1.2 |20| O O *x * * * |0 O O
DNGA150602DS01225-4 S01225| 12.7 | 6.35 |5.156 | 0.2 | 2.7 * Kk Kk k kx
DNGA150604DS01225-4 12.7 | 6.35 |5.156| 0.4 |25 | O O * X * * *x|O O O
DNGA150608DS01225-4 12.7 | 6.35 |5.156| 0.8 |21 | O O *x * * * *x|O O O
DNGA150612DS01225-4 127 | 6.35 |5.156| 1.2 20| O O *x * x * *|O O O
DNGA150404DS00815-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 *x *x O
8 DNGA150408DS00815-4 12.7 | 4.76 |5.156 | 0.8 | 2.1 * *x O
c
% DNGA150412DS00815-4 12.7 | 4.76 |5.156 | 1.2 | 2.0 * *x O
= € DNGA150602DS00815-4 S00815| 12.7 | 6.35 |5.156 | 0.2 | 2.7 *x * O
)
;‘. DNGA150604DS00815-4 12.7 | 6.35 |5.156 | 0.4 | 2.5 *x *x O
w
3 DNGA150608DS00815-4 12.7 | 6.35 |5.156 | 0.8 | 2.1 * *x O
DNGA150612DS00815-4 12.7 | 6.35 |5.156 | 1.2 | 2.0 * *x O
DNGA150404DS01735-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 O % O
DNGA150408DS01735-4 12.7 | 4.76 |5.156 | 0.8 | 2.1 O % O
DNGA150412DS01735-4 12.7 | 476 |5.156 | 1.2 | 2.0 O % O
DNGA150602DS01735-4 S$01735| 12.7 | 6.35 [5.156| 0.2 | 2.7 O % O
DNGA150604DS01735-4 12.7 | 6.35 |5.156 | 0.4 | 2.5 O % O
DNGA150608DS01735-4 12.7 | 6.35 [5.156 | 0.8 | 2.1 O % O
DNGA150612DS01735-4 12.7 | 6.35 |5.156 | 1.2 | 2.0 O % O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) O Make-to-order

Applicable tool

DDJNR/L PDJNR/L PDPNN PDPNR/L PDUNR/L
Kr:93° Kr:93° . Kr62°30' Kr:62°30' Kr:93°
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PCBN&PCD inserts

DN D I:l (Negative angle) -

(0 Good working condition (L) Normal working condition (.} Bad working condition
55° g m Cast iron QOVB
X
s Heat resistant alloy, Ti alloy SHDHR
od o}
© N (~ A (~ A\ \ £ -
g m Super hard material ©OOLO®
s g
— o Non ferrous metal
. . . Powder
Dimension(mm) Cast iron |Hardened steel SaIonélilt
. i uperalloy
Type| Shape of insert Model Specifi
-cation rHNcESEBI=EBECcECE
GIC| S |od |r | L 22885288328\
¥ ¥ ¥ ¥ T T T I I|0 O 0
N 0O MOomOMOOaOOaodmMOoMmaA
DNGA150404CE-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 O
DNGA150408CE-2 12.7 | 4.76 |5.156 | 0.8 | 2.1 O
DNGA150412CE-2 12.7 | 4.76 |5.156 | 1.2 | 2.0 O
CE
DNGA150604CE-2 12.7 | 6.35 |5.156 | 0.4 | 2.5 O
DNGA150608CE-2 12.7 | 6.35 |5.156 | 0.8 | 2.1 O
DNGA150612CE-2 12.7 | 6.35 |5.156 | 1.2 | 2.0 O
DNGA150404CT01215-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 *
o
% DNGA150408CT01215-2 12.7 | 4.76 |5.156 | 0.8 | 2.1 *
-
§_ DNGA150412CT01215-2 12.7 | 4.76 |5.156 | 1.2 | 2.0 *
o . T01215
S DNGA150604CT01215-2 12.7 | 6.35 |5.156 | 0.4 | 2.5 *
=]
B DNGA150608CT01215-2 12.7 | 6.35 |5.156 | 0.8 | 2.1 *
L
ad
DNGA150612CT01215-2 12.7 | 6.35 |5.156 | 1.2 | 2.0 *
DNGA150404CS01225-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 O
DNGA150408CS01225-2 12.7 | 4.76 |5.156 | 0.8 | 2.1 O
DNGA150412CS01225-2 12.7 | 4.76 |5.156 | 1.2 | 2.0 O
S01225
DNGA150604CS01225-2 12.7 | 6.35 |5.156 | 0.4 | 2.5 O
DNGA150608CS01225-2 12.7 | 6.35 |5.156 | 0.8 | 2.1 O
DNGA150612CS01225-2 12.7 | 6.35 |5.156 | 1.2 | 2.0 O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
% Recommended grade (always stock available) O Make-to-order
Applicable tool
DDJNR/L PDJNR/L PDPNN PDPNR/L PDUNR/L
Kr:93° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
- /
- & 5 K
| o
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PCBN&PCD inserts

DN D D (Negative angle)

() Good working condition (1) Normal working condition (<) Bad working condition
© a 73
55 2 m Cast iron QOLVB
2]k Y
1C % Heat resistant alloy, Ti alloy SHOH®E
o
; g m Super hard material ©OLL®
o
5 Non ferrous metal
2
. . . Powder 2
Dimension(mm) Castiron | Hardened steel Salloy!I!IL £
. i uperalloy o
Type| Shape of insert Model Specifi g
-cation rNcBSER=EBECcBEcE =
@l1.c S} r 2288228838288 @
¥ ¥ ¥ ¥ T T T I I |0 O O &)
0 0 OO MmMOMOO®OO@MmMMO@MaA a
DNGN150404BE 12.7 4.76 0.4 O
DNGN150408BE 12.7 4.76 0.8 O
DNGN150412BE 12.7 4.76 1.2 O
BE
DNGN150604BE 12.7 6.35 0.4 O
DNGN150608BE 127 6.35 0.8 O
DNGN150612BE 12.7 6.35 1.2 O
DNGN150404BT01215 12.7 4.76 0.4 *
= DNGN150408BT01215 12.7 4.76 0.8 *
=
& DNGN150412BT01215 12.7 4.76 1.2 *
s T01215
3 DNGN150604BT01215 12.7 6.35 0.4 *
0}
= DNGN150608BT01215 12.7 6.35 0.8 *
DNGN150612BT01215 12.7 6.35 1.2 *
DNGN150404BS01225 127 4.76 0.4 O
DNGN150408BS01225 12.7 4.76 0.8 O
DNGN150412BS01225 12.7 4.76 1.2 O
S01225
DNGN150604BS01225 127 6.35 0.4 O
DNGN150608BS01225 127 6.35 0.8 O
DNGN150612BS01225 12.7 6.35 1.2 O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

% Recommended grade (always stock available) O Make-to-order

A125



PCBN&PCD inserts

SN D I:l (Negative angle) N

(0 Good working condition (1) Normal working condition (:<) Bad working condition
90° DY
21.C— {3 oé m Cast iron ©QOLB
\ = Heat resistant alloy, Ti alloy NS LERI
O\ 8
N\ | 3 m Super hard material ©OLB
&n |
o Non ferrous metal
o
8 . . . Powder
g Dimension(mm) Castiron | Hardened steel | alloy&
T ; Specifi Superalloy
S Type| Shape of insert Model ;
= -cation ctHcEHE=H=Ez=E
2 GIC| S |aod [ r | LI2S2 8852283323
g ¥ ¥ ¥ ¥ T T T I |0 O O
@ M M oMo Ooononon oo .
SNGA120404AE-2 12.7 | 476 |5.156| 0.4 | 25| O O o O O
SNGA120408AE-2 12.7 | 476 [5.156| 0.8 |22 | O O O O O
SNGA120412AE-2 127 | 476 |5.156| 12|20 O O o O O
AE
SNGA120404AE-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 O O O
SNGA120408AE-4 12.7 | 4.76 |5.156 | 0.8 | 2.2 O O O
SNGA120412AE-4 12.7 | 4.76 |5.156 | 1.2 | 2.0 O O O
SNGA120404AT01215-2 127 | 476 |5.156| 04 |25 O O O O O
SNGA120408AT01215-2 12.7 | 476 |5.156| 0.8 |22 | O O O O O
SNGA120412AT01215-2 12.7 | 476 |5.156|1.2|20| O O O O O
T01215
m SNGA120404AT01215-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 O O O
‘-‘3 - SNGA120408AT01215-4 12.7 | 4.76 |5.156 | 0.8 | 2.2 O O O
D)
& a SNGA120412AT01215-4 12.7 | 476 |5.156 | 1.2 | 2.0 O 0O O
[oN
3 . SNGA120404AS01225-2 12.7 | 476 |5.156| 0.4 | 25| 0O O O O O
§ SNGA120408AS01225-2 12.7 | 476 [5.156| 0.8 |22 | O O O O O
- SNGA120412AS01225-2 127 | 476 |5.156| 12|20 O O O O O
S01225
SNGA120404AS01225-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 OO0 O O 0|0 O O
SNGA120408AS01225-4 12.7 | 4.76 |5.156 | 0.8 | 2.2 O O O O 0|0 O O
SNGA120412AS01225-4 12.7 | 4.76 |5.156 | 1.2 | 2.0 O O O O 0|0 O O
SNGA120404AS00815-4 12.7 | 476 |5.156 | 0.4 | 2.5 O O O
SNGA120408AS00815-4 S00815| 12.7 | 4.76 |5.156| 0.8 | 2.2 O O O
SNGA120412AS00815-4 12.7 | 476 |5.156 | 1.2 | 2.0 O O O
SNGA120404AS01735-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 O O O
SNGA120408AS01735-4 S01735| 12.7 | 4.76 |5.156| 0.8 | 2.2 O O O
SNGA120412AS01735-4 12.7 | 476 |5.156 | 1.2 | 2.0 O O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
* Recommended grade (always stock available) O Make-to-order
Applicable tool
DSBNR/L PSBNR/L PSKNR/L PSSNR/L PSKNR/L
Kr.75° Kr:75° Kr.75° Kr:45° o Kr7®
-e ..o- ..
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PCBN&PCD inserts

SN D I:I (Negative angle)

() Good working condition (1) Normal working condition (4) Bad working condition
90° ) G
21.C— \f ngastlron (SHOHDI)
. \‘ }
\ 1 e Heat resistant alloy, Ti alloy wHOHN
\\ od| [ 8
\\\ . 3 m Super hard material QOLE®
fﬁl s g
L= N Non ferrous metal
. . X Powder
Dimension(mm) Castiron |Hardened steel Salloyélilt
. ; uperalloy
Type| Shape of insert Model Sl
-cation r=EHIER=BECElEE
GIC| S [ed | r LIS 288 8528 & 32K 1
¥ ¥ ¥ ¥ T T T T I | O O
0O OO MmMMOMM®MOONDODMOM@DMD
SNGA120404DE-4 12.7 | 4.76 |5.156| 04 | 25| 0O O
SNGA120408DE-4 DE 12.7 | 4.76 |5.156| 0.8 |22 | O O
SNGA120412DE-4 12.7 | 476 |5.156| 1.2 20| O O
SNGA120404DT01215-4 12.7 | 4.76 [5.156 | 0.4 |25 | * *
SNGA120408DT01215-4 T01215| 12.7 | 476 |5.156| 0.8 | 2.2 | * *
SNGA120412DT01215-4 12.7 | 4.76 [5.156| 1.2 | 2.0 | * *
o SNGA120404DS01225-4 12.7 | 476 |5.156| 04 |25 | O O
o
g. - SNGA120408DS01225-4 12.7 | 4.76 |5.156| 08 |22 | O O
3 Q SNGA120412DS01225-4 12.7 | 476 |5.156|1.2|20| O O
o - S01225
o h SNGA120404DS01225-8 12.7 | 4.76 |5.156 | 0.4 | 2.5 O O O O O
2 SNGA120408DS01225-8 12.7 | 4.76 |5.156 | 0.8 | 2.2 O O O O O
= SNGA120412DS01225-8 12.7 | 476 |5.156 | 1.2 | 2.0 O O O O O
SNGA120404DS00815-8 12.7 | 476 |5.156 | 0.4 | 2.5 O O O
SNGA120408DS00815-8 S00815| 12.7 | 4.76 |5.156 | 0.8 | 2.2 O O O
SNGA120412DS00815-8 12.7 | 4.76 |5.156 | 1.2 | 2.0 O O O
SNGA120404DS01735-8 12.7 | 4.76 |5.156 | 0.4 | 2.5 O O O
SNGA120408DS01735-8 S01735| 12.7 | 4.76 |5.156| 0.8 | 2.2 O O O
SNGA120412DS01735-8 12.7 | 4.76 |5.156 | 1.2 | 2.0 O O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
% Recommended grade (always stock available) O Make-to-order
Applicable tool
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:75° Kr:45° Kr:75°
- :...‘
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SN D I:l (Negative angle)

PCBN&PCD inserts

0 Good working condition (1) Normal working condition (<) Bad working condition

\

90° )G
21.C— \{3 g m Cast iron QOO ®
\ Ey
AR il Heat resistant alloy, Ti aloy 006
U 2
N | 3 m Super hard material DO OO
r L‘ §
o Non ferrous metal
. . . Powder
Dimension(mm) Cast iron |Hardened steel SaIonililt
. i uperalloy
Type| Shape of insert Model Specifi
-cation FS - IS8T Siss=
GIC| S |od [r | LIS 882883288
¥ ¥ ¥ ¥ T T T I I| 0 O O
M OO MmMMOM®ODonoDo o@D
SNGA120404CE-2 12.7 | 476 |5.156| 04 | 2.5 @]
SNGA120408CE-2 12.7 | 4.76 |5.156 | 0.8 | 2.2 O
SNGA120412CE-2 12.7 | 4.76 |5.156 | 1.2 | 2.0 O
CE
SNGA120404CE-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 O
SNGA120408CE-4 12.7 | 476 |5.156| 0.8 | 2.2 @]
SNGA120412CE-4 12.7 | 4.76 [5.156 | 1.2 | 2.0 O
SNGA120404CT01215-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 *
o
% = SNGA120408CT01215-4 12.7 | 4.76 |5.156 | 0.8 | 2.2 *
=g
S ” SNGA120412CT01215-4 127 | 476 |5.156| 1.2 | 2.0 *
o o T01215
2 . SNGA120404CT01215-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 *
=]
B SNGA120408CT01215-2 12.7 | 4.76 |5.156 | 0.8 | 2.2 *
-
SNGA120412CT01215-2 12.7 | 4.76 |5.156 | 1.2 | 2.0 *
SNGA120404CS01225-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 O
SNGA120408CS01225-4 12.7 | 4.76 |5.156 | 0.8 | 2.2 O
SNGA120412CS01225-4 12.7 | 4.76 |5.156 | 1.2 | 2.0 @)
S01225
SNGA120404CS01225-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 O
SNGA120408CS01225-2 12.7 | 4.76 |5.156 | 0.8 | 2.2 O
SNGA120412CS01225-2 12.7 | 4.76 |5.156 | 1.2 | 2.0 @)
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
* Recommended grade (always stock available) O Make-to-order
Applicable tool
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:75° Kr:45° // Kr:75°
- ’,’t .
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\ General Turning Inserts

PCBN&PCD inserts

SN D D (Negative angle)

90° (0 Good working condition (%) Normal working condition (<) Bad working condition
= Cast iron MY
gic %B ©0Le
g- Heat resistant alloy, Ti alloy SHDHRN
(o]
o
3 m Super hard material ©QOLEO
: g
o Non ferrous metal
2
. . . Powder 2
Dimension(mm) Castiron | Hardened steel salloyélilt £
. ; uperalloy o
Type| Shape of insert Model Specifi g
-cation FS S-S I8l =
21.C S r 2288528832883 @
¥ ¥ ¥ ¥ T T T I I |0 O O &)
M OO M MOMMODONn®NDMON MO @D @D a
SNGN120404BE 12.7 4.76 0.4 O
SNGN120408BE BE 12.7 4.76 0.8 O
SNGN120412BE 12.7 4.76 1.2 O
g SNGN120404BT01215 12.7 4.76 04 *
(e}
g. SNGN120408BT01215 T01215| 127 4.76 0.8 *
w
© SNGN120412BT01215 12.7 4.76 1.2 *
—
SNGN120404BS01225 12.7 4.76 04 O
SNGN120408BS01225 S01225| 127 4.76 0.8 O
SNGN120412BS01225 12.7 4.76 1.2 O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) O Make-to-order
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PCBN&PCD inserts

TN D I:l (Negative angle) -

(0 Good working condition (') Normal working condition (.} Bad working condition
ngastimn ©0OO
Py
E- Heat resistant alloy, Ti alloy SHDHA
(0]
od g m Super hard material ©OLOL®
T
S ) Non ferrous metal
T
8 . . . Powder
g Dimension(mm) Castiron | Hardened steel | alloy&
T ; Specifi Superalloy
S Type| Shape of insert Model 5
= -cation ctHcEHE=H=EHz=E
2 GIC| S |ed | r | L2288 28832\
< ¥ ¥X ¥ ¥ T T I I IO O O
@ oI e e e e S N o o I B o
TNGA160404AE-3 9.525| 476 | 381 |04 |25|O O O O O
TNGA160408AE-3 AE 9.525| 4.76 | 3.81 (08|22 | O O O O O
TNGA160412AE-3 9.525| 4.76 | 3.81 (121200 O O O O
TNGA160404AT01215-3 9.525| 4.76 | 3.81 [04 |25/ 0O O O O O
TNGA160408AT01215-3 T01215 |9.525| 4.76 | 3.81 |08 |22 | O O O O O
(5’2 TNGA160412AT01215-3 9.525| 4.76 | 381 (12|20 O O O O O
Q
o a TNGA160404AS01225-3 9.525| 4.76 | 381 |04 |25|0O O OO O O 0|0 O O
1%)
o - TNGA160408AS01225-3 S01225 [9.525 4.76 | 3.81 | 0.8 |22 | O O 00O O 0 O
aQ
= | s | TNGA160412AS01225-3 9525|476 | 381 |12/20|0 O 00O O 00
w
f—_?, TNGA160404AS00815-3 9.525| 4.76 | 3.81 (0.4 | 25 O O O
TNGA160408AS00815-3 S00815 |9.525| 4.76 | 3.81 | 0.8 | 2.2 O O O
TNGA160412AS00815-3 9.525| 4.76 | 3.81 [ 1.2 | 2.0 O O O
TNGA160404AS01735-3 9.525| 4.76 | 3.81 |04 |25 O
TNGA160408AS01735-3 S01735 |9.525| 4.76 | 3.81 | 0.8 | 2.2 O
TNGA160412AS01735-3 9.525| 4.76 | 3.81 [1.2| 2.0 O O O
o TNGA160404DE-6 9.525| 4.76 | 3.81 [04 |25/ O O O O O
]
g_ a TNGA160408DE-6 DE 9.525| 476 | 381 08|22 | O O O O O
[}
o TNGA160412DE-6 9.525| 4.76 | 381 (12|20 O O O O O
% .
o . . TNGA160404DT01215-6 9.525| 4.76 | 3.81 |04 |25 | % * * * *
2 TNGA160408DT01215-6 | T01215 |9525| 476 | 3.81 | 0.8 | 22| % * x x *
=+ TNGA160412DT01215-6 9.525| 476 | 381 [ 12|20 | % * * Kk ok
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) O Make-to-order

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:90° Kr:90° Kr:60° Kr:90° _ Kr:90°

-
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PCBN&PCD inserts

() Good working condition (.t} Normal working condition (%) Bad working condition
£ (3 castiron 00O
g Heat resistant alloy, Ti alloy SHDHR
o Al A Aa DY Y2
g' m Super hard material ©QOVBE
o
3 Non ferrous metal
2
. . . Powder 2
Dimension(mm) Castiron | Hardened steel Salloyélilt £
. ifi uperalloy o
Type| Shape of insert Model Specifi g
-cation rNMc-EBESsEBIEECcEEE =
GIC| S |eod | r (L2288 8328 &3/28S3 @
¥ ¥ ¥ ¥ T T I I |0 O O o
feo o I R R o o o R S I o s o o o
TNGA160404DS01225-6 9.625| 4.76 | 381 (04 |25 |0 O *x * * * *x|O O O
TNGA160408DS01225-6 $01225 |9.525| 4.76 | 381 (08|22 |O O *x * * * *x|O O O
8 TNGA160412DS01225-6 9.525| 4.76 | 381 (12|20 |O O *x * * * x|O O O
c
% - TNGA160404DS00815-6 9.525| 4.76 | 3.81 | 0.4 | 2.5 * *x O
& TNGA160408DS00815-6 S00815 |9.525| 4.76 | 3.81 [ 0.8 | 2.2 * *x O
)
g'. G | TNGA160412DS00815-6 9.525| 4.76 | 3.81 [ 1.2 | 2.0 * % O
wv
"-3 TNGA160404DS01735-6 9.525| 4.76 | 3.81 [ 0.4 | 2.5 @) ©)
TNGA160408DS01735-6 S01735 |9.525| 4.76 | 3.81 | 0.8 | 2.2 (©) @)
TNGA160412DS01735-6 9.525| 4.76 | 3.81 [ 1.2 | 2.0 @) @)
TNGA160404CE-3 9.525| 4.76 | 3.81 | 0.4 | 2.5 O
TNGA160408CE-3 CE 9.525| 4.76 | 3.81 [ 0.8 | 2.2 @)
pl TNGA160412CE-3 9.525| 4.76 | 3.81 [ 1.2 | 2.0 @)
>
g- & TNGA160404CT01215-3 9.525| 4.76 | 3.81 [ 0.4 | 2.5 *
QO
g' TNGA160408CT01215-3 T01215 |9.525| 4.76 | 3.81 | 0.8 | 2.2 *
S
é' H TNGA160412CT01215-3 9.525| 4.76 | 3.81 [ 1.2 | 2.0 *
@
- TNGA160404CS01225-3 9.525| 4.76 | 3.81 | 0.4 | 2.5 @)
TNGA160408CS01225-3 S01225 |9.525| 4.76 | 3.81 | 0.8 | 2.2 @)
TNGA160412CS01225-3 9.525| 4.76 | 3.81 [ 1.2 | 2.0 O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) O Make-to-order

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:90° Kr:90° — Kr:60° o Kr9o® — Kr:90°
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PCBN&PCD inserts

TNDD (Negative angle) ~
(0 Good working condition (1) Normal working condition (:<) Bad working condition
60° T
oEmCastlron QOLVB
g1.c z . . 2 @
& Heat resistant alloy, Ti alloy ) A
®
g m Super hard material ©QOLL
; S )
= o Non ferrous metal
. . . Powder
Dimension(mm) Cast iron |Hardened steel SaIonélilt
. i uperalloy
Type| Shape of insert Model Specifi
-cation FrS S I8 S|ss s
a1.c S r 22882883283
¥ ¥ X ¥ T I I I I 0 ® 9
0N O mMODMOOD®Do @0 m
TNGN160404BE 9.525 4.76 0.4 O
TNGN160408BE BE 9.525 4.76 0.8 @]
TNGN160412BE 9.525 4.76 1.2 O
g TNGN160404BT01215 9.525 4.76 0.4 *
(o}
g. TNGN160408BT01215 T01215 9.525 4.76 0.8 *
8; TNGN160412BT01215 9.525 4.76 1.2 *
at
TNGN160404BS01225 9.525 4.76 0.4 O
TNGN160408BS01225 $01225 | 9.525 4.76 0.8 O
TNGN160412BS01225 9.525 4.76 1.2 O

According to processing requirements, the size and number of

non-standard tool nose arcs can be provided.

A132

When using PCBN blades, please try to keep the cutting
depth below. 0.5mm.
* Recommended grade (always stock available) O Make-to-order



PCBN&PCD inserts

(0 Good working condition (%) Normal working condition (<) Bad working condition
5 m Cast iron @ @ @ @
X
}i,— Heat resistant alloy, Ti alloy wHDOHN
@ . TP YR
g m Super hard material ©OVL®
(0]
E_»' Non ferrous metal
2
. . . Powder 2
Dimension(mm) Castiron |Hardened steel salloyélilt £
. s uperalloy o
Type| Shape of insert Model =1 el 5
-cation rNMc-EBESsEIEBECcBEEE =
GIC| S |od | r | LIS 882883281 @
¥ ¥ ¥ ¥ T T I I Z| 0 O O o
feo o I R R o o o B S I o s o o o
VNGA160404AE-2 9.525| 4.76 | 3.81 | 0.4 | 2.8 O O O
VNGA160408AE-2 AE |9525| 476 | 3.81 | 0.8 |25 O O O
VNGA160412AE-2 9.625| 476 | 3.81 | 1.2|2.0 O O O
VNGA160404AT01215-2 9.525| 4.76 | 3.81 [ 0.4 | 2.8 O O O
VNGA160408AT01215-2 T01215|9.525| 4.76 | 3.81 | 0.8 | 2.5 O O O
‘:—’,‘ VNGA160412AT01215-2 9.525| 4.76 | 3.81 [ 1.2 | 2.0 O O O
Q
o VNGA160404AS01225-2 9.525| 4.76 | 3.81 [ 0.4 | 2.8 OO O O 0|0 O O
[ o
= v VNGA160408AS01225-2 S$01225|9.525| 4.76 | 3.81 | 0.8 | 2.5 OO OO 0|0 O O
aQ
5 VNGA160412AS01225-2 9.525| 4.76 | 3.81 | 1.2 2.0 O O O O O|lO O O
w
3 VNGA160404AS00815-2 9.525| 4.76 | 3.81 [ 0.4 | 2.8 O O O
VNGA160408AS00815-2 S00815|9.525| 4.76 | 3.81 | 0.8 | 2.5 O O O
VNGA160412AS00815-2 9.525| 4.76 | 3.81 [ 1.2 | 2.0 O O O
VNGA160404AS01735-2 9.525| 4.76 | 3.81 | 0.4 | 2.8 O O O
VNGA160408AS01735-2 S01735|9.525| 4.76 | 3.81 | 0.8 | 2.5 O O O
VNGA160412AS01735-2 9.525| 4.76 | 3.81 [ 1.2 | 2.0 O O O
o VNGA160404DE-4 9.525| 4.76 | 3.81 [ 0.4 | 2.8 O O O
o
= VNGA160408DE-4 DE |[9.525|4.76 | 3.81 | 0.8 |25 O O O
3 - VNGA160412DE-4 9.525| 4.76 | 3.81 [ 1.2 | 2.0 O O O
2.
o v VNGA160404DT01215-4 9.525| 4.76 | 3.81 [ 0.4 | 2.8 * * *
2 VNGA160408DT01215-4 | T01215|9.525| 4.76 | 3.81 | 0.8 | 25 x *
= VNGA160412DT01215-4 9.525| 4.76 | 3.81 [ 1.2 2.0 *x * *
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) O Make-to-order

|

Applicable tool

DVVNN DVJNR/L
Kr:72°30' Kr:93°
Page A170 A170
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PCBN&PCD inserts

VN D I:l (Negative angle) -

(0 Good working condition (1) Normal working condition (.} Bad working condition
ngashron @@@@
ey
2 Heat resistant alloy, Ti alloy SHDHEN
Q
(0]
3 m Super hard material [SHOHDHEHR
a‘ i
E_:' Non ferrous metal
o
%) - : Powder
g Dimension(mm) Castiron | Hardened steel | alloy&
3 i Specifi Superalloy
S Type| Shape of insert Model :
o -cation - T SIS S == ==«
=3 SS9 3T S 6 5SS
2 glLc| S gd | r | L2288 S2883328 8
g ¥ ¥ ¥ ¥ T T T I T\ 0 O O
@ M M oMo Ooononon oo .
VNGA160404DS01225-4 9.525| 4.76 | 3.81 | 0.4 | 2.8 * * * * *x|O O O
VNGA160408DS01225-4 $01225|9.525| 4.76 | 3.81 | 0.8 | 2.5 *x * * * x| O O O
8 VNGA160412DS01225-4 9.525| 4.76 | 3.81 [ 1.2 | 2.0 * * x *x x| O O O
c
% VNGA160404DS00815-4 9.525| 4.76 | 3.81 | 0.4 | 2.8 * *x O
& W VNGA160408DS00815-4 $00815 | 9.525| 4.76 | 3.81 | 0.8 | 2.5 * * O
@
;‘. VNGA160412DS00815-4 9.525| 4.76 | 3.81 | 1.2| 2.0 * *x O
wv
,%_ VNGA160404DS01735-4 9.525| 4.76 | 3.81 [ 0.4 | 2.8 O % O
VNGA160408DS01735-4 S01735 | 9.525| 4.76 | 3.81 | 0.8 | 2.5 O O
VNGA160412DS01735-4 9.525| 4.76 | 3.81 | 1.2 | 2.0 O O
VNGA160402CE-2 9.525| 4.76 | 3.81 [ 0.2 | 3.3 O
VNGN160404CE-2 9.525| 4.76 | 3.81 [ 0.4 | 2.8 @)
CE
VNGN160408CE-2 9.525| 476 | 3.81 | 0.8 | 2.5
VNGN160412CE-2 9.525| 4.76 | 3.81 | 1.2 | 2.0 @]
o
% VNGA160402CT01215-2 9.525| 4.76 | 3.81 | 0.2 | 3.3 *
o
§_ VNGN160404CT01215-2 9.525| 4.76 | 3.81 [ 0.4 | 2.8 *
g v T01215
] VNGN160408CT01215-2 9.525| 4.76 | 3.81 | 0.8 | 2.5 *
=
B VNGN160412CT01215-2 9.525| 4.76 | 3.81 | 1.2 | 2.0 *
-
VNGA160402CS01225-2 9.525| 4.76 | 3.81 [ 0.2 | 3.3 @)
VNGN160404CS01225-2 9.525| 4.76 | 3.81 | 0.4 | 2.8 (@]
S01225
VNGN160408CS01225-2 9.525| 476 | 3.81 | 0.8 |25
VNGN160412CS01225-2 9.525| 4.76 | 3.81 | 1.2 | 2.0 O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) O Make-to-order

|

Applicable tool

DVVNN DVJNR/L
Kr:72°30' . Kr93° —
Page  A170 A170
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PCBN&PCD inserts

VN D D (Negative angle)

(0 Good working condition (%) Normal working condition (<) Bad working condition
21.c 35° g m Cast iron QOLVB
o
}'i,— Heat resistant alloy, Ti alloy O HDH
r © q AA i AR
g m Super hard material ©QOLEO
o
z—T‘_z' Non ferrous metal
2
. _ . Powder g
Dimension(mm) Castiron | Hardened steel SaIon!ISIL £
. i uperalloy a
Type| Shape of insert Model Speqfl g
-cation rMcEBEsRI=EBRC-cBEBcE e
21.C S r 228852883288 @
¥ ¥ ¥ ¥ T T T I I | 0 O 0 &)
M OO M MOOnDNnD®dMMO O @M@ a
VNGN160402BE 9.525 4.76 0.4 O
VNGN160404BE 9.525 4.76 0.4 O
BE
VNGN160408BE 9.525 4.76 0.8
VNGN160412BE 9.525 4.76 1.2 O
= VNGN160402BT01215 9.525 4.76 0.4 *
-+
a VNGN160404BT01215 9.525 4.76 0.4 *
-
. T01215
@ VNGN160408BT01215 9.525 4.76 0.8 *
@
= VNGN160412BT01215 9.525 4.76 1.2 *
VNGN160402BS01225 9.525 4.76 0.4 O
VNGN160404BS01225 9.525 4.76 0.4 O
S01225
VNGN160408BS01225 9.525 4.76 0.8
VNGN160412BS01225 9.525 4.76 1.2 O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) O Make-to-order
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PCBN&PCD inserts

WN D I:l (Negative angle) N

(0 Good working condition (') Normal working condition (.} Bad working condition
80°
< oEmCastiron QOLVLB
=
% Heat resistant alloy, Ti alloy o H O H Y
®
g m Super hard material ©OLOL®
®
s n:_x Non ferrous metal
o
8 . . . Powder
g Dimension(mm) Castiron | Hardened steel | alloy&
T ; Specifi Superalloy
S Type| Shape of insert Model ;
o -cation -BB-E-e-EaE-s.-E
5 SS9 ¥ S S H w|s5S S
2 GIC| S | @d [r [L 2 2 Jd o288 oo
g ¥ ¥ ¥ ¥ T T T I |0 O O
@ M M oMo Ooononon oo .
WNGAO080404AE-3 127 | 476 | 516 | 04 | 25 O O O
WNGAO080408AE-3 AE 12.7 | 476 | 5.16 | 0.8 | 2.4 O O O
WNGAO080412AE-3 12.7 | 476 | 516 | 1.2 |23 O O O
WNGA080404AT01215-3 12.7 | 4.76 | 5.16 | 0.4 | 2.5 O O O
WNGAO080408AT01215-3 T01215| 12.7 | 476 | 5.16 | 0.8 | 2.4 O O O
‘5”- WNGA080412AT01215-3 12.7 | 476 | 5.16 | 1.2 |23 O O O
Q
cIT > WNGA080404AS01225-3 127 | 476 | 516 |04 |25 OO O O 0|0 O O
1%)
g ey WNGAO080408AS01225-3 | S01225| 12.7 | 4.76 | 5.16 | 0.8 | 2.4 00 o0 00 O
aQ
5t U WNGA080412AS01225-3 127 | 476 | 516 | 1.2 |23 O O O O O O
w
‘;?, WNGA080404AS00815-3 12.7 | 476 | 5.16 | 0.4 | 2.5 O O O
WNGA080408AS00815-3 S00815| 12.7 | 4.76 | 5.16 | 0.8 | 2.4 O O O
WNGA080412AS00815-3 12.7 | 476 | 5.16 | 1.2 |23 O O O
WNGA080404AS01735-3 12.7 | 476 | 5.16 | 0.4 | 25 O
WNGA080408AS01735-3 S01735| 12.7 | 4.76 | 5.16 | 0.8 | 2.4 O
WNGA080412AS01735-3 12.7 | 476 | 516 | 1.2 |23 O O O
o WNGA080404DE-6 12.7 | 476 | 516 |04 |25| O O
]
g_ a WNGA080408DE-6 DE 12.7 | 476 | 516 | 08|24 | O O
[}
s . WNGA080412DE-6 12.7 | 476 | 516 | 12|23 | O O
(o}
o WNGA080404DT01215-6 12.7 | 476 | 516 | 0.4 | 25| % %
2 U WNGA080408DT01215-6 | T01215| 127 | 476 | 516 | 0.8 | 2.4 | % *
- WNGA080412DT01215-6 12.7 | 476 | 516 | 1.2 |23 | % *
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) O Make-to-order

Applicable tool

DWLNR/L PWLNR/L PWLNR/L

Kr:95° — Kr:95° Kr:95°/
0 f /
Page A171 A183 A217
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PCBN&PCD inserts

WN D D (Negative angle)

(0 Good working condition (%) Normal working condition (<) Bad working condition
80° gy
<o 5 m Cast iron QOLVB
x
"% Heat resistant alloy, Ti alloy SHDHR
od w ) FAEA G £ 6D
3 m Super hard material OV
o
s 5 Non ferrous metal
2
. . . Powder 2
Dimension(mm) Castiron | Hardened steel SaIonéISIL £
. i uperalloy a
Type| Shape of insert Model Speplﬁ e
-cation Al SR =Sl T = = o g o 3
IC| S | ed [r|LISS88 2888|288 &
¥ ¥ ¥ ¥ T T T T I |0 O O &)
N O OO MOMMOOONDOMOMO @M@ a
WNGA080404DS01225-6 127 | 476 | 516 |04 |25 |O O
WNGA080408DS01225-6 $01225| 12.7 | 476 | 516 | 0.8 |24 | O O
WNGA080412DS01225-6 127 | 476 | 516 |1.2|23|O O
o WNGA080404DS00815-6 127 | 476 | 3.81 |04 |25 *x *x O
o
g. o WNGA080408DS00815-6 S00815| 12.7 | 4.76 | 3.81 [ 0.8 | 2.2 * *x O
o)
o . WNGA080412DS00815-6 127 | 476 | 381 | 1.2 |20 *x *x O
Q
2 . . WNGA080404DS01225-6 12.7 | 476 | 3.81 |04 |25 * Kk Kk k k
g. WNGA080408DS01225-6 S01225| 12.7 | 4.76 | 3.81 | 0.8 2.2 * Kk Kk ok K
= WNGA080412DS01225-6 12.7 | 476 | 3.81 | 1.2 |20 * Kk Kk k k
WNGA080404DS01735-6 12.7 | 476 | 381 |04 |25 O % O
WNGA080408DS01735-6 S01735| 12.7 | 4.76 | 3.81 | 0.8 2.2 O * O
WNGA080412DS01735-6 127 | 476 | 3.81 | 1.2 |20 O * O
WNGA080404CE-3 12.7 | 476 | 516 |04 |25 O
WNGNO080408CE-3 CE 12.7 | 476 | 5.16 | 0.8 | 2.4 O
& WNGNO080412CE-3 12.7 | 476 | 516 | 1.2 |23 O
>
w N WNGA080404CT01215-3 127 | 476 | 5.16 | 0.4 |25 *
2 2]
o WNGN080408CT01215-3 T01215| 12.7 | 4.76 | 5.16 | 0.8 | 2.4 *
=]
é' H WNGN080412CT01215-3 127 | 476 | 516 | 1.2 |23 *
@
- WNGA080404CS01225-3 12.7 | 476 | 516 |04 |25 O
WNGN080408CS01225-3 S01225| 12.7 | 476 | 5.16 | 0.8 | 2.4 @)
WNGN080412CS01225-3 127 | 476 | 516 | 1.2 |23 O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) O Make-to-order

Applicable tool

DWLNR/L PWLNR/L
Kr:95° o Kr9s®

PWLNR/L
Kr:95°

Page  A171 A183 A217
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PCBN&PCD inserts

WN D I:l (Negative angle)

(0 Good working condition

\

() Normal working condition (=) Bad working condition

80°
ngastiron ©0LO
X
le} E Heat resistant alloy, Ti alloy SHDHRN
o
®
r g m Super hard material ©OUVWLY
®
“:_). Non ferrous metal
. . . Powder
Dimension(mm) Cast iron |Hardened steel SaIonélilt
. i uperalloy
Type| Shape of insert Model Specifi
-cation rNcESEBI=EBECcECE
a1.C S| r 22882832883
X ¥ ¥ XTI I IIZI®nONnOo
m MO M MO M MmM@MM@MMMO MM
WNGN080404BE 12.7 4.76 0.4 O
WNGN080408BE BE 12.7 4.76 0.8 @]
WNGN080412BE 12.7 4.76 1.2 O
g WNGN080404BT01215 12.7 4.76 0.4 *
[a]
g. WNGN080408BT01215 T01215| 127 4.76 0.8 *
§_ WNGN080412BT01215 12.7 4.76 1.2 *
WNGN080404BS01225 12.7 4.76 0.4 O
WNGN080408BS01225 S01225| 127 4.76 0.8 @]
WNGN080412BS01225 12.7 4.76 1.2 O

According to processing requirements, the size and number of

non-standard tool nose arcs can be provided.

A138

When using PCBN blades, please try to keep the cutting

depth below. 0.5mm.

% Recommended grade (always stock available) O Make-to-order



PCBN&PCD inserts

() Good working condition (%) Normal working condition (%) Bad working condition
g m Cast iron QOLVB
'g Heat resistant alloy, Ti alloy wHDHS
§' m Super hard material DOVLBO
% Non ferrous metal
Powder g
Dimsension(mm) Castiron |Hardened steel | alloy& 2
Superalloy o
Insert shape Sepcification cscTcssSTc-clzoe §
D M OO O®DN®ONononomaoaa e
CCGW060202AE-2 635|238 | 28 | 02 | 25 |O O O O O
CCGWO060204AE-2 635 238 | 28 | 04 | 25 |O O O O O
CCGWO060208AE-2 635|238 | 28 | 08 | 24 |O O O O O
CCGW060202AS01225-2 635 | 238 | 28 | 02 | 25 O O O O O O O
CCGW060204AS01225-2 635 | 238 | 28 | 04 | 25 O O O O o O O
CCGW060208AS01225-2 635 | 238 | 28 | 08 | 24 O O O O O O O
CCGW060202AT01225-2 635|238 | 28 | 02 | 25 |O O O O O
CCGW060204AT01225-2 635|238 | 28 | 04 | 25 |O O O O O
CCGW060208AT01225-2 635|238 | 28 | 08 | 24 |O O O O O
CCGWO09T302AE-2 9525|397 | 44 | 02 | 25 |O O o O O
CCGWO09T304AE-2 9525|397 | 44 | 04 | 25 |O O o O O
‘ CCGWO09T308AE-2 9525|397 | 44 | 08 | 24 |O O o O O
” CCGW09T302AS01225-2 9.525| 397 | 44 | 02 | 25 O O O O O O O
‘ CCGWO09T304AS01225-2 9525|397 | 44 | 04 | 25 O O O O O O O
CCGWO09T308AS01225-2 9.525| 397 | 44 | 08 | 24 O O O O O O O
CCGWO09T302AT01225-2 9525|397 | 44 | 02 | 25 |O O O O O
CCGWO09T304AT01225-2 9525|397 | 44 | 04 | 25 |O O O O O
CCGWO09T308AT01225-2 9525|397 | 44 | 08 | 24 |[O O O O O
CCGW120402AE-2 127 | 476 | 55 | 02 | 25 |O O O O O
CCGW120404AE-2 127 | 476 | 55 | 04 | 25 |O O O O O
CCGW120408AE-2 127 | 476 | 55 | 08 | 24 |O O o O O
CCGW120402AS01225-2 127 | 476 | 55 | 02 | 25 O O O O o O O
CCGW120404AS01225-2 127 | 476 | 55 | 04 | 25 O O O O o O O
CCGW120408AS01225-2 127 | 476 | 55 | 08 | 24 O O O O O O O
CCGW120402AT01225-2 127 | 476 | 55 | 02 | 25 |O O O O O
CCGW120404AT01225-2 127 | 476 | 55 | 04 | 25 |O O O O O
CCGW120408AT01225-2 127 | 476 | 55 | 08 | 24 |O O O O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) O Make-to-order

Applicable tool

SCACR/L SCLCR/L SCLCR/L SCFCR/L SCLCR/L
Kr:90° Kr:95° Kr:QE:/ Kr:90° Kr:95°
Page A184 A185 A218 A232 A233
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PCBN&PCD inserts

DCD I:l (Positive angle) N

(0 Good working condition (1) Normal working condition (:<) Bad working condition
85° | = m Cast iron QOLVB
v :
S Heat resistant alloy, Ti alloy SHDHEN
od [o}
1 w Al L Ay A )\ o ) 720
i m Super hard material DOV
[0]
E_:' Non ferrous metal
o
%) : : . Powder
g Dimsension(mm) Castiron |Hardened steel | alloy&
3 D Superalloy
S Insert shape Sepcification - .
2 S S5 388 S hH w|S5S S
2 al1.C S od r L - - N N|O - N A M=y @
e ¥ ¥ ¥ ¥ T T T T I | v O O
@ [o o R e o e R S S o e R o}
DCGWO070202AE-2 6.35 | 2.38 | 2.8 0.2 27 |O O O O O
DCGWO070204AE-2 6.35 | 2.38 | 2.8 0.4 25 |O O O O O
DCGWO070208AE-2 6.35 | 2.38 | 2.8 0.8 21 |O O o O O
DCGW070202AS01225-2 6.35 | 238 | 2.8 0.2 27 O O O
DCGW070204AS01225-2 6.35 | 238 | 2.8 0.4 25 O O O
DCGWO070208AS01225-2 6.35 | 238 | 2.8 0.8 21 O o O O
DCGW070202AT01225-2 6.35 | 2.38 | 2.8 0.2 27 |O O O O O
DCGWO070204AT01225-2 6.35 | 2.38 | 2.8 0.4 25 |O O O O O
‘ DCGW070208AT01225-2 635|238 | 28 | 08 | 21 (O O O O O
DCGW11T302AE-2 9.525| 397 | 44 0.2 27 |O O O O O
DCGW11T304AE-2 9.525 | 397 | 4.4 0.4 25 |O O O O O
DCGW11T308AE-2 9.525| 397 | 44 0.8 21 |O O O O O
DCGW11T302AS01225-2 9.525| 397 | 44 0.2 27 O O O O O O O
DCGW11T304AS01225-2 9.525| 397 | 44 0.4 25 O O O O o O O
DCGW11T308AS01225-2 9.525| 397 | 44 0.8 21 O O O O o O O
DCGW11T302AT01225-2 9.525 | 3.97 | 4.4 0.2 27 |[O O O O O
DCGW11T304AT01225-2 9.525| 397 | 44 0.4 25 |O O O O O
DCGW11T308AT01225-2 9.525| 397 | 44 0.8 21 |O O O O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) O Make-to-order

Applicable tool

SDACR/L EDJCR/L SDNCN SDQCR/L SDUCR/L ~ §DZCR/L

Kr:90° r:93° Kr:62°30' Kr:107:‘3% Kr93® r:95°

Page A186 A187 A188 A219 A220 A221
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PCBN&PCD inserts

oo° () Good working condition (%) Normal working condition (%) Bad working condition
V4 g m Cast iron QOLVB
'g Heat resistant alloy, Ti alloy wHOHN
% m Super hard material DOVOE
% Non ferrous metal
Powder
Dimsension(mm) Castiron |Hardened steel | alloy&
Superalloy
Insert shape Sepcification - .
gic| s | ed | r | L |SSEB8BS5S8838255%
fd o moooooesad
TCGWO090202AE-3 556 | 2.38 25 0.2 25 [O O O O O
TCGWO090204AE-3 556 | 2.38 25 0.4 25 (O O o O O
TCGWO090208AE-3 556 | 2.38 25 0.8 22 |O O O O O
TCGW090202AS01225-3 556 | 2.38 25 0.2 25 O O O
TCGW090204AS01225-3 556 | 2.38 25 0.4 25 O O O
TCGW090208AS01225-3 556 | 2.38 25 0.8 22 O O O O O O
TCGW090202AT01225-3 556 | 2.38 25 0.2 25 [O O O O O
a TCGW090204AT01225-3 556 | 2.38 25 0.4 25 (O O o O O
TCGW090208AT01225-3 556 | 2.38 25 0.8 22 O O O O O
‘ ” . TCGW110202AE-3 6.35 | 2.38 2.8 0.2 25 (O O o O O
TCGW110204AE-3 6.35 | 2.38 2.8 0.4 25 [O O o O O
TCGW110208AE-3 6.35 | 2.38 2.8 0.8 22 (O O O O O
TCGW110202AS01225-3 6.35 | 2.38 2.8 0.2 25 O O O O O O O
TCGW110204AS01225-3 6.35 | 2.38 2.8 0.4 25 O O O O O O O
TCGW110208AS01225-3 6.35 | 2.38 2.8 0.8 22 O O O O O O O
TCGW110202AT01225-3 6.35 | 2.38 2.8 0.2 25 (O O o O O
TCGW110204AT01225-3 6.35 | 2.38 2.8 0.4 25 [O O O O O
TCGW110208AT01225-3 6.35 | 2.38 2.8 0.8 22 (O O O O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

% Recommended grade (always stock available) O Make-to-order

Applicable tool

STACR/L STFCR/L STGCR/L STECR/L STFCR/L
Kr:90° Kr:90° Kr:91° Kr:60° Kr:90°
Page A198 A198 A199 A200 A223
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PCBN&PCD inserts

/ VBDD (Positive angle) ~
20 Good working condition (1) Normal working condition (%) Bad working condition
ngastlron QOO B
Ey
'{i' Heat resistant alloy, Ti alloy S HE HEY
(0]
g m Super hard material ©
®
n:_x‘ Non ferrous metal
. . X Powder
Dimsension(mm) Castiron | Hardened steel | alloy&
P Superalloy
Insert shape Sepcification e .
— N v~ | N N T v v v v v
glc| s od r L 228835288288
¥ X ¥X ¥ T T I I I O O O
o e o R e e S s N o I o e B o
VBGW160402AE-2 9525 | 476 | 44 0.2 33 |O O O O O
VBGW160404AE-2 9525 | 476 | 44 0.4 28 |O O O O O
VBGW160408AE-2 9525 | 476 | 44 0.8 25 |O O o O O
VBGW160402AS01225-2 9525 | 476 | 44 0.2 8.8 o O O
v VBGW160404AS01225-2 9525 | 476 | 4.4 0.4 2.8 O O O
VBGW160408AS01225-2 9525 | 476 | 44 0.8 245 O O O O O O
VBGW160402AT01225-2 9525 | 476 | 44 0.2 33 |O O O O O
VBGW160404AT01225-2 9525 | 476 | 44 0.4 28 |O O O O O
VBGW160408AT01225-2 9525 | 476 | 44 0.8 25 |O O o O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
* Recommended grade (always stock available) O Make-to-order
Applicable tool
SVJBR/L SVABR/L SVVBN SVOBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
-~ -~
Page A189 A190 A191 A226 A227
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PCBN&PCD inserts

() Good working condition () Normal working condition (4} Bad working condition
5 m Cast iron @ @ @ @
=
('i Heat resistant alloy, Ti alloy O LW E
o Al A AA T LD LA
g m Super hard material OOV
o
E_)‘ Non ferrous metal
2
. . . Powder 2
Dimsension(mm) Castiron |Hardened steel | alloy& £
L Superalloy 8
Insert shape Sepcification — — .. a
A H H HHBRAHA: g
gl.c| s od r L ST ST A NSO - N A Iy e om
¥ ¥ ¥X ¥ T T I I I | O & o
0N M MO0 o®D®O0 @ 0ma@om o
VCGW160402AE-2 9525| 476 | 44 | 0.2 3.3 O O O O O
VCGW160404AE-2 9525 | 476 | 44 | 04 2.8 O O O O O
VCGW160408AE-2 9525| 476 | 44 | 08 25 O O O O O
VCGW160402AS01225-2 9525| 476 | 44 | 0.2 3.3 O O O
w VCGW160404AS01225-2 9525 | 476 | 44 | 04 2.8 O 0 0
VCGW160408AS01225-2 9.525| 476 | 44 | 08 25 O O O
VCGW160402AT01225-2 9525 | 476 | 44 | 0.2 3.3 O O O O O
VCGW160404AT01225-2 9525 | 476 | 44 | 04 2.8 O O O O O
VCGW160408AT01225-2 9525| 476 | 44 | 08 25 O O O O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

* Recommended grade (always stock available) O Make-to-order

Applicable tool

SVVCN SVJCR/L SVQCR/L SVUCR/L

Kr72°30' . K93 Kr:107°30' Kr:i?/

Page A192 A193 A224 A225
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PCBN&PCD inserts

CCD I:l (Positive angle)

(0 Good working condition (%) Normal working condition (<) Bad working condition

\

s m Cast iron

O

'é; Heat resistant alloy, Ti alloy
% m Super hard material
% Non ferrous metal < < (D &
Dimension(mm) Grade
Type Shape Specification
oc| s |ed| r | L | B 5 S S
8 g 8 8
CCGWO060202AF 6.35 | 238 | 28 0.2 26 O (@) (@] O
CCGWO060204AF 6.35 | 2.38 2.8 0.4 285 * * * *
CCGWO060208AF 6.35 | 238 | 28 0.8 2.4 O (@) (@] @)
g CCGWO09T302AF 9.525 | 397 | 44 0.2 26 @) (@) (©] O
§ ‘ CCGWO9T304AF 9525 | 397 | 44 | 04 | 25 0 0 o 0
a h CCGWO9T308AF 9525 | 397 | 44 | 08 | 24 * * * *
° CCGW120402AF 127 | 476 | 55 0.2 26 (@) (@) (©] (@)
CCGW120404AF 127 | 476 | 55 0.4 2.5 O (@) O @)
CCGW120408AF 12.7 | 4.76 55 0.8 24 * * * *
CCMX060202AF 6.35 | 238 | 28 0.2 26 O (@) O O
CCMX060204AF 6.35 | 238 | 28 0.4 25 O (@) O O
CCMX060208AF 6.35 | 238 | 28 0.8 2.4 O (@) O @)
g ‘ CCMX09T302AF 9525 | 397 | 44 0.2 26 (@) (@) (@] O
g h CCMX09T304AF 9.525 | 3.97 | 44 0.4 25 O (@) O (@)
Q CCMX09T308AF 9.525 | 3.97 | 44 0.8 2.4 O (@) O (@)
° CCMX120402AF 12.7 | 4.76 5.5 0.2 2.6 O O O @]
CCMX120404AF 127 | 476 | 55 0.4 25 O (@) (@] @)
CCMX120408AF 127 | 476 | 55 0.8 2.4 O (@) (@] (@)
According to processing requirements, the size and number of * Recommended grade (always stock available) O Make-to-order
non-standard tool nose arcs can be provided.
SCACR/L SCLCR/L SCLCR/L SCFCR/L SCLCR/L
Kr:90° Kr:95° Krzgs;/ Kr:90° Kr:95°
Page A184 A218 A232 A233
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PCBN&PCD inserts

(& Good working condition (tt) Normal working condition (=) Bad working condition
Cast i
g m ast iron
Py
g- Heat resistant alloy, Ti alloy
o
g m Super hard material
[0}
o Non ferrous metal (@ < (D (o %)
b5
2
. . O
Dimension(mm) Grade Q
o3
=z
Type Shape Specification )
& 3 & & *
gilc| S ad r L 2 S = 2
=) o (=) o
DCGWO070202AF 6.35 | 2.38 | 28 0.2 2.7 (@] (@) (@] (@)
Q DCGWO070204AF 6.35 | 2.38 2.8 0.4 24 @] O @] O
% -~ / DCGW070208AF 635 | 238 | 28 | 08 | 2.1 * * * *
g DCGW11T302AF 9.525 | 3.97 | 44 0.2 2.7 (@] (@) (@] (@)
Q@
o DCGW11T304AF 9.525 | 3.97 4.4 0.4 2.5 @] O @] O
DCGW11T308AF 9.525 | 3.97 4.4 0.8 21 * * * *
DCMX070202AF 6.35 | 2.38 | 28 0.2 2.7 (@] (@) (@] (@)
~ DCMX070204AF 6.35 | 2.38 | 28 0.4 25 (@] (@) (@] (@)
% . DCMX070208AF 6.35 | 2.38 2.8 0.8 21 @] O @] O
s DCMX11T302AF 9.525 | 3.97 4.4 0.2 2.7 O O O O
Q
o DCMX11T304AF 9.525 | 3.97 4.4 0.4 25 O O O O
DCMX11T308AF 9.525 | 3.97 4.4 0.8 21 @] O @] O
According to processing requirements, the size and number of % Recommended grade (always stock available) O Make-to-order

non-standard tool nose arcs can be provided.

Applicable tool

SDACR/L SDJCR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr:90° 0 Kres? Kr:62°30' Kr:107":sy Kr:93° / Kr:95°
Page A186 A187 A188 A219 A220 A221
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PCBN&PCD inserts

/ TCD I:l (Positive inserts) ~
60° () Good working condition (1) Normal working condition (=) Bad working condition
Cast i
25 m ast iron
’g Heat resistant alloy, Ti alloy
Q
(0]
a m Super hard material
(0]
o Non ferrous metal (& (& (O ®
Dimension(mm) Grade
Type Shape Specification
glc| S od r L S S = 2
[a] o o o
TCGWO090202AF 556 | 238 | 25 0.2 25 O (@) O (@)
Q TCGWO090204AF 556 | 2.38 | 25 0.4 25 O (@) O @)
E“,’r a TCGW090208AF 556 | 238 | 25 0.8 2.2 * * * *
o
o TCGW110202AF 6.35 | 238 | 28 0.2 25 O (@) O @)
H —
o TCGW110204AF 6.35 | 238 | 28 0.4 25 O (@) O @)
TCGW110208AF 6.35 | 238 | 28 0.8 22 * * * *
TCMX090202AF 556 | 238 | 25 0.2 25 O (@) O (@)
~ TCMX090204AF 556 | 238 | 25 0.4 25 O (@) O @)
“:’r TCMX090208AF 556 | 238 | 25 0.8 22 (@] (@) O O
o a
e TCMX110202AF 6.35 | 238 | 28 0.2 25 O O O (@)
3 e
© TCMX110204AF 6.35 | 238 | 28 0.4 25 O (@) O @)
TCMX110208AF 6.35 | 238 | 28 0.8 22 (@] (@) O O
According to processing requirements, the size and number of * Recommended grade (always stock available) O Make-to-order
non-standard tool nose arcs can be provided.
Applicable tool
STACR/L STFCR/L STGCR/L STECR/L STFCR/L
Kr:90° Kr:90° Kr:91° Kr:60° Kr:90°
o -
Page A198 A198 A199 A200 A223
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\ General Turning Inserts

PCBN&PCD inserts

/ VBDD (Positive inserts) I

() Good working condition (tt) Normal working condition (%) Bad working condition
350 oE m Cast iron
’g Heat resistant alloy, Ti alloy
o
[0}
g. m Super hard material
o
o Non ferrous metal (- (o) D (X %)
3
£
. . Q
Dimension(mm) Grade Q
o3
. . =z
Type Shape Specification - - - )
& 3 & & *
gilc| S od r L ] S = 2
o (=) [a)] [a)]
2 VBGW160402AF 9525 | 476 | 44 | 02 | 33 o O @) @)
Y
3 VBGW160404AF 9.525 | 476 | 44 | 04 | 28 © o o o
=3
e . e - VBGW160408AF 9525 | 476 | 44 0.8 25 * * * *
% VBMX160402AF 9.525 | 476 | 4.4 0.2 3.3 O O O O
S
3 VBMX160404AF 9525 | 476 | 44 0.4 28 O O O O
@
8 VBMX160408AF 9.525 | 476 | 4.4 0.8 25 (@) (@) ©) (@)
According to processing requirements, the size and number of * Recommended grade (always stock available) O Make-to-order

non-standard tool nose arcs can be provided.

Applicable tool

SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° . Kr72°30 . Kr107°30' Kr:93°
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General Turning Inserts /

PCBN&PCD inserts

/ VCDD (Positive inserts) ~
(22 Good working condition (1) Normal working condition (:4) Bad working condition
35° oE m Cast iron
Py
E» Heat resistant alloy, Ti alloy
(0]
g m Super hard material
[0]
o Non ferrous metal < < (D &
Dimension(mm) Grade
Type Shape Specification
s 0§ 8
gilc| S od r L S S = 2
a o a a
2 VCGW160402AF 9525 | 476 | 44 | 02 | 33 o o o @)
o
3 VCGW160404AF 9.525 | 476 | 44 | 04 | 28 0 0 0 o
>
s “ VCGW160408AF 9.525 | 4.76 4.4 0.8 25 O O O O
5 — VCMX160402AF 9.525 | 476 | 44 | 02 | 33 o o o o
3
3 VCMX160404AF 9.525 | 4.76 4.4 0.4 2.8 O O O @]
@
a VCMX160408AF 9.525 | 4.76 4.4 0.8 28 O O O @]

According to processing requirements, the size and number of
non-standard tool nose arcs can be provided.

Applicable tool

* Recommended grade (always stock available) O Make-to-order

SVVCN SVJCR/L
Kr:72°30' Kr:93°
.~
Page A192 A193
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PCBN&PCD inserts

Abnormal failure and solutions for cast iron machining

Abnormal failure

Solution

Breakage occurs on chamfer of rake
face

Breakage

Edge crashing appears when finishing
grey cast iron

Enlarge chamfered negative rake angle

Abrasion occurs when machining
nodular cast iron

Change to dry cutting

Abrasion

Abrasion under dry cutting conditions

Reduce cutting speed

Abrasion occurs when machining grey
cast iron

Change to dry cutting, increase cutting speed

Bad surface finish

Increase cutting speed, increase nose radius, reduce feed rate

Surface

Bad cylindricity and coaxiality

Reduce nose radius, improve stability, change to positive insert

quality

Burrs

Change to positive insert, reduce chamfer width

Abnormal failure and solutions for hardened steel

Abnormal failure

Solution

Cutting edge breakage

Enlarge chamfered negative rake angle; raise cutting speed and
reduce feed

Breakage

Flaking and crater wear on rake face

Reduce cutting speed

Thermal cracks

Change to dry cutting; reduce cutting speed

Wear occurs on chamfer of rake face

Abrasion

Rapid wear when finishing grey cast
iron

Reduce cutting speed

Surface
quality

— Reduce chamfered negative rake angle; reduce nose radius; reduce
Vibration o o
Bad surface feed rate; improve stability
finish Increase nose radius; reduce feed rate; change to dry cutting;
Tool mark . .
increase cutting speed

Bad cylindricity and coaxiality

Reduce nose radius; improve stability; change to positive insert
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Ceramic inserts

Ve

Ceramic inserts code key

Insert shape

[

|

]

A

\/

~\

Tolerance class

55°

.

O
AN

D
K
P
T

80°

[>

S
Nose height M [Inscribed circle | Thickness S Nose height M [Inscribed circle | Thickness S

H Gaib Tolerance(mm) [Tolerance(mm) | Tolerance(mm) Gk Tolerance(mm) [Tolerance(mm) | Tolerance(mm)
A +0.005 +0.025 +0.025 J +0.005 +0.05-+0.13| +0.025
M F +0.005 +0.013 +0.025 K +0.013 +0.05-+0.13| +0.025
(o3 +0.013 +0.025 +0.025 L +0.025 +0.05-+0.13| +0.025
S H +0.013 +0.013 +0.025 M | £0.08-+0.18 | +0.05-+0.13 +0.13
E +0.025 +0.025 +0.025 N | £0.08-+0.18 | +0.05-+0.13| +0.025
w G +0.025 +0.025 +0.13 U | £0.13-+0.38 | +0.08-+0.25| +0.13

A150

E

C,

®v
i

S

Clearance angle of main cutting edge

Clearance Clearance
Code angle Code angle
A B

\_:30 | 50
o == |o

~H—7° 15°
E ; F ;

~ 20° ~ 25°
o = |«

e 30° ~-0°

Other
P 0 clearance
11° angle

|

Chipbreaker and clamping system
Code Pl L Section plane of insert
hole

N witou 7
> 65°
> 65°

Al | O
<65°

w With
<65°

Q With

X - Special

N




Ceramic inserts

Length of cutting edge ‘ Insert thickness Nose radius code
Insert shape Code | Nose radius(mm)
Diameter
pris c D s T vV | w :’ﬂ) %ﬁ 00 —_—
(mm) Q Q Q é g 9 Thickness is defined as height from bottom of
— | = insert to the highest part of cutting edge. 02 0.2
3.7 06 Insert Insert
5.0 S thickness(mm) E8E thickness(mm) 04 04 Y
5.56 09 —;
6.0 02 2.38 06 6.35 08 0.8 g
o
6.35 08 or m m T2 2.58 T6 6.75 12 1.2 £
8.0 3
_ 11 16 <
9.525 09 09 16 06 ) el - - 16 16 5
10.0 £
12.0 20 2.0 3
12.7 12 15 12 22 22 08 T3 SRl 09 9.52 ]
15.875 16 15 27 24 24
16.0 19 04 4.76 T9 9.72
19.05 19 19 33 32) 3.2
200 T4 4.96 1" 11.11 o
25.0 25 25 X ers
05 5.56 12 12.70
25.4 25 Diameter
31 75 of insert Round insert
) U e _ (Metric)
T ®
Type of cutting edge Chamfer width (mm) Chamfer angle . V-.type
posmonlng surface
Type of
Code cutfing edge Picture i
E Honing i
010 0.10 040 0.40 05 5
T | Chamfering | 207 015 015 | 045 | 045 10 10°
020 0.20 050 0.50 15 15°
Chamfering
E +honing m 025 0.25 100 1.00 20 20°
030 0.30 200 2.00 2.5 258
Brap sl 035 0.35 30 30°
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Ceramic inserts

*Recommended grade (always stock available)

/ (0 Good working condition (*) Normal working condition (<) Bad working condita

7° g m Castiron Q;)

|
! g Heat resistant alloy &

=
S gic g m Super hard material (7))

Dimensions(mm) Grade
Inserts shape Type
gl.C S CN3100

RCGN090700T01015-V 9.525 7.94 O
RCGN090700T01520-V 9.525 7.94 O
RCGN090700T01020-V 9.525 7.94 [ ]
' RCGN120700T01015-V 127 7.94 O
RCGN120700T01020-V 12.7 7.94 O
RCGN120700T01520-V 12.7 7.94 (@]

Applicable tool

4 CRDCR/L

o

Page A205
2.Tailor-made nonstandard CRXCR

@ Available grade (always stock available)

OMake-to-order

/ () Good working condition () Normal working condition (:{) Bad working condita
11° = . &
Cast iron @
g K

I
'30 Heat resistant alloy W

s @1.C 3
o m Super hard material (&)

Dimensions(mm) Grade
Inserts shape Type
al.c S CN3100

RPGN090700T01015-V 9.525 7.94 (@)
RPGN090700T01520-V 9.525 7.94 (@)
RPGN090700T01020-V 9.525 7.94 [
' RPGN120700T01015-V 12.7 7.94 O
RPGN120700T01020-V 12.7 7.94 @)
RPGN120700T01520-V 12.7 7.94 (@)

* Recommended grade (always stock available)

Applicable tool

1 CRDPR/L

Page A205
2.Tailor-made nonstandard CRXCR

A152

@ Available grade (always stock available)

OMake-to-order
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double-clamping tool holder
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@ External and internal turning

Applications sketch map of turning tools

External turning

Tool holder type

DTGNR/LOO DSBNR/LOO PCBNR/LOO PSBNR/LOO PSSNR/LOO PTGNR/LOO PTTNR/LOO
SCACR/LOO SSBCR/LOO SSSCR/LOO STACR/LOO STGCR/LOO STECR/LOO SWACR/LOO

External and end

surface turning

Tool holder type

DCLNR/LOO DWLNR/LOO
PCLNR/LOO PWLNR/LOO

SCLCR/LOO

Profile turning

Tool holder type

DVVNNOO  PDPNNOO

SVVBNOO
CKNNR/LOO

PSDNNOO  SDNCNOO
SVVCNOO  SSDCNOO  SRDCNOO

L

—

A154

Profile turning Tool holder type Profile turning [fele{Nsfells =YY +I-S WM [End Surface turning Tool holder type
DDJNR/LOO DVJNR/LOO PDJINR/LOO SRGCR/LOO PSKNR/LOO PTFNR/LOO
!=H SDACR/LOO SDJCR/LOO SVABR/LOO ==“ SSKCR/LOO STFCR/LOO
SVJBR/LOO SVJCR/AOO CKJINR/LOO _—
a'
-1
3
wg \Q
N G A\ N
'g‘é" SO-PSKNR/LO SO-PCLNR/LO SO-PDPNR/LO SO-PDUNR/LO | SO-SDQCR/LO SO-SDZCR/LO
gg, SO-PTENR/LO SO-PWLNR/LO SO-SDUCR/LO | SO-SDQPR/LO
"gj SO-SCFCR/LO SO-SCLCR/LO SO-SDUPR/LO SO-SVQBR/LO
~ = | SO-SSKCRILO SO-SCLPR/LO SO-SVUBR/LO SO-SVQCR/LO
g. SO-STFCR/LO SO-SVUCR/LO
e SO-STUPR/LO
=
g g8
333
g3z
I S o @
o3 2 N | N h\
- =, -| CO-STUPR/LO CO-SCLPR/LO CO-SDUPR/LO CO-SDQPR/LO
==g CO-SVUCRLO | CO-SVQCRILO




Applications sketch map of turning tools

@ Parting, grooving and threading tools

- 25ERLD

End surface grooving,

£
o
L
=)
£
c
£
=]
2
i
5]
=%
©
£
<
[$]
L
9]
4
2]
1]
j=
o
=
©
ke
°
Jo%
<

e aeels QEOS26/32N

CERBRIEL LGS QZS026/32

ZSIRILD

External parting QELODLOR/LO the Little Squirrel series .
LRI CEN LI QZQOIR/LO CcO-QODR/LO the Little Squirrel
profilin ZQSOR/LO turning series
Precise grooving and turning  QECDIR/L025 ts';erilg;me Squirrel

External recess and profiing ~ QXCIDCIR/LOI-45 -l 700!

External grooving for hard-to- the Little Squirrel End surface grooving, 1
machine r%ate‘llilalg QEDOISOR/LO-OIN seies ! - QFODORAD-OL

A155



~——— How to select external turning tools

/ How to select external turning tools \

B Explanation of external turning tools detailed table

@ Listed according to clamping types.

—=e Tools type

Inserts type

(DCLNRIL )
(Kr:95° )

L4

—=o Approach angle of tools

The first 4 letters in the type description
stands for tool shape and application

Corresponding tool holders of insert CIN[1[] || p-type clamping

Specification chart

Application chart e———
The arrow shows suitable
applications such as external

turning, profiling and end

turning, etc.

Inserts shape

Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type
Ricfa|o|L|n|s|e|g®™ a ( <% w q
DCLNRI/L| 1616H09 | A | A | 16 | 16 | 100 | 16 | 20 | 24
2020K09 | A | A | 20 | 20 | 125 | 20 | 25 | 24 |CM5x22C| CO9BM | WH30L C1RA |SM5%8.65XA1| SPR6
2525M09 | A | A | 25 | 25 [ 150 | 25 | 32 | 24
2020K12 | A | A | 20 | 20 | 125| 20 | 25 | 28
2525M12 | A | A | 25 | 25 [ 150 | 25 | 32 | 28 |CM6X25C| C12BM | WH4OL | C2RA | SMEX10XA1 | SPR4
3225P12 | A | A | 32 | 25 | 170 | 32 | 32 | 28
AStock available /AMake-to-order
Applicable inserts
. o P . For heavy For cast iron PCBN&PCD
Application For finishing For semi-finishing For roughing machining machining oo
DF — Without chipbreaker .
=/ WGM. =28 " - -
A5 AS5| MMM psg ™ Aso| W i1
WGF. PM DR HPR
Wiper ’ -~ Sige. | .‘
-- — sce A118
A54 AS5| AS8 A9 B 110
»
-
B .o

DCLNR/LOOH/K/M09  CNOO090300

CNOO090300

DCLNR/LOOK/M/P12

CNOO120400

CNOO120400

CNOO120400

CNOO120400 CNOO120400  CNOO120400

adfy Japjoy 100L

—*® Products specification

Including product description, stock (left
and right hand), basic dimensions and
applicable spare parts.

A156

Applicable inserts e——
Including applications of inserts,
reference page, insert shape
and corresponding tool holders.



External Turning >
Tools

External turning tools overviewe A158-A161
External turning tools code key | A162-A163

Detailed table of external turning tools e A166-A204

External turning tool holders by D type clamping | A166-A171
External turning tool holders by P type clamping | A172-A183
External turning tool holders by S type clamping | A184-A203
External turning tool holders by C type clamping | A204

Detailed table of external turning tools¢ A205
(ceramic)

A157



External turning tools overview
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> . Applicable
o 3 Turning type workpiece shape
” -
3 9
-g_ ) Iixte.rnal Entd sqrface Ext:fmal ?nrc:‘ .(re]nd tPrtr:olf:I]e tP:(:lf:e Short, Thick | Thin, Long
@ | Tool type X urning urning surtace turning urning urning Page
< a
g g ] T
i |5 =t=illi=] .
o
DCLNRI/L
I—i ——'"I 95 © © A166
DDJNRI/L
ﬁ 93 © © © | Ate7
DSBNRI/L
, 75 ) ) A168
DTGNRIL
Ph | o © © © | A169
DVVNN
.—-"I 72.5 © A170
DVJNR/L
I -l | o © © © A170
DWLNR/L
; I 95 © ®) A171
PCBNR/L
.. 75 © © A172
.
PCLNRI/L
’ 95 © © A173
PDJNR/L
A 93 © © © A174
PDPNN
’ 62.5 © A175
© Recommended © Available



External turning tools overview

. . Applicable
. 3 Turning type workpiece shape
o =
3 2
g S | e | e S| e | ook | e |tk o o
@ |Tool type| o 9 9 g - = 8 Page
: é T —
= = =0 =0 =
PSBNRIL £
2
. s © ) A176 s
< 12}
8
jo2}
PSDNN £
3
. i © ®) A177 S
’ ki
PSKNRIL
’ H s © ®) A178
PSSNRIL
i5 © ®) A179
.?’
P PTFNR/L
h I 0 © ®) © A180
PTTNR/L
p o © ) A181
PTGNRIL
&P o °|© |
PWLNRIL
’ o5 © ) A183
SCACRIL
_ | o © © © A184
SCLCRIL
o
S g - © i e
SDACRIL
':‘{____- o © © © A186

© Recommended © Available

A159
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External turning tools overview

A160

> . Applicable
) e Turning type workpiece shape
QO -
3 9
15" g_ Etxternal Entd sqrface Exter;fmal ?nd 'end tProﬁle tProﬁle tProflle Short, Thick | Thin, Long
@ Tool type = urning urning suriace turning urning urning urning Page
2 a
- —
1 ===l =ill===1E
2 - i || =
SDJCRIL
i'llll 93 © © © | a187
SDNCN
iIIII 62.5 © © © A188
SVJBRIL
iiiﬁil 93 © © © | A189
SVABRIL
iilll 90 © © © | A19
SVVBN
#’f 72.5 @ @ @ A191
SVVCN
S g 25 © © © | a9
SVJCRIL
“IIII 93 © © © | Ae3
SSBCRIL
qIIII 75 ) ) A194
SSDCN
illll 45 © © A195
SSKCRIL
ﬁ’lll 75 ®) ®) A196
SSSCRIL
illll 45 ®) © A197
-
© Recommended © Available



External turning tools overview

> . Applicable
o e Turning type workpiece shape
QO =]
3 2
: D | S (e e e |t | e | o
@ |Tool type| g 9 g g 9 g g Page
] =]
s «Q
(7] —
i HiEslE=lE=tsih=il=
) L ¥ L ‘ h
STACRIL
’ 90 © © © | A1
STFCRIL
’ 90 © © A198
STGCRIL
’ M| © © © | A199
STECRIL
s ’ 60 © © A200
SWACRIL
’ 90 © © © | A201
SRDCN
‘ - © © A202
SRGCRIL
’ - © © A203
CKJNRIL
',/.
gy | 93 © © A204
CKNNRIL
c | 63 © ®) A204
CRDCRIL
CRDPRIL
‘ © © A205
© Recommended ©) Available

A161
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External turning tools code key

e : e D
C;?’I;Itgl:‘g Insert shape Cleara?ncsee?tngle of Cutting direction
it — . =@
D — double clamping C D
L - Left-hand
il -
P — Hole clamping Q [P
R S 15° -
R - Right-hand
173 2o
a
S — Screw on T \V/
e ?
) —
C — Top clamping w L §.71 1° ) N- Right and left hand
-
f Tool holder style and approach angle
A C D E F G H
90° 90°
J L M N o P Q
75" 95° 117°30" 107°30/
95°
R S T U Vv w X
93 60° 120°
ﬁ] 45“& . . KI
G




External turning tools code key

Nose height (mm) Width of tool holder (mm) ‘ Length of tool holder (mm)
S EEE—
hf @ \ b
Code  Length 3
(O]
E 70 8
Code  Height Code  Width o
F 80 S
12 12 12 12 H 100 2
c
16 16 16 16 K 125 2
=
20 20 20 20 M 150 g
w
25 25 25 25 P 170
32 32 32 32 = 180
R 200
40 40 40 40
S 250
50 50 50 50
T 300
®
[ )
Length of cutting edge
(o3 D R S T Vv W
Inserts shape
O
= A = - | | ]
Inscribed circle (mm) Length of cutting edge(mm)
5.556 -—- -—- -—- -—- 09 -—- -—-
6.350 06 07 - - 1 = —
9.525 09 " 09 09 16 16 06
12.700 12 15 12 12 22 22 08
15.875 16 19 15 15 27 -— -
19.050 19 - 19 19 88 -—- -
25.400 25 25 25 44
32.000 32
J

A163



Clamp Clamp

| -type double-clamping
tool holder

With newly developed double-clamping
structure, D-type turning tools have high
clamping rigidity and high positioning
accuracy, achieving easy and secure

Tool body clamping of inserts. It is the best choice
for the clamping of straight hole negative
inserts.

Slots in the tool body
match perfectly with the
clamp, realizing simple
and easy clamping.

The clamp and the inner wall of insert
hole make an arc contact. The stable
and evenly distributed clamping force
ensures more secure clamping.

lug boss on

both ends and
double-locating
make more insert
clamp secure .

Simple and compact
structure effectively
prevents chip blocking
while ensuring high
clamping rigidity.

Arc locating surface
makes large contact
area and the force is
evenly distributed.




v Compared with lever-clamping:

@ Accurate locating ensures more stable machining accuracy. @ High clamping rigidity effectively improves
resistance to breakage of insert.

L. .. ~#-— D-type clamping p— R - o_oooooeoooeee-
Machining stability —o— Lever-clamping | Nomal wear of nserts
80.04 m

: 9 )
Y=~ o 5
o E 80.03 —A % 300
S E ~ \ 3
T T 80.02 3
z % /}\ \ Q £
o 2 80.01 o | o
o E 3 200 S
L5 000 YA N\ 3 5 g
85 yA N £ ° g
S 8 79.99 3 g S

. 3]
Eg {/ \ rad E 001 g’ =
g S 79.98 ( \ / ‘c 4
3 S 7907 3 ]
< 37 ¥ 2

79.96 ! ‘ w i s E o
0 1 2 3 4 5 6 =

Workpiece sampling location

v Compared with similar products of company A:

® Locating surface contact: (checking the @ Effect on tool life:
contact location of clamp by dyeing)

Tool holder: DCLNL3225P12

Insert: YBC252/CNMG120408-DR

Cutting material: 45" steel

Cutting parameters: V.=250m/min
a,=2mm
f=0.6mm/r

Force evenly distributed, firm
clamping, high locating accuracy.

After 60 minutes of cutting

Z2CC-CT Similar product of
company A

Similar product of
company A
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External turning tools

Corresponding tool holders of insert CN[ ][ | Db-type clampi
Kr:95° . _
el h a
95°
e
L
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type
RiL|la|b|L|h|s]|e ’ a ( VN v Q
DCLNR/L| 1616H09 | A | A | 16 | 16 | 100 | 16 | 20 | 24
2020K09 | A | A | 20 | 20 | 125 | 20 | 25 | 24 |CM5X22C| CO9BM | WH30L | C1RA |SM5X8.65XA1| SPR6
2525M09 | A | A | 256 | 25 | 150 | 25 32 24
2020K12 | A | A | 20 20 | 125 | 20 25 28
2525M12 | A | A | 25 | 25 | 150 | 25 | 32 | 28 |CM6X25C| C12BM | WH40L | C2RA | SM6X10XA1 | SPR4
3225P12 | A | A | 32 | 25 [ 170 | 32 | 32 | 28
A Stock available /\Make-to-order
Applicable inserts
L S For semi- . For heavy For cast iron PCBN&PCD
AppliEaie e salle finishing R el machining machining inserts
DF WGM DR = HDR Without chipbreaker
" Wiper Double | ! -~ e Q?
A54 A55| U e Asg a A59 A59 el A118
WGF PM o DR = HPR
Wiper. o Single- " . .; A118
A4 m— 55 A58 A59 -A119
SF g DM ER = -
IH __e Double I’Q: - |'
-A A54 A6 S A58 G 0o
Inserts shape
EF EM  rome ER
Single- ‘F’
side A58
NF SNR
Double .
-side
A58
LR
el
side A57
DCLNR/LOOH/K/M09  CNOD090300  CNOD0903000
DCLNR/LOOK/M/P12 CNOO120400  CNOO120400  CNOO120400  CNOO120400 CcNOO120400 CNOO120400

adAy Japjoy |00

A166




External turning tools

Corresponding tool holders of insert DIN[_ ][]

D-type clamping

Kr:93° gl :
. h El
S b
)
93
- L
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type
RIL|a|lb|L|h|s|e| ¢ |V ( VN w Q
DDJNR/L| 1616H11 | A | A | 16 | 16 | 100 | 16 | 20 | 30
2020K11 | A | A | 20 | 20 | 125 | 20 | 25 | 30
CM5x22C| D11BM | WH30L | C1RA |SM5X8.65XA1| SPR6
2525M11 A | A 25 25 | 150 | 25 32 30
3225P11 A A | 32 25 | 170 | 32 32 30
2020K15 | A | A | 20 | 20 [125| 20 | 25 | 35
2525M15 | A | A | 25 | 25 | 150 | 25 | 32 | 35 |CM6X25C| D15BM | WH40L | C2RA | SM6X10XA1 | SPR4
3232P15 | A | A | 32 | 32 | 170 | 32 | 40 | 35
A Stock available /\Make-to-order
Applicable inserts
AaalleEiien For finishin For semi- Eaanatin For heavy For cast iron PCBN&PCD
PP 9 finishing ghing machining machining inserts
DF L WGM DR Jpuum— HDR . Without chipbreaker
4 ./ Wiper D_‘;E‘dkge /O/ -“’ N/ ./A121
A61 AB5 ABB AB6 -A122
WGF PM DR —.
Wiper p .Y, Singe- [ =] , - /A122
A61 s AB5 -A123
SF DM ER > 7
g ,‘_/ Doutle w . "/
A2 pe4| 5% A65 A124
Inserts shape
EF EM ER
g Single-
AB2 Ae4| 5% AB5
"D
Double
-side
AB2 AB4 AB5
NGF LR a
' Single-
side
AG2 AB5
DDJNR/LOOH/K/M/P11  DNODO110400 DNOO110400 DNOO110400
DDJNR/LOOK/M/P15 DNOO150600  DNOO1506000  DNOO150600  DNOO1506000  DNOO150600  DNOO150600

adA) Japjoy 00
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Corresponding tool holders of insert SN[ [ ]

General Turning Tools

External turning tools

D-type clamping

DSBNRIL
Kr:75°

SL 0 b
s
e
L
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type
RiL|la|b|L|h|s]|e ’ n ( VN ’ Q
DSBNR/L| 1616H09 A | A 16 16 | 100 | 16 13 26 |CM5X22C| S09BM WH30L C1RA |SM5X8.65XA1| SPR6
2020K12 A | A 20 20 | 125 | 20 17 34
2525M12 A | A 25 25 | 150 | 25 22 34 |CM6X25C| S12BM WH40L C2RA SM6 X 10XA1 SPR4
3225P12 A | A 32 25 | 170 | 32 22 34
3232P15 A | A 32 32 | 170 | 32 27 41 |CM6X25C| S15BM WH40L C3RA SM6X10XA2 | SPR4
A Stock available /\Make-to-order
Applicable inserts
Aealiesiien For finishin For semi- B i For heavy For cast iron PCBN&PCD
PP 9 finishing ghing machining machining inserts
Without chipbreaker
DF ¢ ; PM DR . HDR| 3
. _ @ Double ’ﬂl - =) ©
——— - - _sid P
B A7) Aes L A0 — L, A7 A
EF DM [ DR HPR %1
A67 - e e 7 A72 e,
SF Ej EM & ER | & —
G Dg?dt{ele ‘Ql .
A67 AB9| - A1 hmze
Inserts shape
NM ER .-.‘~,
! Single- | <
A9 5% b AT1
SNR
Double
-Side .
A71
LR
Single- u
side
AB9
DSBNR/LOCIHO09 SNOOo090300 SNOO090300 SNOOo090300
DSBNR/LOOK/M/P12  SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400
DSBNR/LOCP15 SNOO150600 SNOO150600 SNOO150600 SNOO1506000 SNOO150600

>
-~
8’0 adAy Japjoy |00




External turning tools

Corresponding tool holders of insert TN ][] D-type clamping

Kr:91° =
h a
s b
©
®
- o
TJ91° i
e
L
=
®
c
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring 2
i

e RitfaibLinlslc o A @& P

DTGNR/L| 1616H16 | A | A | 16 | 16 | 100 | 16 | 20 | 25

2020K16 | A | A | 20 | 20 | 125 | 20 | 25 | 25 |CM5X22C| T16BM WH30L C1RA |SM5X8.65XA1| SPR6

2525M16 | A | A | 25 | 25 | 150 | 25 | 32 | 25

A Stock available /A\Make-to-order

Applicable inserts

s s For semi- ; For heavy For cast iron PCBN&PCD
Application For finishing finishing For roughing machining machining inserts
DF WGM DR HDR Shipbresker 4
- WiperA D_g%ge - L J e
A5 6 _— 73 — 7o — 780 f— 130
WGF PM DR & -
Wiper A - SL’;g':- /,\)‘ ™ A130
A75 W76 A7S S 131
SF DM . ER A
Inserts shape A A A8 Double d\\ -
A7 77| " (— A78 Sl 131

5 [ ] A
EF EM g SNR
Doyble
é A76 A77| St A78
LR !
Single- £
side AT7

DTGNR/LOOH/K/M16  TNOO160400  TNOO160400  TNOO160400  TNOO160400  TNOO160400  TNOO160400

adA) Japjoy 00
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External turning tools

General Turning Tools

Corresponding tool holders of insert VINIL 1]  D-type clamping
- ] L[]
Kr:72°30 . a
s} 5
72°30’
e
L
Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type Stock
al|lb|L|[h|s|e ’ . ( q v 9
DVVNN | 2020K16 A 20 | 20 | 125| 20 | 10 | 44
CM5x22C | V16BM | WH30L | C6RA |SM5Xx8.65XA1| SPR6
2525M16 A 25 | 25 | 150 | 25 | 12.5| 44
A Stock available /\Make-to-order
/DVJNRIL h
Kr:93° h a
s b
,/93" \/
& L
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type
RiL|la|b|lL|h|s|e , - ( «VN w 0
DVJNR/L| 2020K16 | A | A | 20 | 20 | 125 | 20 | 25 | 41
CM5x22C | V16BM WH30L C6RA | SM5X8.65XA1| SPR6
2525M16 | A | A | 25 | 25 | 150 | 25 | 32 | 41
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing PCBN&PCD inserts
DF & PM . SNR - o
s A81 - A82 A82 —— A133
EF DM e
A81 A82 -A134
SF EM
Inserts shape @ 9 v
A81 A82 A134
NF NM
- A81 s A82
NGF -
A81
DVVNNO[OK/M16 VNOO160400 VNOO160400 VNOO160400 VNOO160400
DVJNR/LOOK/M16 vNOO160400 VNOO160400 VNOO160400 VNOO160400

adAy Japjoy jooL

>
-~
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Kr:95° h a
b
S ©
-
> o
95
€ L
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type
R{L|la|b|L|h|s]|e ’ ‘ ( q w 0
DWLNR/L| 1616H06 | A | A | 16 | 16 | 100 | 16 | 25 | 25
2020K06 A | A 20 20 | 125 | 20 25 24 |CM5Xx22C| W06BM | WH30L C1RA |SM5X8.65XA1| SPR6
2525M06 A | A 25 25 | 150 | 25 32 24
2020K08 A | A 20 20 | 125 | 20 25 31
2525M08 A | A 25 25 | 150 | 25 32 31 |CM6X25C| W08BM WH40L C2RA SM6X10XA1 | SPR4
3225P08 A | A | 32 25 | 170 | 32 32 31
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing S ca_st lron PCBN&PCD inserts
machining
DF WGM DR & Without -
'_..' Wiper ‘ Double -~ chipbreaker 4 T}
L VY Agsl T e A — s S 136
WGF PM SNR &
Wiper ] ___.’__ Double A A136
A83 —_— s Ag6 S 1137
SF DM .
Inserts shape - ~
A83 - s Sl A137
EF A EM g
A84 A85
NF A NM a
A84 A86
DWLNR/LOOH/K/M06 WNOOo060400 WNOOo0604001 WNOOo60400 WNO[Oo060400
DWLNR/LOOK/M/P08 WNODOo080400 WNOO0804001 WNOOJoso4Od WNO[O080400 WNOOJo804Od

adA) Japjoy 00)
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External turning tools

Corresponding tool holders of insert CN L[| P-type clamping

Kr:75° -
h a
S ©)] b
m ’. J—é’x
-3 sy
e e
~ L
§_ R-type shown
=3
«
g Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
¢ Type
R|Lla|b|L|h|s/|e e’ a ( D .
PCBNR/L | 2020K12 A | A | 2 20 | 125 | 20 17 27
2525M12 A | A 25 25 | 150 | 25 22 27 LEM8X21 C12AP WH30L L4 SP4
3232P12 A | A | 32 32 | 170 | 32 27 33
2525M16 A | A | 25 25 | 150 | 25 22 33
3232P16 A | A 32 32 | 170 | 32 27 33 LEM8X 25 C16AP WH30L L5 SP5
4040R16 A | A | 40 40 | 200 | 40 35 38
3232P19 A | A 32 32 | 170 | 32 27 38
LEM10X 27 C19AP WH40L L6 SP6
4040R19 A | A 40 40 | 200 | 40 35 40
4040S2507 | A | A | 40 40 | 250 | 40 35 50 C25AP-07
LEM12 X 36A WH50L L8 SP8
4040S2509 | A | A | 40 40 | 250 | 40 35 50 C25AP
A Stock available /\Make-to-order
Applicable inserts
L s S . For heavy For cast iron
Application For finishing For semi-finishing For roughing machining machining
DF WGM DR ~ HDR <
- Wiper Dowle | ™\ [ Without o>
-side - . a chipbreaker
A54 A55 M A58 A59 A59
WGF PM =" DR e HPR
Wiper ! - Single- o ’
A54 — s e A59
SF P DM - ER —
/H ~ Double /A‘
- - -side <y
A54 A55 A58
Inserts shape
EF EM ER
Single- lﬁ.’
side
— A54 A56 A58
NF = NM SNR
= o
A55 A57 A58
LR
2 -
side A57
5' PCBNR/LOCOK/M/P12 CNOO120400 CNOO120400 CNOO120400 CNOO120400 CNOO120400
o
; PCBNR/LOCIM/P/R16 CNOO160600 CNOO160600 CNOO160600 CNOO1e6060001 CNOO160600
o
o PCBNR/LOOP/R19 CNOO190600 CcNOO190600 CNOO190600 CNOO190600
()
—  PCBNR/LOOS2507 CNOO250700
=
g PCBNR/LOS2509 CNOO250900

>
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External turning tools

P-type clamping

Corresponding tool holders of insert CN[_ ][]

Kr:95° i
h i a
b
s
95
< L
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type
RiL|a|bl|lL|h|s]|e @, a ( b .
PCLNR/L |2020K12 | A | A | 20 | 20 | 125 | 20 | 25 | 28
2525M12 A | A | 25 25 | 150 | 25 32 28
LEM8X 21 C12AP WH30L L4 SP4
3225P12 A A 32 25 | 170 | 32 32 33
3232P12 A | A | 32 32 | 170 | 32 40 28
2525M16 A | A 25 25 | 150 | 25 32 33
3225P16 A A 32 25 | 170 | 32 32 33
LEM8X 25 C16AP WH30L L5 SP5
3232P16 A | A 32 32 | 170 | 32 40 33
4040R16 A | A | 40 40 | 200 | 40 50 42
3232P19 A | A 32 32 | 170 | 32 40 38
LEM10X 27 C19AP WH40L L6 SP6
4040R19 A | A 40 40 | 200 | 40 50 40
4040S2507 | A | A 40 40 | 250 | 40 50 49 C25AP-07
LEM12 X 36A WH50L L8 SP8
4040S2509 | A | A 40 40 | 250 | 40 50 49 C25AP
A Stock available /\Make-to-order
Applicable inserts
Application For finishing Fo'f Sl For roughing ey hga_vy e ca_st og PC.BN&PCD
finishing machining machining inserts
DF WGM DR . HDR - Without chipbreaker
‘ Wiper Double ,03 \ﬂ | ' .7
[ AB5| Sle W Asg aAsg A59 el A118
WGF PM oy DR ~ra HPR
- - | a::
A54 AB5| S A58 A59 -A119
.- a— -
' DM 5% R A -
— ouble (5 |
A54 A56| Side A58 B o
Inserts shape
EF EM ER -
Single-
= A54 A5G| Side A58
NF 59 NM § o SNR
"‘Q‘J L% ) Double .
AS5 As7| S A58
LR
i
side A57
6' PCLNR/LOOK/M/P12 CNOO120400 CNOO120400 CNOO120400 CNOO120400 CNOO120400 CNOO120400
o
; PCLNR/LOCOM/P/R16 CNOO1606000 CNOO1606001 CNOO1606001 CNOO160600 CNOO160600
o
a PCLNR/LOOP/R19 CNOO19060001 CNOO1906001 CNOO190600 CNOO190600
o
;‘. PCLNR/LOIIS2507 CNOO250700
®  PCLNR/LOCS2509 CNOO250900
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General Turning Tools

External turning tools

Corresponding tool holders of insert DIN[_ ][]

P-type clamping

Kr:93° _
h a
” s b
P - ©/® \/
€ L
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type
R|Lla|b|L|h|s/|e 9’ - ( b .
PDJNR/L | 1616H11 A | A 16 16 | 100 | 16 20 25
2020K11 A | A 20 20 | 125 | 20 25 25 LEM6X17 D11AP WH25L L3 SP3
2525M11 A | A | 25 25 | 150 | 25 32 30
2020K15 A | A | 2 20 | 125 | 20 25 35
2525M15 A | A | 25 25 | 150 | 25 32 35 LEM8X21 D15AP WH30L L4B SP4
3232P15 A | A 32 32 | 170 | 32 40 35
2020K15-3 | A | A | 20 20 | 125 | 20 25 35
2525M15-3 | A | A 25 25 | 150 | 25 32 35 LEM8X21 D15AP WH30L L4 SP4
3232P15-3 | A | A | 32 32 | 170 | 32 40 35
A Stock available /\Make-to-order
Applicable inserts
L N For semi- . For heavy For cast iron PCBN&PCD
GARRIES Y FermlEiliE finishing Fer g machining machining inserts
DF . WGM DR HDR ot Without chipbreaker
s & -
A61 A6 A66 A66 -A122
WGF PM == DR
Wi / Single-
Iperﬂ AR ;r;gee - }A122
AB1 AB3 -A123
SF DM ER
g € Double Y
d’ -side - /
Inserts shape A62 Ab4 A124
EF EM ER -2
g Single- —
A62 nea| 5% A65
NF NM SNR
Double '
A2 Ae4| % AG5
NGF LR s
A2 sde A5
§_| PDJNR/LOOH/K/IM11 DNOO110400 DNOO110400 DNOO110400
=
% PDJNR/LOCIK/M/P15 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600
§ PDJNR/LOCK/M/P15-3 DNOO1504000 DNOO150400 DNOO150400 DNOO150400

A174




Corresponding tool holders of insert DNI[ ][]

External turning tools

P-type clamping

Kr:62°30"
L5 E a[
(2]
G §
kA4
& L
R-type shown
Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type Stock
a b L h s e & Q/ ( v
PDPNN | 2020K15 A 20 20 | 125 | 20 8 38
2525M15 A 25 25 | 150 | 25 | 125 | 38 LEM8X21 D15AP WH30L L4B SP4
3232P15 A 32 32 | 170 | 32 16 38
2020K15-3 A 20 20 | 125 | 20 8 38
2525M15-3 A 25 25 | 150 | 25 | 125 | 38 LEM8X 21 D15AP WH30L L4 SP4
3232P15-3 A 32 32 | 170 | 32 16 38
A Stock available /\Make-to-order
Applicable inserts
L S For semi- " For heavy For cast iron PCBN&PCD
et ol finishing S machining machining inserts
DF - WGM DR Jp— HDR - Without chipbreaker
4 Wiper’ Double. SE & “’ -/ w Jai2
AB1 AB3 AB5 A66 ABB -A122
WGF M &= DR —.
N € 4 " )
Wi Single- ’
Iperp AN Is?gee - JA122
A61 AB3 AB5 -A123
SF M ER > 4
(q ‘,/ Double w -
Inserts <h AB2 Aea| % AB5 A124
nserts shape
EF M ER P
g Single-
A62 Ae4| °® A65
NF M SNR
Double '
A2 A4| % AG5
NGF LR g
AB2 sde AG5
PDPNNOOK/M/P15 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600
PDPNNOCOK/M/P15-3 DNOO150400 DNOO150400 DNOO150400 DNOO150400

adA} Jap|oy [00]
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External turning tools

P-type clamping

Corresponding tool holders of insert SN[ [ ]

PSBNRIL
Kr:75°

L fs]e §
{157
e
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type
RlL|la|b|L|h|s]|e 9, n ( b .
1616H09 A | A 16 16 | 100 | 16 13 21
PSBNRIL LEM6 X 13.4A S09AP WH25L L3 SP3
2020K09 A | A | 2 20 [ 125 | 20 17 23
2020K12 A | A 20 20 [ 125 | 20 17 28
2525M12 A | A 25 25 | 150 | 25 22 28
LEM8X21 S12AP WH30L L4 SP4
3225P12 A A 32 25 | 170 | 32 22 28
3232P12 A | A 32 32 | 170 | 32 27 28
2525M15 A | A 25 25 | 150 | 25 22 35
LEM8X 25 S15AP WH30L L5 SP5
3232P15 A | A | 32 32 | 170 | 32 27 35
3232P19 A | A 32 32 | 170 | 32 27 40
LEM10X27 S19AP WH40L L6 SP6
4040R19 A | A | 40 40 | 200 | 40 35 40
4040S2507 | A | A | 40 40 | 250 | 40 35 48 S25AP
LEM12 X 36A WH50L L8 SP8
4040S2509 | A | A | 40 40 | 250 | 40 35 48 S25AP-09
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For_ o For roughing e he_a_vy o ca§t Los PC.BN&PCD
finishing machining machining inserts
Without chipbreaker
DF ‘ PM R | o HDR | 3
o @ Dowble | % -~ o ©
—— — -side
B pe7 - s AT70 — 70 - A7 —
EF DM & DR HPR h
e siae
A67 | |2 A72 | IV
SF 5 g EM [ ER | & -
G Double *\! ‘
A67 Agg| % AT B2
Inserts shape NM ER [ =
! Single- "-t'
side
AB9 A71
SNR.
Double
-side
AT71
E u
Single-
side
AB9
5 PSBNR/LOCOH/K09 SNOOo090300 SNOO090300 SNOOo090300
S PSBNR/LOOK/M/P12  SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400
g PSBNR/LOCOM/P15 SNOO150600 SNOO150600 SNOO150600 SNOO150600 SNOO150600
3 PSBNR/LOOP/R19 SNOO190600 SNOO190600 SNOO190600 SNOO19060101
< PSBNR/LOOS2507 SNOO250700 SNOO250700
g PSBNR/LOCS2509 SNOO250900 SNOO2509000

>
-~
N
[0}




External turning tools

Corresponding tool holders of insert SN[ ][]  p,-type clamping
PSDNN

®
o
L
L o
£
=
3
©
IS
Basic dimensions(mm) Screw Shim Wrench Lever Shim pin £
[
Type Stock
spjtinlslf| @ B B K
PSDNN 2020K12 A 20 20 | 125 | 20 10 30
2525M12 A 25 25 | 150 | 25 | 125 | 30 LEM8X21 S12AP WH30L L4 SP4
3232P12 A 32 32 | 170 | 32 16 40
2525M15 A 25 25 | 150 | 25 [ 125 | 40
LEM8X25 S15AP WH30L L5 SP5
3232P15 A 32 32 | 170 | 32 16 40
3232P19 A 32 32 | 170 | 32 16 40
LEM10Xx27 S19AP WH40L L6 SP6
4040R19 A 40 40 | 200 | 40 20 40
A Stock available /\Make-to-order
Applicable inserts
Application For finishing F.O': Pely For roughing o hgqu For ca_st.|ron PC.BN&PCD
finishing machining machining inserts
. Without chipbreaker
DF ! PM DR | o HDR | 3
Lo “ Double | #% -~ = €y
— — -side
B A7 s A70 7 [ N — 26
EF DM | DR HPR %
E : . : Sindgle. . A7O ! .
— |
A67 a7 A72 B 107

- s
SF E:j EM = ER & -
e Double ‘Q\! .
A67 Aeg| "% L AT1 128
NM ER | &
! Single- ‘T —:'
A6o| % AT1
=
Double
-side
A71
g - |
Single-
side
AB9

Inserts shape

§ PSDNNOOK/M/P12 SNOO120400  SNOO120400 SNOO120400 SNOO120400  SNOO120400  SNOO120400
o PSDNNOOM/P15 SNOO150600  SNOO150600 SNOO150600 SNOO150600  SNOO150600

o

€ PSDNNOOP/R19 SNOO190600 SNOO190600 SNOO190600  SNOO190600

<

o

@
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General Turning Tools

External turning tools

Corresponding tool holders of insert SN[ [ ]

P-type clamping

Kr:75° —
h a
S| & © b
-® 4G
m e
Y | L
>
53
g R-type shown
S
=3
«
g’ Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
¢ Type
RiL|a|bl|lL|h|s]|e @’ n ( b .
PSKNR/L | 1616H09 A | A 16 16 | 100 | 16 20 17
LEM6 X 13.4A S09AP WH25L L3 SP3
2020K09 A | A 20 20 [ 125 | 20 25 20
2020K12 A | A | 2 20 [ 125 | 20 25 26
2525M12 A | A 25 25 | 150 | 25 32 26 LEM8X21 S12AP WH30L L4 SP4
3232P12 A | A 32 32 | 170 | 32 40 26
2525M15 | A | A 25 25 | 150 | 25 32 32
LEM8X 25 S15AP WH30L L5 SP5
3232P15 A | A 32 32 | 170 | 32 40 32
3232P19 A | A 32 32 | 170 | 32 40 36
LEM10X 27 S19AP WH40L L6 SP6
4040R19 | A | A | 40 40 | 200 | 40 50 40
A Stock available /\Make-to-order
Applicable inserts
Application For finishing F.o't sl For roughing o h(_aa_vy o ca_st_lron PC.BN&PCD
finishing machining machining inserts
Without chipbreaker
DF ! PM R | o HDR - »
. © Doutle r- -~ =Y =)
— — -side
B pe7 [V A70 — [ N -
EF DM | DR HPR N
. ! -
e i
A67 - A72 B,

SF D EM = ER | & \nd
e Doyble 'Q\! “
A67 Aeg| % AT1 hmze

Inserts shape

NM ER
! Single-
A6o AT

.
- .
Double
-side
A71

LR
Single-
side
AB9

g' PSKNR/LOCOH/K09 SNOO090300 SNOO090300 SNOO090300
g PSKNR/LOOK/M/P12 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400
o
©  PSKNR/LOOM/P15 SNOO150600 SNOO150600 SNOO150600 SNOO150600 SNOO150600
<
'g PSKNR/LOOP/R19 SNOO190600 SNOO190600 SNOO1906010 SNOO190600

>
-~
N
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External turning tools

Corresponding tool holders of insert SN[ ][]

P-type clamping

PSSNRIL _a ___
., o PG
Kr:45 h a
b
S
é@
s
@
L
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever | Shim pin
Type
R|L|a|b|L|h|s]|e 9’ n ( b ‘
PSSNRJ/L | 1616H09 A | A |16 |16 [100]| 16 | 20 | 25
LEM6X13.4A S09AP WH25L L3 SP3
2020K09 A A 20 | 20 [125 | 20 | 25 | 25
2020K12 A A 20 20 | 125 | 20 25 30
2525M12 A A 25 25 [ 150 | 25 32 30 LEM8X 21 S12AP WH30L L4 SP4
3232P12 A A 32 32 [ 170 | 32 40 40
2525M15 A A 25 25 [ 150 | 25 32 30
LEM8X 25 S15AP WH30L L5 SP5
3232P15 A A 32 32 | 170 | 32 | 40 | 40
3232P19 A A 32 32 | 170 | 32 40 40
LEM10X27 S19AP WH40L L6 SP6
4040R19 A A 40 40 | 200 | 40 50 40
4040S2507 | A A 40 40 | 250 | 40 50 50 S25AP
LEM12 X 36A WH50L L8 SP8
4040S2509 | A A 40 40 | 250 | 40 50 50 S25AP-09
A Stock available /\Make-to-order
Applicable inserts
AealleEiien For finishin For semi- Eae i For heavy For cast iron PCBN&PCD
PP 9 finishing ghing machining machining inserts
- . . . Without chipbreaker -
DF Loy PM - E’o@e ‘“,6“'.\' HDR ~ - -
— — -side
B Ac7 % AT70 _— 72 _— ] B
EF DM DR HPR N
E I.) Single- . 70 ’ .
- side
A67 -_— A72 | e
S— )
SF 6 EM Eoﬁle 'Q\!
DAm : Aeg| it L A71 2
Inserts shape
NM ER :
! Single- | .
side
AB9 A71
SNR.
Double
-side
A71
e a
Single-
side
A69
3‘ PSSNR/LOCIH/K09 SNOO090300 SNOO090300 SNOO090300 SNOO090300
S PSSNR/LOOK/M/P12  SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400
3 PSSNR/LOCOIM/P15 SNOO150600 SNOO150600 SNOO150600 SNOO150600 SNOO150600
g PSSNR/LOCP/R19 SNOO1906010 SNOO1906010 SNOO19060001 SNOO1906000
< PSSNR/LOOS2507 SNOO250700 SNOO250700
g PSSNR/LO[CIS2509 SNOO250900 SNOO25090001
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General Turning Tools /

External turning tools

Corresponding tool holders of insert TNL1[ ] P-type clamping

Kr:90° i—_-“
h a
b
s 991 Eo @
m
x e
@
3 L
53
g
é. R-type shown
g Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
¢ Type
R|L|a|b|L|h|s]|e G’ A ( v .
PTFNR/L | 1616H16 A A 16 16 | 100 | 16 20 20
2020K16 A A 20 20 | 125 | 20 25 20 LEM6X13.4A T16AP WH25L L3 SP3
2525M16 A A 25 | 25 | 150 | 25 | 32 | 20
2525M22 A A 25 25 | 150 | 25 32 25
LEM8X21 T22AP WH30L L4 SP4
3232P22 A A 32 32 | 170 | 32 40 25
3232P27 A A 32 32 | 170 | 32 40 34
LEM8X25 T27AP WH30L L5 SP5
4040827 A A 40 40 | 250 | 40 50 34
A Stock available /\Make-to-order
Applicable inserts
Aerlfestion e Tl For semi- Eaonanin For heavy For cast iron PCBN&PCD
pp 9 finishing gning machining machining inserts
DF WGM DR & HDR chiptreaker 2
- Wiper Doudle [y, - > -
i A\75 A7 175 79 B AS0  — A130
WGF PM DR & .
WiperA ) Sir}gle- N N ™ A130
ide A
A5 W n7e " S A78 S A 131
SF DM o ER o
Inserts shape A e Double {\\ .
side o0
A75 — 7 ' S 73 G /131
EF g EM g SNR '
A76 A77 A78
LR
Single- y
side A77

PTFNR/LOOH/K/IM16  TNOO160400 TNOO160400 TNOO160400 TNOO160400 TNOO160400 TNOO160400

PTFNR/LOOM/P22 TNOO220400  TNOO220400 TNODO220400  TNOO220400  TNOO220400

PTFNR/LOOP/S27 TNODO270600  TNODO270600  TNOO2706e00

adAj Japjoy |00
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External turning tools

Corresponding tool holders of insert TN 1] P-type clamping

PTTNRIL
Kr:60°

S @

@e 8

L 2

£

R-type shown =
©

=

Stock Basic dimensions(mm) Screw Shim Wrench Lever | Shim pin 2
w

Type
RLabtheg’A("

PTTNR/L | 1616H16 A A 16 | 16 [ 100 | 16 | 13 | 25
2020K16 A A 20 | 20 | 125 | 20 | 17 | 25 LEM6 X 13.4A T16AP WH25L L3 SP3
2525M16 A A 25 | 25 | 150 | 25 | 22 | 25
2525M22 A A 25 | 25 | 150 | 20 | 22 | 32 LEM8 X 21 T22AP WH30L L4 SP4

A Stock available /\Make-to-order

Applicable inserts

- A For semi- ; For heavy For cast iron PCBN&PCD
e o el finishing Forimghiie machining machining inserts
Without
DF WGM DR HDR L chlipl?rl:eaker n
- Wiper Dowble 48 ¥ it nd -
—— 75 A76 _— 75 — 7o N AB0|  (— A130
WGF PM DR A -
Wiper . 4 - \ Slsr;gge- /@\ ™. A130
A75 E—A76 A7 S 1131
SF DM ER A
Inserts shape A - Double ey -~
A7 — 7S S A\ 131

5 aA77
EF é EM A SNR
A76 A77 A78
LR
A
A77

PTTNR/LOOH/K/M16  TNOO160400 TNOO160400 TNOO160400 TNOO160400 TNOO160400 TNOO160400

PTTNR/LOOM22 TNOO220400  TNOO220400  TNODO220400 TNODO220400

adAy Japjoy [00]
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General Turning Tools

External turning tools

Corresponding tool holders of insert TIN[_ ][]

P-type clamping

Kr:90° _
h i a
s & b
o
o0/
& L
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type
R{L|al|b|L|h|s]|e @, A ( D .
PTGNR/L | 1616H16 | A | A | 16 | 16 | 100 | 16 | 20 | 20
2020K16 A A 20 20 | 125 | 20 25 20
LEM6X13.4A T16AP WH25L L3 SP3
2525M16 A A 25 25 | 150 | 25 32 20
3232P16 A A 32 | 32 | 170 | 32 | 40 | 20
2525M22 A A 25 25 | 150 | 25 32 28
LEM8X21 T22AP WH30L L4 SP4
3232P22 A A 32 32 | 170 | 32 40 28
3232P27 A A 32 | 32 | 170 | 32 | 40 | 33
LEM8X25 T27AP WH30L L5 SP5
4040827 A A 40 40 | 250 | 40 50 33
A Stock available /\Make-to-order
Applicable inserts
L o For semi- . For heavy For cast iron PCBN&PCD
AppliEien okl finishing R i machining machining inserts
DF WGM DR HDR niptrester A
@ | viver A e el - -
— 75 A76 75 o EEAS0]  f— A130
WGF PM DR & a
Wiper ‘ =3 Single- /o) ™. A130
ide AN
A5 W n7e " S A78 S 131
SF DM . ER 0
Inserts shape A 2R Double ’{u\ .
side 4
A75 — 7 ' S 73 G /131
EF g EM g SNR'
A76 A77 A78
LR 4
Single- <}
side A77
=
8_ PTGNR/LOOH/KIM/P16  TNOO1604000 TNOO160400 TNOO160400 TNOO160400 TNOO160400 TNOO160400
=
% PTGNR/LOOM/P22 TNOO220400 TNOO220400 TNOO220400 TNOO220400
% PTGNR/LOOP/S27 TNODO270600 TNOO270600
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PWLNRIL
Kr:95°

h a
s é b
1 [OY
957 “
< L
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever | Shim pin
Type
R|L|a|b|L|h|s]|e 6’ ‘ ( » '
PWLNR/L| 1616H06 | A | A | 16 | 16 | 100 | 16 | 20 | 20
2020K06 | A | A | 20 | 20 |125| 20 | 25 | 20 | LEM6X13.4A | WOBAP WH25L L3 SP3
2525M06 A A 25 | 25 | 150 | 25 32 20
2020K08 A A 20 20 | 125 | 20 25 26
2525M08 | A | A | 25 | 25 | 150 | 25 | 32 | 26 LEM8X 21 WOBAP WH30L L4 SP4
3232P08 | A | A | 32 | 32 |170 | 32 | 40 | 28
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing Forcastiron  popNgPED inserts
machining
DF WGM DR AL Without -
A Wiper ‘ Double #% chipbreaker ey
— peal T - Ags — Sl 7136
WGF PM SNR -
Wiper - Double ™ A136
A83 Ags| S A86 Sl -A137
SF DM . ;
Inserts shape e -
A83 _ s el 7137
EF A EM
A84 A A85
NF A NM a
A84 A86
PWLNR/LOOH/K/MO6  WNOIOI06040001 WNOO060400 WNOD060400 WNOO060400
PWLNR/LOOK/M/P08 WNODO0804001 WNODO0804000 WNOO0804001 WNODO0804000 WNOO0804001
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General Turning Tools

External turning tools

Corresponding tool holders of insert CC[ ][]

S-type clamping

SCACRIL
Kr:90°

s ;

90y

N
b@ .

m e
& L
>
[o8
g_ R-type shown
3
g Stock Basic dimensions(mm) Screw Wrench
¢ Type a
R | L | a | b | L | h | s | e v >/
SCACRI/L | 0808F06 A A 8 8 80 8 8 16
1010H06 A A 10 10 100 10 10 16 160M2.5X6.5 WTO7IP
1212H06 A A 12 12 100 12 12 16
1212H09 A A 12 12 100 12 12 20
160M3.5X8 WT15IP
1616H09 A A 16 16 100 16 16 20
A Stock available /\Make-to-order
Applicable inserts
- For extra P For semi- . For Al For castiron PCBN&PCD
A finishing e Sl finishing Feriteleling machining machining inserts
Without chipbreaker
USF HF | , HM ; HR 7 LHr — a —
A89 A89 -A90 -A91 Aot.gy e ., hA139
Inserts shape
SF EF EM LC
8 8 8 = =
R
A89 A90 A90 A91 A144

SCACR/LOOH/F06

CCOOo060200 CCOM060200 CCOMO060200 CCOO060200 CCGX 060200 CCOO 060200 CCOO 060200

SCACR/LOCH09

ccomooT3dd  CCOmo9T3dO  CCOmo9T3nd  CCOmo9T3nn  CCGX09T3OO  CCOO09T3OO  CCOO 09T30O

adAj Japjoy |00
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SCLCRIL

Kr:95°
h a
b
s
_._© 172]
D s E
L o
£
£
R-type shown =
E
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench g
[
Type
R|L|a|b|L|h|s]|e v a v >/
SCLCR/L | 0808F06 | A | A | 08 | 08 | 80 | 08 | 10 | 12
1010F06 A A 10 10 80 10 12 12
160M2.5X6.5 - - WTO7IP
1212H06 A A 12 12 | 100 | 12 16 12
1616H06 A A 16 16 | 100 | 16 | 20 16
1212H09 A A 12 12 | 100 | 12 16 16
1616H09 A A 16 16 | 100 | 16 20 16
160M3.5X8 - -—- WT15IP
2020K09 A A 20 20 | 125 | 20 25 16
2525M09 A A 25 25 | 150 | 25 32 16
2020K12 A A 20 | 20 | 125 | 20 | 25 | 20
2525M12 | A | A | 25 | 25 [150 | 25 | 32 | 20 | I6OM4X11X C12BS SM6X 10XA ‘\’,VVEZ’OIE
3225M12 A A 32 25 | 150 | 32 32 20
A Stock available /\Make-to-order
Applicable inserts
s For extra s For semi- 5 For Al For castiron PCBN&PCD
geRlicaton finishing FerililElig finishing e gl machining machining inserts

Without chipbreaker

USF HF HM , ‘ HR LH

E o Te w & W
= w— e [\

A89 A90 A91 A91-92 A92 A139

-
SF EF EM LC
A90 A9t A144
SCLCR/LOOH/FO6  CCOO 060200 CCOO 060200 CCOO 060200 CCOO 060200 CCGX 060200  CCOO 060200  CCOD 06020100

Inserts shape

SCLCR/LOOH/K/IM09 CCOO09T300 CCOO 097300 CCOO 097300 CCOO09T300  CCGX09T30O  CCOO 09T30O  CCOO 091300

SCLCR/LOOK/M12 CCOO 120400 CCOO 120400 CCOO 120400 CCGX 120400 CCOO 120400 CCOO 120400

adA) Jap|oy 00

A185



m
=
@
o
>
D
=
=
S
2.
S
@
—~
8
=X
@

External turning tools

Corresponding tool holders of insert DC[ [ ]

General Turning Tools

S-type clamping

Kr:90°
h a
s ® b
907 »
‘/‘e \/ﬂ
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R{L|a|b|L|h|s]|e v V - 4 w (>/
SDACRJ/L | 0808K0O7 | A | A | 8 8 | 125 | 8 8 | 15
1010K07 A A 10 10 | 125 | 10 10 15 160M2.5X6.5 - -- WTO7IP
1212K07 A A 12 12 | 125 | 10 10 15
1212K11 A A 12 12 | 125 | 12 12 22 160M3.5X8 - - WT15IP
1616K11 A A 16 16 | 125 | 16 16 22
2020K11 A A 20 20 | 125 | 20 20 22 160M3.5X12 D11BS SM5X8.65XA \\//VVL1355IE
2525M11 A A 25 25 | 150 | 25 25 22
A Stock available /\Make-to-order
Applicable inserts
L For extra N For semi- " For Al For castiron PCBN&PCD
HppliEztien finishing e finishing R etgrii machining machining inserts
Without chipbreaker
USF HF . HM HR LH - .«
o O YT S
A93 A93 A94 A95 A95 A95 A140
Inserts shape
P SF EF EM Lc
V- 4 o~/ A
A93 A94 A94 A95 A145
SDACR/LOOKO07 DCOO 070200 DCOO 070200 DCOO 070200 DCGX 070200 DCOO070200  DCOO070200
SDACR/LOOK/M11 DCOO 117300 DCOO1MT30O DCOOMT3OO DCOOMMT3OO DCGX 1MT3OO0 DCOO11T30O DCOO 111300

adAy Japjoy |00]
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External turning tools

Corresponding tool holders of insert DC[ [ ] s-type clamping

Kr:93°
h a
S b
5 R
93° 2z
€ o)
- 2
€
R-type shown =
g
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench g
w
Type
R|L|a|b|L|h | s/ e v - v L1 >/
SDJCR/L | 0808F07 | A | A | 8 8 |80 | 8 | 10| 15
1010F07 A A |10 | 10 | 80 | 10 | 12 | 15
1212H07 | A A |12 | 12 |100| 12 | 16 | 15
1414H07 | A A | 14 | 14 | 100 | 14 | 18 | 15 | I60M2.5%X6.5 WTO7IP
1616H07 | A A | 16 | 16 | 100 | 16 | 20 | 15
2020K07 | A A | 20 | 20 |125| 20 | 25 | 28
2525M07 | A A | 25 | 25 | 150 | 25 | 32 | 28
1212K11 A A 12 12 | 125 | 12 16 | 22
1616K11 A A | 16 | 16 |125| 16 | 20 | 22
160M3.5X 12 D11BS SM5 X 8.65XA VV\(IE:;E
2020K11 A A | 20 | 20 |125| 20 | 25 | 22
2525M11 A A | 25 | 25 | 150 | 25 | 32 | 22
A Stock available /\Make-to-order
Applicable inserts
L For extra s For semi- . For Al For castiron PCBN&PCD
‘ Application finishing e s finishing el machining machining inserts
USF HF HM . HR LH — Without chipbreaker
& o LYY Y &
Inserts shape A93 A93 A94 A95 A95 A95 A140
SF EF EM LC o
S & & 4 &
A93 A94 A94 A95 A145
SDJCR/LOOF/H/K/MO7 DCOO070200 DCOO 070200 DCOO070200 DCGX 070200 DCOO 070200 DCOO 070200
SDJCR/LOOK/M11 DCOO 1MT300 DCOOMT3OO DCOOMT3OO DCOOMMT3OO  DCGX 117300 DCOO 1MT30O  DCOO 117300

adAy Jap|oy [00]
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General Turning Tools

External turning tools

Corresponding tool holders of insert DC[ ][]

S-type clamping

0 v ‘./t
Kr:62°30 gl
h | a
S_Lé b
62°30’
e L \/ )
Basic dimensions(mm) Screw Shim Shim screw Wrench
Type Stock
albli|n|s|« P | 2 A (3/
SDNCN | 0808F07 A 8 | 8 |8 | 8 | 4 |15
1010F07 A 10 10 80 10 5 15
1212H07 A 12 12 | 100 | 12 6 15
160M2.5X6.5 - - WTO7IP
1616H07 A 16 16 | 100 | 16 8 15
2020K07 A 20 20 | 125 | 20 10 20
2525M07 A 25 25 | 150 | 25 | 125 20
1616K11 A 16 16 | 125 | 16 8 22
2020K11 A 20 20 | 125 | 20 10 22
2525M11 | A | 25 | 25 | 150 | 25 |125| 22 | I60M3.5X12 D11BS SM5 X 8.65XA ‘\’/VVL13551|'_°
3225M11 A 32 25 | 150 | 32 | 125 | 22
3232P11 A 32 32 | 170 | 32 16 22
A Stock available /\Make-to-order
Applicable inserts
s For extra R For semi- . For Al For castiron PCBN&PCD
otz ol finishing el lElng finishing R el machining machining inserts
USF HF HM HR LH — Without chipbreaker
: 7 .
Xy N &N & & S
Inserts shape A93 A93 A94 A95 A95 A95 A140
SF EF EM LC
S L & -, -
A93 A94 A94 A95 A145

SDNCNOOF/H/K/MO7 DCOOO070200 DCOO 070200 DCOO070200

DCGX 070200 DCOO 070200 DCOO 070200

SDNCNOOK/M/P11  DCOO 117300 DCOO 1T300 DCOOMT3OO  DCOOMT3IOO

DCGX 11T300 DCOOMT3OO DCOO 1171300

adAy Japjoy jooL
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External turning tools

Corresponding tool holders of insert VB[ 1[ ] s-type clamping

SVJBRIL
Kr:93°

5

939 ©»
& L \/ g
2
£
R-type shown =
E
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench g
[
Type
R|L|a|b|lL|h|s]|e v — ’ >/
SVJBR/L | 1212H11 A A 12 12 | 100 | 12 16 25
1616H11 A A 16 16 | 100 | 16 20 25
160M2.5X6.5 - - WTO7IP
2020K11 A A 20 | 20 | 125 | 20 | 25 | 25
2525M11 A A 25 | 25 | 150 | 25 32 25
1616H16 A A 16 16 | 100 | 16 20 35
2020K16 A A 20 20 | 125 | 20 25 35 160M3.5X12 V16BS SM5X8.65XA VVYIT—ESILP
2525M16 A A 25 25 | 150 | 25 32 35
A Stock available /\Make-to-order
Applicable inserts
- For extra - For semi- ; PCBN&PCD
Application finishing For finishing finishing For roughing R
SF HF HM HR
A108 A108 A109 A109 A142
NF EM SNR
A108 A109 A109 A147
Inserts shape
EF .
A108
NGF
A108

SVJBR/LOOH/K/M11  vBOO110300  vVBOO110300 vBOO110300

SVJBR/LOOH/KIM16 vBOO160400 vBOO160400 vBOO160400 vBOO160400

adAy Japjoy 0oL
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General Turning Tools /

External turning tools

Corresponding tool holders of insert VB[ 1[ | s-type clamping
SVABRIL

Kr:90° i
’ _ » %{ a

h
® b

m %0
o, | "
>
2
§_ R-type shown
=3
«
g Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
7

e RLabthe’@’(%

SVABR/L | 1010F11 A A 10 | 10 | 80 | 10 | 10 | 25 | I60M2.5X6.5 - - WTO7IP
1616H16 A A 16 | 16 | 100 | 16 | 16 | 28

WT15IP

2020K16 A A 20 | 20 | 125 | 20 | 20 | 28 160M3.5X12 V16BS SM5X8.65XA WH35L
2525M16 A A 25 | 25 | 150 | 25 | 25 | 28

A Stock available /\Make-to-order

Applicable inserts

s For extra o~ For semi- " PCBN&PCD
Application finishing For finishing finishing For roughing e
SF HF HM HR
A108 A108 A109 A109 A142
NF EM SNR
A108 A109 A109 A147
Inserts shape
EF .
A108
NGF
A108
SVABR/LOCF11 vBOO110300 vBOO110300 vBOO110300
SVABR/LLOICIH/K/M16 vBOO160400 vBOO160400 vBOO160400 vBOO160400

>
-~
8 adAy Japjoy |00



External turning tools

Corresponding tool holders of insert VB[ 1[ ] s-type clamping

Kr:72°30"
h a
b
-~

h© 8
L 8
2
f=
E
2
Basic dimensions(mm) Screw Shim Shim screw Wrench g
[}

Type Stock
a|/b|L|h|s]|e v e v >/

SVVBN 1212H11 A 12 12 | 100 | 12 6 25
1616H11 A 16 16 | 100 | 16 8 25
160M2.5X6.5 - WTO7IP
2020K11 A 20 | 20 | 125 | 20 | 10 | 25
2525M11 A 25 | 25 | 150 | 25 |125| 35
1616H16 A 16 16 | 100 | 16 8 35
2020K16 A 20 20 | 125 | 20 10 | 35 160M3.5X12 V16BS SM5 X 8.65XA V\\/I\E:?EI;E
2525M16 A 25 | 256 | 150 | 256 |125| 35
A Stock available /A\Make-to-order
Applicable inserts
T For extra S A For semi- q PCBN&PCD
Application finishing For finishing finishing For roughing s
SF HF HM HR
A108 A108 A109 A109 A142
NF EM SNR
Inserts shape A108 A109 A109 A147
EF .
A108
NGF
A108

SVVBNOOH/K/M11 vBOO110300  vBOO110300O vBOO110300

SVVBNOOH/KIM16 vBOO16040000 vBOO160400 vBOO160400 vBOO160400

adAy Japjoy 0oL
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General Turning Tools

External turning tools

Corresponding tool holders of insert VC [ ][]

S-type clamping

Kr:72°30'
h a
S—L 2O b
- 72°30 \’
@ L
>
53
c
3
=3
«
g Basic dimensions(mm) Screw Shim Shim screw Wrench
g Type Stock -
a|lb|L|h|s]|e v . w >/
SVVCN 1212H11 A 12 12 | 100 | 12 6 25
1616H11 A 16 16 | 100 | 16 8 27
160M2.5X6.5 WTO7IP
2020K11 A 20 | 20 | 125 | 20 10 | 30
2525M11 A 25 25 | 150 | 25 | 125 | 38
1616H16 A 16 16 | 100 | 16 8 33
2020K16 A 20 20 | 125 | 20 10 33 160M3.5X12 V16BSC SM5X8.65XA \\//VVL1355)II|_D
2525M16 A 25 25 | 150 | 25 | 125 | 38
A Stock available /\Make-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining PCBN&PCD inserts
USF HF LH
- s _ @ T s ™ ) »
A105 A105 A106 A143
SF NF LC
Inserts shape @ - % v
A105 A105 A106 A148
NGF
A105
SVVCNOOH/K/M11 vcoo11o030o0 vcoo11o0300 vCGX110300
SVVCNOOH/K/IM16 vcOo1e0400 VCGX160400 vcoOo160400

adAy Japjoy |00
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Corresponding tool holders of insert VC[ ][ ]

External turning tools

S-type clamping

Kr:93° ‘_J
h a
4
s b
©
C
e
L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|L|a|b|L|h|s]|e v — w >/
SVJCR/L | 1212H11 A A 12 12 | 100 | 12 16 25
1616H11 A A 16 16 | 100 | 16 20 25
160M2.5X6.5 - - WTO7IP
2020K11 A A 20 | 20 | 125 | 20 | 25 | 25
2525M11 A A 25 | 256 | 150 | 25 | 32 | 35
1616H16 A A 16 16 | 100 | 16 20 35
WT15IP
2020K16 A A 20 20 | 125 | 20 25 35 160M3.5X12 V16BSC SM5X8.65XA WH35L
2525M16 A A 25 25 | 150 | 25 32 35
A Stock available /A\Make-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining PCBN&PCD inserts
USF HF LH )
G” e el -
A105 A105 A106 A143
SF ) NF LC
Inserts shape @ - % w
A105 A105 A106 A148
NGF
A105
SVJCR/ILOOH/KIM11 vcoat11o300 vcoot1o0300 vVCcGX110300
SVJCR/LOOH/K/IM16 vcOoo1e0400 VCGX160400 vcoo160400

adAy Jap|oy jooL
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General Turning Tools /

External turning tools

Corresponding tool holders of insert SC[ 1] s-type clamping

SSBCRIL
Kr:75°

=3
| —
Q

1]
(=]
o

m ~75°

x e

@ L
>

2

IS

3 R-type shown

=3

«

g Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
7

Type
RLabthevnvw

SSBCR/L | 1212H09 | A | A | 12 | 12 | 100 | 12 | 9 | 16 160M3.5X 8 WT15IP
1616H09 | A | A | 16 | 16 | 100 | 16 | 13 | 16
WT15IP
2020K09 | A | A | 20 | 20 | 125 | 20 | 17 | 20 | I6OM3.5X12 S09BS SM5X 8.65XA WH35L
2525M09 | A | A | 25 | 25 | 150 | 25 | 22 | 20
2020K12 | A | A | 20 | 20 | 125 | 20 | 17 | 25
160M4 X 11X S12BS SM6 X 10XA \\//VVL145()IE
2525M12 | A | A | 25 | 25 | 150 | 25 | 22 | 25

A Stock available /\Make-to-order

Applicable inserts

For cast iron

Application For finishing For semi-finishing  For roughing  For Al machining machining
; Without chipbreaker
HF ,Q,/ HM 5 g HR Y 7 LH H
‘.’v’ ! | ! ey ] [}

- — ==l
[isana] A98 - - i) A99 -_—

A98 A98 A99

SSBCR/LOOH/K/M0O9  SCOO09T30IO scomoeT3nn scoOosT3nn SCGX09T300 scooooT3nn

Inserts shape

SSBCR/LOOK/M12 ScOm120400 ScOm120400 SCGX120400 scOOd120400

adAy Japjoy |00]
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External turning tools

Corresponding tool holders of insert SC[ 1[ | s-type clamping

Kr:45°
h a
1 ©> b
455 »
g 3
L 2
2
o
3
=
Basic dimensions(mm) Screw Shim Shim screw Wrench g
w
Type Stock
a|b|L|h|s|e v u v >/
SSDCN | 1212H09 A 12 | 12 [100 | 12 | 6 | 16 160M3.5 X8 WT15IP

1616H09 A 16 | 16 | 100 | 16 8 16

2020K09 | A |20 | 20 [125| 20 | 10 | 20 | I6OM35%12 S09BS SM58.65XA o
2525M09 | A | 25 | 25 | 150 | 25 | 125 20
2525M12 | A | 25 | 25 | 150 | 25 |125| 22 | 160M4X 11 S12BS SM6X 10XA va 4555’

A Stock available /\Make-to-order

Applicable inserts

‘ Application For finishing For semi-finishing  For roughing  For Al machining machining

HF =« 7 > HR LH Without chipbreaker
& "e Te e
had had Ll =

a4 ==l
- - T g e nog

A98 A98 A99

SSDCNOOH/K/M09  SCOO09T300 scoooeT3nna scoOosT3nn SCGX09T300 scoaooT3nn

For cast iron

Inserts shape

SSDCNOOM12 ScOm120400 ScOO120400 SCGX120400 ScOO120400

adfy Jep|oy [oo]
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eneral Turning Tools

External turning tools

Corresponding tool holders of insert SC[ ][]

S-type clamping

SSKCRIL
Kr:75°

o 3
S| 6@
- e
L
I
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|L|a|b|L | h|s]|e v : v 3/
SSKCR/L | 1212H09 | A | A | 12 | 12 | 100 | 12 | 16 | 16 | I60M3.5%X8 WT15IP
1616H09 A A 16 16 | 100 | 16 20 16
WT15IP
2020K09 A A 20 20 | 125 | 20 25 20 160M3.5X12 S09BS SM5X8.65XA WH35L
2525M09 A A 25 25 | 150 | 25 32 20
2020K12 A A 20 | 20 | 125 | 20 | 25 | 22
160M4 X 11X S12BS SM6 X 10XA \\//VVL145()II|_D
2525M12 A A 25 | 25 | 150 | 25 | 32 | 22
A Stock available /\Make-to-order
Applicable inserts
N s P . - For cast iron
Application For finishing For semi-finishing ~ For roughing  For Al machining machining
HF HM HR LH Without chipbreaker
5 4 \ ! H
« (] - =1 (=
P A —— — » N
= A98 s N o9 Wy A99 — A0
Inserts shape
EF EM LC ppmeys
u u l, :
A98 A98 A99
SSKCR/LOOH/K/IM09 SCOO09T30O scOoOoooT3md scOoOoooT3nd SCGX09T300 scOogoaT3tn
SSKCR/LOOK/M12 scOo120400 sScOd120400 SCGX120400 scOoo120400

adAy Japjoy |00]
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External turning tools

Corresponding tool holders of insert SC[ [ |

S-type clamping

SSSCRIL
Kr:45°

kI

R-type shown

Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|L|a|b|L|h|s]|e v n v 3/
SSSCR/L | 1212H09 | A | A | 12 | 12 | 100 | 12 | 16 | 16 | I60M3.5X8 WT15IP
1616H09 A A 16 16 | 100 | 16 17 16
WT15IP
2020K09 A A 20 20 | 125 | 20 21 20 160M3.5X12 S09BS SM5X8.65XA WH35L
2525M09 A A 25 25 | 150 | 25 32 20
2020K12 A A 20 | 20 [ 125 | 20 | 21 24
160M4 X 11X S12BS SM6 X 10XA \\//VVL145()IE
2525M12 A A 25 | 25 | 150 | 25 | 32 | 22
A Stock available /A\Make-to-order
Applicable inserts
- o S . - For cast iron
Application For finishing For semi-finishing  For roughing  For Al machining machining
HF HM . . HR ; , LH Without chipbreaker
V- -'
Q_ \ /| ‘.? ! ¥ l o
Inserts shaps Lt B - LI L. - o
. - " u i
A98 A98 A99
SSSCR/LOOH/K/IMO9  SCOIO09T300 Sleimm{ole) pimim| scogoaT3tn SCGX09T300 scogosT3on
SSSCR/LOOK/M12 ScOOd120400 sScOOd120400 SCGX120400 ScOO120400

adAy Japjoy 0oL
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General Turning Tools

External turning tools

Corresponding tool holders of insert TC[ 1[ ] s-type clamping

oo Tl [
I o
90,
X = L
@ R-type shown
>
53
g Stock Basic dimensions(mm) Screw Wrench
<§ Type
g RiL|a|b|L|h|s]|e v >/
3
STACR/L | 1010K11 | Ao | A | 10 | 10 | 100 | 10 | 10 | 12
1212F11 A A 12 12 | 100 | 12 12 14 160M2.5X6.5 WTO7IP - -
1616K11 A A 16 16 | 100 | 16 16 16
A Stock available /\Make-to-order
h Y a
Kr:90°
s go"@ b
e .
L
R-type shown /
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
RiL|al|b|L|h|s]|e v A v >/
STFCR/L | 1212H11 | A | A | 12 | 12 [ 100 | 12 | 16 | 14
1616H11 A A 16 16 | 100 | 16 | 20 14
160M2.5X6.5 - - WTO7IP
2020K11 A A 20 20 | 125 | 20 25 20
2525M11 A A 25 25 | 150 | 25 32 20
1616K16 A A 16 16 | 125 | 16 | 20 | 20
2020K16 A A 20 20 | 125 | 20 25 20 160M3.5X12 T16BS SM5X8.65XA VVY/L13551E
2525M16 A A 25 25 | 150 | 25 32 25
A Stock available /\Make-to-order
Applicable inserts
- L For semi- . - For cast iron PCBN&PCD
Application For finishing finishing For roughing  For Al machining machining i
HF HM HR LH A Without chipbreaker
' F' N
__" [~} « PN - ~
A101 A103 A103 aros o @S,
Inserts shape
EF EM LC .
#l“i_
—
A102 A102 A103
STACR/LOOK/F11 TcOO110200 TcOO110200 TcOO110200 TCGX110200 TCcOO110200 TcOO110200
STFCR/LOOH/K/M11  TCOO110200 TcOO110200 TcOO110200 TCGX110200 TcOO110200 TcOO110200
STFCR/LOOK/M16  TCOO16T3000 TcOoOO1eT3OO TcOO1eT3OO TCGX16T300O TCcOO1eT3OO
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Corresponding tool holders of insert TC[ [ |

External turning tools

S-type clamping

Kr:91°
B :
s b
©
91)
ER L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|L|a|b|L|h|s]|e@ v A P >/
STGCR/L | 0808F09 | A | A |08 | 08 | 80 | 8 | 10 | 12
1010F09 A A 10 10 80 10 12 12 160M2.2X5.5 - - WTO06IP
1212H09 A A 12 12 | 100 | 12 16 12
1212H11 A A 12 12 | 100 | 12 16 16
1616H11 A A 16 16 | 100 | 16 20 16
160M2.5X6.5 - - WTO7IP
2020K11 A A 20 20 [ 125 | 20 25 20
2525M11 A A 25 25 [ 150 | 25 32 20
1616K16 A A 16 16 | 125 | 16 20 20
2020K16 A A 20 20 | 125 | 20 25 21 160M3.5X12 T16BS SM5X8.65XA \<IVV1|:|13551I|_:
2525M16 A A 25 25 [ 150 | 25 32 21
A Stock available /\Make-to-order
Applicable inserts
- For extra o For semi- . For Al For castiron PCBN&PCD
ARl finishing FEr e finishing Fer Ll machining machining inserts
USF & HF HM HR LH A Without chipbreaker
A - @ 8 | a a ~
ey L i ) DTN s —
A100 A101 A103 A103 A104 A104 A141
Inserts shape
SF EF EM LC p
/jﬂh_
—
A100 A102 A102 A103
=
8_ STGCR/LOOF/HO9 TCOO0902010 TCOO090200 TCOO090200 TCOO090200 TCGX090200O TCOO0902010 TCOO09020001
=
% STGCR/LOOH/K/IM11 TCOO110200 TCOO110200 TCOO110200 TCGX110200 TCOO110200 TCOO110200
% STGCR/LOOK/M16 TCOO16T3OO TCOOM6T3OO TCOO16T3OO TCGX16T3OO TCOO16T3OO

A199
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External turning tools

General Turning Tools

Corresponding tool holders of insert TC[ [ |

S-type clamping

STECRIL
Kr:60°

[i”.
AN

L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|L|a|b|L|h|s]|e v A ’ >/
STECR/L | 1616H11 A A 16 16 | 100 | 16 [ 10.5| 16
160M2.5X6.5 - - WTO7IP
2020K11 A A 20 20 [ 125 | 20 (145 20
2020K16 A A 20 | 20 | 125 | 20 |[125| 20 WT15IP
160M3.5X12 T16BS SM5X8.65XA
2525M16 A A 25 25 | 150 | 25 |17.0| 25 WT35IP
A Stock available /\Make-to-order
Applicable inserts
— L For semi- . - For cast iron PCBN&PCD
Application For finishing finishing For roughing  For Al machining machining e
HF HM HR LH A G Without chipbreaker -
(=] - = /I - ~
: T Frmrvecmo]
A101 A103 A103 A104 NN 0, ‘—‘A141
Inserts shape
EF EM LC .
i
’4_@9_)\
A102 A102 A103
STECR/LOOH/K11 TcOO110200 TcOO110200 TcOO110200 TCGX110200 TcOO110200 TcOO110200
STECR/LOOK/M16  TCOO16T3000 TcOoO1eT3OO TcOO1eT3OO TCGX16T30O TCOO1eT30OO

adAy Japjoy |00]

A200




SWACRIL

Kr:90°
h a
s /OQB\ b
907 ©»
e 8
L o
£
[=
R-type shown .§
®
c
Stock Basic dimensions(mm) Screw Wrench — — 2
w

Type
RLabthe’,/— —

SWACR/L| 1010E04 | A A |10 | 10 | 70 | 10 | 10 | 10
160M2.5%6.5 WTO7IP

1212F04 | A | A | 12 | 12 | 80 | 12 | 12 | 14
1616H06 | A | A | 16 | 16 | 100 | 16 | 16 | 20 160M3 X7 WT10IP
2020K08 | A | A | 20 | 20 |125| 20 | 20 | 24 | 1BOM3.5X12 WT15IP

A Stock available /\Make-to-order

Applicable inserts

‘ Application For finishing
53

Inserts shape .( “"a

S SWACRILODE/F04 WCox040200
S SWACR/LOOHO06 WCOX06T300
%’ SWACR/LLICIK08 WCOX080400]

A201
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Corresponding tool holders of insert RC[ [ ]

S-type clamping

Basic dimensions(mm) Screw Shim Shim screw Wrench
Type Stock
ot v © W Ty
SRDCN 1616H08 A 16 16 | 100 | 16 8 16
2020K08 A 20 | 20 | 125 | 20 10 16 160M3 X7 - - WT10IP
2525M08 A 25 | 25 | 150 | 25 |125| 16
2020K10 A 20 | 20 | 125 | 20 10 | 20
160M3.5X 10 - - WT15IP
2525M10 A 25 | 26 | 160 | 25 |125| 20
2525M12 A 25 | 26 | 160 | 25 |125| 35 WT15IP
160M3.5X 12 R12BS SM5 X 8.65XA WH35L
3232P12 A 32 | 32 | 170 | 32 16 35
3225P16 A 32 | 25 | 170 | 32 | 125]| 35
160M4 X 15X R16BS SM6 X 10XA Vx:féf
4040816 A 40 | 40 | 250 | 40 | 20 | 40
A Stock available /A\Make-to-order
Applicable inserts
‘ Application For semi-finishing For roughing For Al machining
P P LH
Inserts shape " 9 d " 9 d ‘“)
A96 A96 A96
= SRDCNOCOK/M/HO08 RCMT0803MO RCMT0803MO RCGX0803MO-LH
o
=2
= SRDCNOOK/M10 RCMT10T3MO RCMT10T3MO
=
E SRDCNOCOM/P12 RCMT1204MO RCMT1204MO
<
=3
® SRDCNCOCIP/S16 RCMT1606MO RCMT1606MO

A202




External turning tools

Corresponding tool holders of insert RC[ ][ | s-type clamping
SRGCRIL

o

1 ~N

R-type shown

£
o
]
B
=]
£
f=
£
p=3
=
©
f=
=
(o)
B
<
w

Stock Basic dimensions(mm) Screw Shim Shim screw Wrench

e R|{L|a|b|L|h]|s v . ’ (>/

SRGCR/L | 1616H08 | A
2020K08

16 16 100 16 20

>

20 20 125 20 25 160M3 X7 - - WT10IP

2525M08

>

25 25 150 25 32

1616H10 16 100 16 20

2020K10 20 20 125 20 25 160M3.5X10 - - WT15IP

25 25 150 25 32

[ R S = R R o
>

A
A
2525M10 A
A
A

2020K12 20 20 125 20 27

160M3.5X12 R12BS SM5X8.65XA VV\<ITH13551E
2525M12 25 25 150 25 32
3232P16 A A 32 32 170 32 40 160M4 X 15X R16BS SM6 X 10XA \\//VVT-I1450II'_D

A Stock available /\Make-to-order

Applicable inserts

Application For semi-finishing For roughing For Al machining

O ®
Inserts shape - - “

A96 A96 A96
= SRGCR/LOCIH/KIMO8 RCMT0803MO RCMT0803MO RCGX0803MO-LH
o
O_
= SRGCR/LOOH/KIM10 RCMT10T3MO RCMT10T3MO
=
3 SRGCR/LOOK/M12 RCMT1204MO RCMT1204MO
-
=l
®  SRGCR/LOOP16 RCMT1606MO RCMT1606MO

A203



General Turning Tools /

External turning tools

Corresponding tool holders of insert KINUX [ I[] c-type clamping

Kr:93° DN s |
h i a
b
s| LO
m
E‘ o3 \/
2 @
= L
3 R-type shown
=3
«
e L . Applicable . |Clamping . Shim
o
S Basic dimensions(mm) . Clamp |Clamp screw|Spring stud Shim e Wrench
Type Stock P
a|b|L|h|s|e —/O?&/-V(
CKJNR 2525M16 | A |25|25|150| 25 | 32 | 32
3232P16 A 32|32 |170| 32 | 40 | 32 KNUX1604D|§8R7 C6R1T K16CC
4040R16 A 40 | 40 | 200| 40 | 50 | 32
CM6 X 25A :ﬁig P0515 ———— SM3X10B w:ig::
CKJNL | 2525M16 A 25|25 (150 25 | 32 | 32
3232P16 A 32|32 |170| 32 | 40 | 32 KNUX1604DAD8L7 C6L1T K16CCL
4040R16 A | 40| 40 |200| 40 | 50 | 32
A Stock available /\Make-to-order
" CKNNRIL b
Kr:63° I |
! \F! A
S
‘® :
I 63 L \/
R-type shown
Basic dimensions(mm) Appllcable Clamp |Clamp screw | Spring EE il Shim Sl Wrench
inserts stud screw

= L] = (@ e o

CKNNR|2525M16| A | 25 | 25 | 150 | 25 | 143 |,
UX160400R
ray| CORIT | CM6X25A :E; P0515 | K16CC | SM3X 10B
3232P16| A | 32 | 32 | 170 | 32 | 168 WH20L
CKNNL |2525M16] A | 25 | 25 | 150 | 25 | 14.3 WH40L
KNUX16040000L SPR1
CBLIT | CMBX25A | oo, | PO515 | K16CCL | SM3X 108
3232P16| A | 32 | 32 | 170 | 32 | 16.8 AS7

A Stock available /\Make-to-order

A204



CRDCRIL

CRDPRIL S
h “7 a
)| : a
L
4
R-type shown
Stock Basic dimensions(mm) Applicable Clamp Clamping | \yrench Shim
inserts screw
Type 5
RiLla|b|L[n|s|a g & | v ‘/ (¥ |
CRDCRI/L| 2525M09V-19 | A | A | 25 | 25 [150| 25 |25.5| 19
3232P09V-28 | A | A | 32| 32 |170| 32 |32.5| 28 | RCGNOSOTLILI | carH  |wei6(GB70.85) WH4OL |  RcooXC
4040S09V-38 | A | A | 40 | 40 |250| 40 |40.5| 38
2525M12V-19 | A | A | 25 | 25 |150| 25 |255| 19
3232P12V-28 | A | A | 32 |32 (170 32 |325| 28 | ROON1207TDIEN | carny  |weraoieBro85)| wHsoL | Rei2xc
4040S12V-38 | A | A | 40 | 40 |250| 40 |40.5| 38
CRDPR/L| 2525M09V-19 | A | A | 25 | 25 |150| 25 |25.5| 19
3232P09V-28 | A | A | 32| 32 |170| 32 |32.5| 28 | RPONOSOTLILI | car |wsieGaro85)| wHaoL |  RPooXC
4040S09V-38 | A | A | 40 | 40 |250| 40 |40.5| 38
2525M12V-19 | A | A | 25 | 25 |150| 25 |25.5| 19
3232P12v-28 | A | A | 32|32 170 32 [325| 28 | RPON1207LILT 1 capyy  yeaneeross)| wHsoL | RP12xC
4040S12V-38 | A | A | 40 | 40 |250| 40 |40.5| 38

A Stock available

/\Make-to-order

A205
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~———— How to select internal turning tools

/ How to select internal turning tools \

B Explanation of internal turning tools detailed table

@ Listed according to clamping types.

— Approach angle of tools Specification chart
—= Tools type Application chart 0—
The first 4 letters in the type description The arrow shows suitable applications
stands for tool shape and applicatio. such as internal turning, profiling and

end turning, etc.
Insert type

fCorresponding tool holders of insert DN[][]

P-type clamping

PDPNRIL
Kr:62°30"
Dmin
2T\
N
A 8 \
(.
R-type shown
Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin

e R|L|Dmn| od | h s | ¢ T &N

$32T-PDPNR/L15-3 A | A 40 32 30 300 22

=

LEM8x21 WH30L L4 D15AP SP4
S40U-PDPNR/L15-3 A | A 50 40 38 350 27
S32T-PDPNR/L15 Al A 40 32 30 300 22
LEM8x21 WH30L L4B D15AP SP4
S40U-PDPNRI/L15 Al A 50 40 38 350 27
((Astock available  /AMake-to-order )
Applicable inserts
ot i For semi- ; For heavy For cast iron PCBN/PCD
Application For finishing finishing For roughing machining machining inserts

DF wGM DR 4 HDR i
- / Wiper, Doule 0P o .’ chipbreakey ./ ./Am
A61 [ A5 AB6 'A66 -A122
PM 3 DR
- / Single- ./ -~ /szz
s A5 -A123

A63
ER
- / Doutle ./ - }
Ap4| @ AB5 A123
A64
AB4

N

==

2Q

M

>} h
g 2

»

Inserts shape

Single-

ER
side 7

DM
Y 4
2
NM SNR '
Double
-side
AB5

" = g
Single-
side
2 AB5
OO-PDPNR/L15-3 DNOO150400 DNOO150400 DNOO150400 DNOO150400 DNOO150400
OO-PDPNR/L15 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600  DNOO150600

adf) Japjoy 00 |

——=o Tool holders with oil hole

—=o Products specification Applicable inserts &———
Including product description, stock (left Including applications of inserts,
and right hand), basic dimensions and reference page, insert shape
applicable spare parts. and corresponding tool holders.
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Internal turning
tools

Internal turning tools overview
Internal turning tools code key
Detailed table of internal turning tools
Internal turning Tools by P-type clamping
Internal turning tools by S-type clamping

Damping internal turning tools and their features

A209

A210-A211
A212-A240
A212-A217
A218-A233

A234-A240

A207



Internal turning tools




Internal turning tools overview

62°30’ 75° 90° 90° g5 93° 95° 95° 107°30°
Name Feature &
- N o\ & & N
)
& | ®The minimum PDPN PSKN PTFN PDUN PCLN z
3 machining £
=1 diameter is - & = P g
@' 20mm. 2
93_) ® Applicable A213 A215 A216 A214 A212 _3)
= inserts are PWLN £
3 economic E
2 | negative e =
g inserts. l/ §
S | ®Hole clamping b=
» A217
SSKC SCFC STFC STUP SDUC SDZC sSDQC

)\
)
A}
A
)\
)}
A

A222 A232 A223 A231 A220 A221 A219
Lﬁ ®The minimum SDUP SCLC SDQP
® machining >
5 diameter is é
§ 10mm. Q =
E_) ® Applicable A230 A218 A229
= inserts are 5° , svucC SVQB
3 7° and 11°
=5 positive inserts.
% ® Screw "ﬂ‘é > f
S )
& | clamping. A225 A233 A226
SVUB SCLP svQc
' E
A227 A228 A224
= ® The minimum STUP SDUP SCLP SDQP
3 diameter can _ il _ gt )
E' be machined is V'/ V s V
= 12mm.
@ | ®Applicable A238 A237 A235 A236
=) H °
o inserts are 7°
= 11° positive svuc svac
3. inserts. (_./ gt
@ | ®Good */ V
g Performance on
2 reducing shake. A240 A239

A209



3
=
@
=
p=}
58
oy
c
5
2.
=}
@
-
)
=X
2]
Q
o)
Q.
@
=
@
<

s N\
Type of tool holder
Code Type

A Steel tool holder
with oil-hole
Cemented
C carbide tool
holder
Cemented
E carbide tool
holder with oil
hole
S |Steel tool holder
X Special inserts
applied

A210

Diameter of
tool holder

Code Diameter

08 08
10 10
16 16
20 20
25 25
32 92
40 40
50 50

Internal turning tools code key

X

75°

(7]

Tool holder style and approach angle

90°

95°

D
45 60
M
50° 63
(U
93°
72°30’

E F

90°

N (o)

\"/ W
60°

117°30"

62°30'

107°30"

Length of tool Clamping
holder system Inserts shape
GiB=z o -
L , a
= P-Hole clamping c D
Code Length [EE\AE/:\‘E
M-Top and hole
K 125 clamping R S
M 150
N 160 ELEA]}
Q 180 A
R 200 S-Screw on T Vv
S 250
T 300 %
U 350 80°
\ 400 C-Top clamping w
- J

107°30"



\ General Turning Tools

Internal turning tools code key

Clearance angle of

R Cutting direction Manufacture option
Increase offset
5o B D | fsize+1.0mm
\]‘770 C E Increase offset
f size+2.0mm @
£
L - Left hand o
NPZPS D 3
R | Round shank L
2
£
. ;._/200 E %
f =
W | Wedge clamping 2
0 N
. X | Back boring
R - Right hand
g P g
®
Length of cutting edge
(o] D R S T Vv W
Inserts shape
O U
= f— f | f f | | ]
Inscribed circle Length of cutting edge(mm)
5.556 09
6.350 06 07 1
91525 09 1 09 09 16 16 06
12.700 12 15 12 12 22 22 08
15.875 16 19 15 15 27
19.050 19 19 19 33
25.400 25 25 25 44

A211



General Turning Tools /

Internal turning tools

Corresponding tool holders of insert CNI[][] P-type clamping

Kr:95°
i
h
e T
gAY
=3 slafe t
@ od
=] L
8
g
3. R-type shown
>
«
S Stock Basic dimensions(mm) Screw Wrench Lever Shim | Shim pin
7
Type
R| L |Dmn| eod | h | L | s @’ ( 2 O N
S$16Q-PCLNR/L09 A A 20 16 15 180 10
S20R-PCLNR/L09 A A 25 20 19 200 12.5 LEM5X12 WH20L L3C -—- -
S$25S-PCLNR/L09 A A 32 25 24 250 15
S§25S-PCLNR/L12 A A 32 25 24 250 16 LEM6X 14 WH25L L4A - -
S32T-PCLNR/L12 A A 40 32 30 300 21
S40U-PCLNR/L12 A A 50 40 38 350 26 LEM8X21 WH30L L4 C12APB SP4
S50V-PCLNR/L12 A A 63 50 48 400 31
S50V-PCLNR/L16 A A 63 50 48 400 31 LEM8X 25 WH30L L5 C16AP SP5
S$50S-PCLNR/L19 A A 63 50 47 250 35
LEM10% 27 WH40L L6 C19AP SP6
S50W-PCLNR/L19 A A 63 50 47 450 35
A Stock available /A\Make-to-order
Applicable inserts
s . For semi- ; For heavy For cast iron PCBN/PCD
Application For finishing finishing For roughing machining machining inserts

Without chipbreaker

DF N~
- | ‘\fv"lg!"'. E@e -~ HDR - )
A54 A55| T - A58 J Aso e Aq1s

dASQ
WGF PM /. J DR % HPR
Wiper ’ y- Sng- 3 . -] A118
A54 A59 -

-A119

>
o
o

SF [ DM | . T~ y
- h . Doub\e = $ - |
o e [—

A54 A56 A119

Inserts shape

EF EM S ?
n 1 Slngle
e side
W AB4 A56

" g R.
Double
-side

=
A55
Smgle H
side

= OO-PCLNR/L09 CNODOo0903O00  CNOO090300

% OO-PCLNR/L12 CNOO120400  CNOO120400  CNOO120400  CNOO120400  CNOO120400  CNOO120400
g OO-PCLNR/L16 CNOO1e0600  CNOO160600  CNOO1606000  CNOO1606000  CNOO160600

B OO-PCLNR/L19 CNOO190600  CNOO190600  CNOO1906000  CNOO1906010

>
N
-
N



Internal turning tools

Corresponding tool holders of insert DN ][] P-type clamping

Kr:62°30' .
s’i ___________________ 55
1
-h_
\FI
s o {
«* 62730 ed g
[N : E
2
€
R-type shown =
g
Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin {3
Type
R|L|Dmn| od | h | L | s @’ ( e & Iy
S32T-PDPNR/L15-3 A | A 40 32 30 300 22
LEM8x21 WH30L L4 D15AP SP4
S40U-PDPNR/L15-3 A | A 50 40 38 350 27
S32T-PDPNR/L15 Al A 40 32 30 300 22
LEM8x21 WH30L L4B D15AP SP4
S40U-PDPNR/L15 Al A 50 40 38 350 27
A Stock available /A\Make-to-order
Applicable inserts
MNaaleEilen B (st For semi- Eer feuEhin For heavy For cast iron PCBN/PCD
PP 9 finishing ghing machining machining inserts

- Without chipbreaker

WGM DR .+ HDR -
Wiper Double /o, g ey g -/A121
3| s AB5 AB6 AB6 -A122

AB!
PM .zwgy DR g
/ Single-
A6 side 5
A6
A6
A6

L
N

A122
-A123

L

-side

o

DM j [ER —~r
€ Double /
W4
NM

ABS A123

3

4

Inserts shape
ER

Single-

4 side A
4

N

5

SNR
Double
-side

>.
[

5

-
Single-
side
AB5
OO-PDPNR/L15-3 DNOO150400 DNOO150400 DNOO150400 DNOO150400 DNOO150400
OO-PDPNR/L15 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600

adAy Japjoy |00]

A213
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Internal turning tools

Corresponding tool holders of insert DIN[_] [ ]

P-type clamping

- o -
Kr:93 ﬁf
h Dn:ln
| | [ /C/ Z‘\\
T T
st e | D } : \ )/
93 NS
od P
L
R-type shown
Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin
Type
R|L|Dmin| od | h | L | s @’ ( B &N
S20R-PDUNR/L11 Al A 25 20 19 200 13
LEM5X12 WH20L L3D - -
S$25S-PDUNR/L11 Al A 32 25 24 250 17
S32T-PDUNR/L15 Al A 40 32 30 300 23 LEM8X21 WH30L L4B D15AP SP4
S32T-PDUNR/L15-3 Al A 40 32 30 300 23 LEM8X 21 WH30L L4 D15AP SP4
S40U-PDUNR/L15 Al A 50 40 38 350 27 LEM8X 21 WH30L L4B D15AP SP4
S40U-PDUNR/L15-3 A | A 50 40 38 350 27 LEM8 X 21 WH30L L4 D15AP SP4
A Stock available /\Make-to-order
Applicable inserts
N I For semi- q For heavy For cast iron PCBN/PCD
Application For finishing finishing For roughing machining machining inserts
DF 2 WGM DR w3 HDR & Without chipbreaker
AW iper Doutle 8 O/ g - ./A121
AB1 AB3 AB5 A66 AB6 -A122
WGF PM _om DR g
Wiperﬂ ./ Single- © s ./A122
hot| Y s e s -A123
SF DM ER —
g o ’ Double /. ./'
oy Y s Y o A123
Inserts shape
EF EM ER
Single—@
AB2 A4 5% AB5
NF ” NM g SNR
Double
-side
AB2 A4 AB5
W T
Single-
id
A2 e AG5
=
8_ OO-PDUNR/L11 DNOO110400 DNOO110400 DNOO110400
=
% OO-PDUNR/L15-3 DNOO150400 DNOO150400  DNOO150400  DNOO150400  DNOO150400  DNOO150400
§ OO-PDUNR/L15 DNOO1506000  DNOO150600  DNOO1506000  DNOO150600  DNOO1506000  DNOO1506000

>
N
-
BN




Internal turning tools

Corresponding tool holders of insert SN[ 1] P-type clamping

PSKNRIL
== o
st 7 — \\e\ ///
L

Kr:75°

i)
o
L
j=2)
£
£
R-type shown =
g
Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin {3
Type
R| L Dmn| ed | h | L | s @’ ( D - | .
S25S-PSKNR/L12 A | A 32 25 24 250 17 LEM6 X 14 WH25L L4A
S32T-PSKNR/L12 A A 41 32 30 300 22
LEM8x 21 WH30L L4 S12APB SP4
S40U-PSKNR/L12 AL A 50 40 38 350 27

A Stock available /\Make-to-order

Applicable inserts

s A For semi- ; For heavy " PCBN/PCD
Application For finishing finishing For roughing machining For roughing inserts
DF J PM DR = HDR = Without chipbreaker -
e B oo ‘:ﬁ: [ - E e
B Ae7 _— cs " AT70 AT2 A7 A126
EF DM DR : HPR 3
E Sef Single- . s . “
AB7 s CC AT2 B 127
=
)

SF EM = ER [
»n_- Double ":
A7 ' A69| % L AT W 128
NM ! ER r—:_
Single- | ¥
side | -
AB9 A71
SNR
Double
-side AT
AB9

Inserts shape

LR
Single-
side

OO-PSKNR/L12 SNOO120400  SNOO120400  SNOO120400  SNOO120400  SNOO120400  SNOO120400

adAy Japjoy |00]

A215
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Internal turning tools

Corresponding tool holders of insert TIN[_ ][]

P-type clamping

Kr:90°
-
. »
R-type shown
Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin
Type
R|L|bmn| ed | h | L | s @’ T b A
S$25S-PTFNR/L16 A | A 32 25 24 250 16 LEM5X12 WH20L L3B - -
S32T-PTFNR/L16 Al A 41 32 30 300 21
LEM6X17 WH25L L3 T16APB SP3
S40U-PTFNR/L16 Al A 50 40 38 350 26
A Stock available /\Make-to-order
Applicable inserts
N L For semi- . For heavy For cast iron PCBN/PCD
Application For finishing finishing For roughing machining machining inserts
DF WGM DR HDR Without chipbreaker -
- . WiperA Dopdble "/e\\ - o -
— 75 A6 TCH A7o G 70 ey AC0 (S 3,
WG PM DR a
Wiper ‘- snge L@ M A130
A75| | A7c| © BN A7S ! VL
SF DM . ER ;
Inserts shape ‘:: . Double " #y
A75 — 7| SO — 7o S 13
EF EM SNR
Double
A76 A77| % A8
LR 43
Single- %
side g
A77
OO-PTFNR/L16 TNOO160400  TNOO160400  TNOO160400  TNOO160400  TNOO160400  TNOO160400

adAj Japjoy |00
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Kr:95°
——
S 9,6:
i)
o
L
j=2)
£
c
R-type shown §
g
Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin {3
Type
R|L|omin| ed | h | L | s 9’ T b a
S16R-PWLNR/L06 A A 20 16 15 200 10 L3D
S20R-PWLNR/L06 A A 25 20 19 200 12 LEM5X12 WH20L 138 - -
S$25S-PWLNR/L06 Al A 35 25 24 250 15
S20R-PWLNR/L08 A A 23 20 19 200 12.5
LEM6X14 WH25L L4A - —
S$25S-PWLNR/L08 Al A 32 25 24 250 16
S32T-PWLNR/L08 Al A 41 32 30 300 21 LEM8X21 WH30L L4 WO8AP SP4
A Stock available /A\Make-to-order
Applicable inserts
s o P . For cast iron ’
Application For finishing For semi-finishing For roughing machining PCBN/PCD inserts
DF WGM DR = Without chipbreaker -
C - Wiper ‘ Doydble Fgh - 2
g As4| T 786 A6 S 5
WGF PM SNR -
Wiper ,.~ Double - A136
A83 _— s AB6 Sl A 137
SF DM @
Inserts shape A C- ~
A83 s )
EF @ EM g
AB4 A85
"4 ." 8
A84 A86
OO-PWLNR/L06 WNODO060400 WNOOo060400 WNOOo060400 WNOOo060400
OO-PWLNR/LO8 WNODOoso40O WNODOo0804001 WNODO0804O00 WNODO08o4OO0 WNOD08040O0O0

adAy Japjoy [00L

A217



=)
=
@
=
=]
8
-
IS
5
.
S
@
—
)
=3
@

Corresponding tool holders of insert CC[ ][]

Internal turning tools

S-type clamping

Kr:95°
\
@
R-type shown
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw
Type
R|L | Dmin| od | h L s v )/ a ’
S08K-SCLCR/L06 A | A 10 8 7.4 125 5
S10K-SCLCR/L06 A | A 13 10 9 125 6.5 160M2.5X5.5 WTO7IP -—- -—-
S12M-SCLCR/L06 A | A 16 12 11 150 9
S$12M-SCLCR/L09 A | A 16 12 11 150 9
S14N-SCLCR/L09 Al A 18 14 13 160 9 160M3.5X 8 -
S16Q-SCLCRIL09 | A | A | 20 16 15 | 180 | 10
S20R-SCLCR/L09 A A 25 20 19 200 12
160M3.5X 10
$25S-SCLCR/L09 Al A 32 25 24 250 15.5 WT15IP - -
S20R-SCLCR/L12 Al A 25 20 19 200 12,5 160M4 X 11X WT15IP
S$25S-SCLCR/L12 A | A 32 25 24 250 15.5 160M4 X 11X WT15IP
S32T-SCLCR/L12 Al A 39 32 30 300 20 WH40L
160M4 X 11X C12BS SM6X 10X A
S40U-SCLCR/L12 Al A 50 40 38 350 24.5 WT15IP
A Stock available /\Make-to-order
Applicable inserts
L For extra L For semi- . For Al For cast iron PCBN/PCD
Application finishing For finishing finishing For roughing machining machining inserts
Without chipbreak
USFE HF gyl HM) HRigS? iRt T '
hgo NN g, NN .o, HEEN .o iA@m-gz J A92 A139
Inserts shape SF EF EM LC
w/ -_
EABQ : A90 .A90 A91 S 11,

adAj Japjoy |00

0OO-SCLCR/L06 CCOO060200 CCOM060200 CCOO060200 CCOMO060200 CCGX060200 CCOO060200 CCOMO06020100

OO-SCLCR/L09 CCOO09T3OO CCOOO9T3OO CCOMO09T3OO CCOO09T3OO CCGX09T3OO CCOmo9T3mO CCOmo9T3nd

OO-SCLCR/L12

cCcOm120400 CCOO120400 CCOO120400 CCGX120400 CCOO120400 CCOO120400
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Internal turning tools

Corresponding tool holders of insert DC[ ][] s-type clamping

Kr:107° 30"
-~ @
) \ 8
g
c
R-type shown 2
2
Stock Basic dimensions(mm) Screw Wrench {3
Type
R|L|[Dmn| e | h | L | s v >/
S10K-SDQCR/L07 A | A 13 10 9 125 7 160M2.5X5.5
S12M-SDQCR/L07 A | A 16 12 " 150 9 WTO7IP - -
160M2.5X6.5
$16Q-SDQCR/L07 Al A 20 16 15 180 1
S20R-SDQCR/L11 Al A 25 20 19 200 13 160M3.5X8
S$25S-SDQCR/L11 Al A 32 25 24 250 17
WT15IP — —
S32T-SDQCR/L11 Al A 40 32 30 300 22 160M3.5X 10
S40T-SDQCR/L11 Al A 50 40 38 350 27
A Stock available /\Make-to-order
Applicable inserts
S For extra L For semi- . For Al For castiron ~PCBN/PCD
Application finishing For finishing finishing For roughing machining machining inserts
USF HF ) HM HR " LH — = Without chipbreaker
& & & & «/ -/
A93 A93 A94 A95 A95 A95 A140

Inserts shape

SF EF EM LC X
& s &

93 A94 A94 A95 A145
OO-SDQCR/LO7 DCOO070200 DCOO070200 DCOO0702000 DCGX070200 DCOO070200 DCOO070200

O0O-SDQCR/L11 DCOOMT3OO DCOOMMT3OO DCOOMMT3OO DCOOMMT3OO DCGXMT3OO DCOOMMT3OO DCOOMMT3O0

adAy Japjoy jooL
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Corresponding tool holders of insert DC[ ][]

General Turning Tools

Internal turning tools

S-type clamping

Kr:93° ]
o= I
h Dmin
N S = )
~ s} [el J \\ /
= L od 0] \
R-type shown
Stock Basic dimensions(mm) Screw Wrench ==
Type
R|L|[Dmn| ed | h | L | s v >/
S10K-SDUCR/L07 A | A 13 10 9 125 7 160M2.5X5.5
S$12M-SDUCR/L07 A | A 16 12 1 150 9 WTO7IP - -
160M2.5X6.5
$16Q-SDUCR/L07 A A 20 16 15 180 11
S20R-SDUCR/L11 Al A 25 20 19 200 13 160M3.5X 8
S$25S-SDUCR/L11 A A 32 25 24 250 17
WT15IP - —
S32T-SDUCRI/L11 Al A 40 32 30 300 22 160M3.5X10
S40U-SDUCR/L11 Al A 50 40 38 350 27
A Stock available /\Make-to-order
Applicable inserts
Aealiesiien For extra For finishin For semi- B For Al For castiron ~ PCBN/PCD
PP finishing 9 finishing ghing machining machining inserts
USF HF , HM HR - LH — Without chipbreaker
& & & & «/ -/
A A94 A A A Al4
Inserts shape A93 % 9 % % % 0
SF EF EM LC X
& O & ) V-4
A93 A94 A94 A95 A145

adAy Japjoy jooL

OO-SDUCR/LO7

DCOO070200 DCOMO070200 DCOMO070200

DCGX0702000 DCOO070200 DCOO070200

OO-SDUCR/L11

DCOOMMT3OO DCOOMMT3OO DCOOMMT3OO DCOOMMT3OO DCGX11T3OO DCOOMMT3OO DCOOMMT3OO
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Internal turning tools

Corresponding tool holders of insert DC[ ][]  s-type clamping

Kr:95° ﬁ(& _______________ _
| .
5;\" h Dmin
T 2N
s } \ /
S od [5) - é
< - L j=)]
£
=
R-type shown §
s
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw {3
Type (
R|L|Dmn| od | h L s v >/ V - 4 v
S$25S-SDZCR/L11 A A 33 25 24 250 18 160M3.5X 10 WT15IP - -
S32T-SDZCRIL11 | A | A | 40 32 30 | 300 | 22 WT15IP
160M3.5X 12 D11BS SM5 X 8.65XA
S40U-SDZCR/IL11 | A | A | 48 40 38 350 27 WH35L
A Stock available /\Make-to-order
Applicable inserts
Aelie=iien For extra For finishin For semi- B For Al For castiron ~PCBN/PCD
PP finishing 9 finishing gning machining machining inserts
USF HF , HM HR " LH — Without chipbreaker
X N & & & ey =
A A94 A A A Al4
Inserts shape A93 93 9 95 95 95 0
SF EF EM LC x
& & & S V- 4
A93 A94 A94 A95 A145

0O0O-SDZCR/L11  DCOOMT3OO DCOOMMT3O0O DCOOMMT3OO DCOOMMT3OO DCGXM1MT3OO DCOOMMT3OO DCOOMMT3OO0

adAy Japjoy jooL
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Internal turning tools

Corresponding tool holders of insert SC[ ][]

S-type clamping

SSKCRIL
Kr:75°

== i Dmin,
i) o
© [ \J
od o~
L
R-type shown
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw
Type X
R|L|Dmin| eod | h | L | s v >/ - | v
S$12M- SSKCR/L09 A | A 16 12 " 150 9
$16Q- SSKCR/L09 A A 20 16 15 180 " 160M3.5X 8 WT15IP - -
S20R- SSKCR/L09 AL A 25 20 19 200 13
$25S- SSKCR/L12 A A 32 25 24 250 17 WT15IP - -
160M4 X 11X WT15IP
S$32T- SSKCR/L12 A A 40 32 30 300 22 WHA0L S12BS SM6 X 10XA
A Stock available /\Make-to-order
Applicable inserts
— . AP . - For cast iron
Application For finishing ~ For semi-finishing  For roughing  For Al machining machining
HF HM = . HR 7 LH g Without chipbreaker
o (] had (O | “
(ool o]
Inserts shape o A98 i A98 A99 L - A99 - A9
= A%8 a A%8 d A99
OO-SSKCR/L09 scOomooT3nn scOomooT3nn scOoOooT3nn SCGX09T30O scOomooT3nO
OO-SSKCR/L12 scOO120400 scOO120400 SCGX120400 scOO120400

adAy Japjoy |00
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Internal turning tools

Corresponding tool holders of insert TC[ ][]  s-type clamping

STFCRIL
Kr:90°

R-type shown

@
[}
S

L
=)

£
c
£
>
=

©
=
=
5}

2

<

Stock Basic dimensions(mm) Screw Wrench Shim Shim screw

e R | L [Dmin| @d h L S v (/ A w

16 12 " 150 9

S$12M-STFCR/L11

S$16Q-STFCR/L11 20 16 15 180 10 160M2.5X6.5 WTO7IP - -

S20R-STFCR/L11 25 20 19 200 12

> >
> >

$25S-STFCRIL16 32 | 25 | 24 | 250 | 16 | I6OM3.5X10 WT15IP
S32T-STFCRIL16 4 | 32 | 30 | 300 | 21 WT1SIP

160M3.5X 12 T16BS SM5X 8.65XA
S40U-STFCRIL16 Al o 50 40 38 | 350 | 25 WH35L

A Stock available /\Make-to-order

Applicable inserts

— N For semi- . . For cast iron PCBN/PCD
Application For finishing finishing For roughing  For Al machining machining inserts
HF HM HR LH A ‘ Without chipbreaker .

@ a a /o -

( ~
101 E— 7103 /103 NN A104 W A104 D 114

EF EM LC ..
fes,
A102 A102 A103

OO-STFCR/L11 TCOO110200 TCcOO110200 TcOOo110200 TCGX110200 TcOO110200 TCcOO110200

Inserts shape

OO-STFCR/L16 TCOO16T3OO TcOO1eT3OO TCcOO1eT3OO TCGX16T300O TCOO1eT3OO TCOO16T3OO

adAy Japjoy [00L
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General Turning Tools

Internal turning tools

Corresponding tool holders of insert VC[ ][ ]

S-type clamping

Kr:107° 30’ )
1€ =)
h
oS 2d Dmin
L C)
T
R-type shown
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw
Type (

R|L|Dmin| ed | h | L | s v >/ = v
$16Q-SVQCR/L11 A | A 22 16 15 180 13 160M2.5X 6.5 WTO7IP - -
S20R-SVQCR/L16 Al A 27 16 19 200 14

WT15IP
S$25S-SVQCR/L16 AL A 35 25 24 250 20 160M3.5X 12 WH35L V16BSC SM5X8.65XA
S32T-SVQCR/L16 Al A | 42 32 30 300 23
A Stock available /AMake-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining PCBN/PCD inserts
USF s HF - LH ™ .
A105 A105 A106 A143
Inserts shape SF - NF LC
<= -l =~
A105 A105 A106 A148
0O0O-SVQCR/L11 vcooo3ono vcoot11o300 veaX110300
OO-SVQCR/L16 vcOno160400 VCGX160400 vcOo1e0400

adAj Japjoy |00
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Internal turning tools

Corresponding tool holders of insert VC ][]  s-type clamping

Kr:93°
1
=t i
. % od Dmin
B ; 070 .

- 1 I )} "
L ) \ g
: =
£
£
R-type shown 2
g
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw g

fpe R|L|[Dmin| ed | h | L | s v ‘;/ e ’

S$16Q-SVUCR/L11 Al A 24 16 15 180 15

160M2.5X6.5 WTO7IP
S20R-SVUCRI/L11 Al A 28 20 19 200 17 - -
$25S-SVUCR/L16 A A 35 25 24 250 20 WT15IP

160M3.5xX12 WIS
S32T-SVUCR/L16 Al A 42 32 30 300 23 V16BS SM5X8.65XA

WH35L
A Stock available /\Make-to-order 4

Applicable inserts

Application For extra finishing For finishing For Al machining PCBN/PCD inserts
USF HF -
e = -
A105 A105 A106 A143
Inserts shape SF NF LC
= ~— . -2
A105 A105 A106 A148
OO-SVUCR/L11 vcoo1o0300 vcoot11o0300O VCGX110300
OO-SVUCR/L16 vcoo1e0400 vcoOo160400 vcoo1e0400

adAy Japjoy [00L
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Corresponding tool holders of insert VB[ [ ]

SVQBRIL
Kr:107°30°

Internal turning tools

R-type shown

S-type clamping

Stock Basic dimensions(mm) Screw Wrench Shim Shim screw
Type (
R|L|Dmn| od | h L s v >/ - v
S20R-SVQBR/L16 A A 27 20 19 200 14
WT15IP
S$25S-SVQBR/L16 A A 35 25 24 250 20 160M3.5X 12 WH35L V16BS SM5 X 8.65XA
S32T-SVQBR/L16 A | A 42 32 30 300 23

A Stock available

/\Make-to-order

Applicable inserts

Application For finishing For semi-finishing For roughing PCBN/PCD inserts
EF = HM - HR -
A108 A109 A109 ®A147
NF EM SNR
Inserts shape - @ - @
A108 A109 A109 A147
NGF
A108
O0O-SVQBR/L16 vBOO160400 vBOO160400 vBOO160400 vBOO160400

adAy Japjoy jooL
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Internal turning tools

Corresponding tool holders of insert VB[ ][]  s-type clamping
Kr:93°
Dmin
n 74N .
- - 8
ﬂf N\ g
£
R-type shown 2
2
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw {3
Type (
R| L |Dmin| ed h L s v >/ — v
S$25S- SVUBR/L16 Al A 35 25 24 250 20 WT15IP
160M3.5X12 WH35L V16BS SM5 X 8.65XA
S$32T-SVUBRI/L16 Al A 42 32 30 300 23
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing PCBN/PCD inserts

A108 A109 A109 ¢A147

NF EM i SNR
A108 A109 A109 A147
NGF
A108
OO-SVUBR/L16 vBOO1604001 vBOO160400 vBOO160400 vBOO160400

adAy Japjoy jooL
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Internal turning tools

Corresponding tool holders of insert CP[ ][] s-type clamping

SCLPRIL
Kr:95°

R-type shown

=)
=
@
=
=]
8
-
IS
5
.
S
@
—
)
=3
@

Stock Basic dimensions(mm) Screw Wrench

Type
R|L | Dmn|ed|h|L|S|®|e v >/

S10K-SCLPR/L06 A | A 12 10| 9 |125] 6 | -7°| 17

160M2.5X 5.5 WTO71IP --- —
S$12M-SCLPR/L06 A | A 16 12| 11 |150| 8 | -4°| 20

$16Q-SCLPR/L09 A | A 20 16 | 15 |180| 10 | -4° | 29

160M3.5X 8 WT15IP --- -
S20R-SCLPR/L09 AL A 25 | 20|18 |200| 13 | -4°| 35

A Stock available /\Make-to-order

Applicable inserts

‘ Application For extra finishing
SF
Inserts shape E
A110
OO-SCLPR/L06 CcPOO060200
OO-SCLPR/L09 cpPOO09T3OO

adA) Japjoy [00]
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Internal turning tools

Corresponding tool holders of insert DP[ ][ ]  s-type clamping

SDQPRIL
Kr:107°30’

R-type shown

Stock Basic dimensions(mm) Screw Wrench -

Type ,
R|L Dminled/ h|L|S|06]e v >/

S$10K-SDQPR/L07 13 10| 9 |125] 7 |-8°| 20

160M2.5X5.5

S$12M-SDQPR/L07 16 12 | 11 |150| 9 | -8° | 22 WTO7IP --- ---

S$16Q-SDQPR/L07 20 16 | 15 [180| 11 | -6° | 27 | I60M2.5X6.5

> > >
> i

$16Q-SDQPR/L11 20 16 | 15 [180| 11 | -6° | 32

160M3.5X 8 WT15IP --- -

$16Q-SDQPR/L11 A A 25 | 20|18 |200| 13 | -6° | 33

A Stock available /\Make-to-order

Applicable inserts

Application For extra finishing

USF

A111

Inserts shape
P SF

A1

0O0O-SDQPR/LO7 DPOO070200

0O0O-SDQPR/L11 DPOOMMT3OO

adA} Japjoy [00]
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Internal turning tools

Corresponding tool holders of insert DP[ ][]

S-type clamping

Kr:93°
- -
o od
R [
S [
e
L
I
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R|L | Dminjed| h|L|S|6|e v >/ - -
S10K-SDUPR/L07 A | A 15 10| 9 [125) 9 |-8°| 18
160M2.5X 5.5
S$12M-SDUPR/L07 A | A 16 12| 11 {150 9 | -8°| 19 WTO7IP - -
S$16Q-SDUPR/L07 Al A 20 16 | 15 |180| 11 | -6° | 25 160M2.5X6.5

A Stock available

Applicable inserts

Application

Inserts shape

/\Make-to-order

For extra finishing

-4

A1

adA} Japjoy [00]

OO-SDUPR/LO7

DPOO07020000
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Internal turning tools

Corresponding tool holders of insert TP [ ][ |

STUPRIL
Kr:93°

S-type clamping

=y

. ad Dmin

g
7
|
|
|
_
©

R-type shown

Stock Basic dimensions(mm) Screw Wrench

Type
R|L Dmn| ed | h | L | s v >/

£
[<]
o
L
=)
£
c
£
=3
2
©
f=
=
o]
2
=

S10M-STUPR/L09 AL A 13 10 9.4 150 6

I60M2.2X5.5 WTO7IP - -
S10M-STUPR/L11 AL A 13 10 9.4 150 6
$12Q-STUPR/L11 AL A 16 12 1.4 | 180 7.5

160M2.5X 6.5 WTO7IP - —

S16R-STUPR/L11 AL A 20 16 15 200 10

A Stock available /\Make-to-order

Applicable inserts

Application For extra finishing
SF
Inserts shape é
A113
OO-STUPR/L09 TPOO090200
OO-STUPR/L11 TPOO110300

adAy Japjoy 001
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Internal turning tools

Corresponding tool holders of insert CC[ ][]

S-type clamping

Kr:90°
h : K | a
@d Dmin
D (I
sT / [eI2 % [ || b
c L
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R| L |Dminjed| L |s|a|b e v >/
S10M-SCFCR/L06S25 | A | A 13 10 |150| 7 | 27 | 25 | 30 160M2.5%5.5
WTO7IP - —
S12P -SCFCR/L06S25 | A | A 16 12 1170 9 | 27 | 25 | 35 160M2.5%6.5
S16Q-SCFCR/L09S25 | A | A 20 16 [180| 11 | 27 | 25 | 40
160M3.5%8 - -
S20R-SCFCR/L09S25 | A | A 25 | 20 [200| 13 | 27 | 25 | 45 WT15IP
S25R-SCFCR/L12825 | A | A 30 25 |200| 16 | 27 | 25 | 50 160M4x11X - -
A Stock available /\Make-to-order
Applicable inserts
L For extra S For semi- ’ For Al For castiron =~ PCBN/PCD
fepllEEie finishing Ferii s finishing el el machining machining inserts
USF HF > HM & HR 7 LH Without chipbreaker
N "e e Te Ye e W
Agol NN pgo NN oo EEEEN o Ih91-02 A92 A139
Inserts shape SF EF EM LC
8. 8.8 o -
A89 A90 A90 A91 B 1144

OO-SCFCR/L06S25 CCOO060200 CCOMO060200 CCOO060200 CCOO060200 CCGX060200 CCOO060200 CCOO060200

OO-SCFCR/L09S25 CCOO09T3OO CCOOO9T3OO CCOOO9T3OO CCOMO09T3OO CCGX09T30O CCOOo9T3OO CCcOmo9T3ntd

adAj Japjoy |00

0O0O-SCFCR/L12S25

cCOm120400 CCOMO120400 CCOMO120400 CCGX120400 CCOO120400 CCOO120400
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Internal turning tools

Corresponding tool holders of insert CC[ [ ]

S-type clamping

- o ,_4:_\?’-4
Kr:95 i
h = ‘ I a
6’ @d Dmin
== [
O
S «
e L §
2
c
R-type shown =
s
Stock Basic dimensions(mm) Screw Wrench {3
Type .
R| L |Dminjed| L|s|a|b|e v >/
S10M-SCLCR/L06S20 | A | A 13 10 [150| 7 |22 | 20 | 30
160M2.5%5.5 WTO7IP - -
S12P -SCLCR/L06S20 | A | A 16 12 [170| 9 |22 | 20 | 35
S16Q-SCLCR/L09S20 | A | A 20 16 |180| 11 | 22 | 20 | 40
160M3.5%8 WT15IP - -
S20R-SCLCR/L09S20 | A | A 25 20 |200| 13 | 22 | 20 | 60
A Stock available /\Make-to-order
Applicable inserts
- For extra A For semi- . For Al For cast iron PCBN/PCD
Application finishing For finishing finishing For roughing machining machining inserts
USF HF © » HM j HR © 7 LH Without chipbreaker
O - - O . )
Agg TN g HEEN oo NN In91-92 A92 A139
Inserts shape SF EF EM LC
A89 A90 A90 d A1 hA144

0OO-SCLCR/L06S20 CCOO060200 CCOMO060200 CCOMO060200 CCOO060200 CCGX060200 CCOO060200 CCOO060200

0OO-SCLCR/L09S20 CCOO09T3OO CCOO09T3OO CCOO09T3OO CCOO09T3OO CCGX09T3OO CCOmo9T3OO CCOmo9T3nd

adAy Japjoy |00l
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Technical features

Increasing material rigidity of tool holder can reduce the amplitude, or obtain larger overhang
under the condition of same systemic stability. Therefore, compared with steel tool holder,
cemented carbide tool holder has better dampening effect, smaller amplitude and reaches
convergence point sooner. As for machining under the condition of long overhang and easy
vibration, they can exert excellent performance and achieve higher dimensional accuracy and
surface quality.

Under the same machining condition
the maximum overhang of cemented carbide tool holder can

reach L<6D, while the recommended maximum overhang of
steel tool holder is L<3D.

uoljelqia jo 1oedwi ayy

Aq pasned uolels|a0oy
uolelqiA jo joedwi ayy
Aq pasneo uolela|adoy

Cemented carbide tool holder




SCLPRIL
Kr:95°

R-type shown

£
9]
o]
L
=)
£
c
£
=
2
©
f=
=
@
2
=

Stock Basic dimensions(mm) Screw Wrench

Type
R| L |Dminjed|s Li|lz|h|® v /

C10M-SCLPR/L06 A | A 12 10| 6 [150| 17 | 9 | -7°

160M2.5X5.5 WTO7IP - -
C12Q-SCLPR/L06 A A 16 12| 8 |180| 20 | 11 | -4°
C16R-SCLPR/L09 A | A 20 16 | 10 |200| 29 | 15 | -4°

160M3.5X 8 WT15IP - -

C20S-SCLPR/L09 Al A 25 | 20|13 |250| 35 | 18 | -4°

A Stock available /\Make-to-order

Applicable inserts

‘ Application For extra finishing
SF
Inserts shape E
A110
OO-SCLPR/L06 cpPOO0602000
OO--SCLPR/L09 CcPOO09T3OO

adAy Japjoy |00]
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SDQPRIL
Kr:107°30°

R-type shown

General Turning Tools

Stock Basic dimensions(mm) Screw Wrench
Type
R| L |Dmin|ed|s |Li|L2|h |0 v >/
C10M-SDQPR/L07 A | A 13 10| 7 |150| 20 | 9 | -8°
160M2.5X 5.5
C12Q-SDQPR/L07 A A 16 12| 9 |180| 22 | 11 | -8° WTO7IP - -
C16R-SDQPR/L07 AL A 20 16 | 11 |200| 27 | 15 | -6° | 160M2.5X6.5
C16R-SDQPRI/L11 Al A 20 16 | 11 |200| 32 | 15 | -6°
160M3.5X8 WT15IP - -
C20S-SDQPR/L11 A | A 25 20 | 13 |250| 33 | 18 | -6°

A Stock available

Applicable inserts

Application

Inserts shape

/\Make-to-order

For extra finishing

" &

A1

OO-SDQPR/LO7

DPOO07020000

OO-SDQPR/L11

DPOOMTIOO

adAy Japjoy |00]

A236




Internal turning tools

Corresponding tool holders of insert DIP [_][_](Damping tool holder) s-type clamping

Kr:93°
- h
o od
a g’b [
S I
L2 L1
I
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R| L |Dmin|ed| s |Li|L2| h |8 v >/ -
C10M-SDUPR/LO7 Al A 15 10| 9 |150| 18 | 9 | -8° | I60M2.5X5.5 --- -
C12Q-SDUPR/LO7 Al A 16 12| 9 |180| 19| 11 | -8° WTO7IP - -
160M2.5X 6.5
C16R-SDUPR/L07 A A 20 16 | 11 |200| 25 | 15 | -6° - -

A Stock available

Applicable inserts

Application

Inserts shape

/\Make-to-order

For extra finishing

&

A1

OO-SDUPR/LO7

DPOO0702001

adAy Japjoy |00)

A237
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Internal turning tools

Corresponding tool holders of insert TP [_] [_](Damping tool holder) s_type clamping

Kr:93°
>
R-type shown
Stock Basic dimensions(mm) Screw Wrench =
Type
R|L |Dmin|gd| s |Li|L2|h | ® v >‘/
C10M-STUPR/L09 A | A 12 | 10| 6 |150| 20| 9 | -6°
160M2.2X 5.5 WTO7IP
C12Q-STUPR/L09 A| A 16 [ 12| 8 |180| 22 | 11 | -4°
C12Q-STUPR/L11 A | A 16 12| 8 [180]| 25 | 11 | -4°
160M2.5%6.5 WTO7IP
C16R-STUPR/L11 A | A 20 16 | 10 [200| 27 | 15 | -3°

A Stock available

/\Make-to-order

Applicable inserts

Application

Inserts shape

For extra finishing

§ N
A113

OO-STUPR/L09

TPOO090200

OO-STUPR/L11

TPOO110300

adAy Japjoy |00

A238




SVQCRIL
Kr:107°30°

h. od _

e'bg\ Dmin
& R\ g/ ; 174 ¢
) Z : I 4

R-type shown

Stock Basic dimensions(mm) Screw Wrench =

Type
R|L |Dmin|od|s |Li|L2|h |8 v /

C16R-SVQCR/L11 AL A 22 16 | 13 |200| 28 | 15 | -6°

160M2.5X 6.5 WTO7IP - -
C20S-SVQCR/L11 Al A 26 20 | 15 |250| 32 | 18 | -4°
A Stock available /\Make-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining
USF HF LH -
v 57 . ’ 2 4'. —
A105 - A105 . A106
Inserts shape SF LC
<= ~—
A105 A106
0OO-SVQCR/L11 vcoo1o0300 vcoot11o0300O VCGX110300

dfy Japjoy oo ]
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General Turning Tools

Kr:93°
[
h
>
~n 9 R AR ——
® L2 I
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R| L |Dmin|ed| s |Li|La|h|e v >/ -
C16R-SVUCRI/L11 Al A 24 16 | 15 |200| 25 | 15 | -6°
160M2.5X6.5 WTO7IP - -
C20S-SVUCRI/L11 Al A 28 20 | 17 |250| 30 | 18 | -4°
A Stock available /\Make-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining
USF HF LH -
. a" - ’ 2 4'. —
A105 - A105 - A106
Inserts shape SF LC
<= ~l
A105 A106
OO-SVUCR/L11 vcoo11o0300 vcoot11o0300 veGX110300

dfy Japjoy 0o
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Application information of general turning———"

/Table of recommended cutting parameters for general turning\

. . ated mented
CVD Coating PVD Coating Cermet Eets ce er te
cermet carbide
I
%_ YBC151 | YBC251 | YBC152 | YBC252 | YBC351 | YBC352 | YBG102 | YBG202 | YBG302 | YNG151 | YNG151C | YC10 YC40
. S
ISO Materials o Feed rate (mm/rev)
(7]
% 0.1-0.6 | 0.1-0.8 | 0.1-0.6 | 0.1-0.8 | 0.2-1.0 | 0.2-1.0 | 0.2-0.4 | 0.1-0.6 | 0.05-0.8 | 0.05-0.2 | 0.05-0.2 | 0.1-0.4 | 0.1-0.5
Cutting speed (m/min)
o C=0.15%| 125 |430-200 | 430-190 | 500-270 | 480-240 | 380-165 | 430-220 | 460-220 | 380-180 | 360-165 | 550-350 | 580-350 | 360-165 | 300-145
[
53
S |C=0.35%| 150 |380-180 | 410-180 | 460-250 | 460-230 | 300-150 | 350-200 | 440-210 | 300-170 | 280-150 | 500-300 | 520-300 | 280-150 | 220-130
2]
g
~[C=0.60%| 200 |330-150 | 350-150 | 400-220 | 400-200 | 260-130 | 310-180 | 380-180 | 260-150 | 240-130 | 460-260 | 480-260 | 240-130 | 180-80
Anneal 180 | 350-170 | 350-150 | 400-180 | 400-200 | 200-100 | 250-150 | 380-180 | 200-120 | 180-100 | 410-240 | 430-240 | 180-100 | 160-80
%’Hardened 275 | 230-100 | 210-100 | 280-150 | 260-140 | 140-70 | 200-120 | 240-120 | 140-90 | 120-70 | 300-180 | 320-180 | 120-70 | 120-50
p
@ |Hardened| 300 |210-100 | 190-70 | 260-150 | 240-120 | 125-60 | 180-110 | 220-100 | 125-80 | 100-60 |250-170 |270-170 | 100-60 | 80-40
Hardened| 350 | 180-80 | 170-70 | 230-120 | 220-120 | 110-55 | 160-100 | 200-100 | 110-75 | 90-55 |230-150 | 250-150 | 90-55 | 70-45
pu
S| Anneal | 200 |320-150 | 260-120 | 360-190 | 310-170 | 175-80 | 220-130 | 290-150 | 175-100 | 155-80 | 350-200 | 370-200 | 155-80 | 135-60
g
§Hardene 325 | 140-90 | 100-50 | 190-130 | 150-100 | 85-40 | 140-90 | 130-80 | 85-60 | 65-40 | 170-110 | 190-110 | 65-40 | 45-30
Non-Alloy| 180 | 240-120 | 200-100 | 280-160 | 250-140 | 135-75 | 190-130 | 230-125 | 135-95 | 115-75 | 260-170 | 280-170 | 115-75 | 95-55
@)
7]
% |Lowalloy| 200 | 230-70 | 170-60 | 280-110 | 220-110 | 120-80 | 170-130 | 200-90 | 120-100 | 100-80 | 260-170 | 280-170 | 100-80 | 80-60
8
High alloy| 225 | 160-70 | 140-50 | 210-110 | 190-100 | 95-55 | 150-110 | 170-80 | 95-55 | 95-55 |260-100 | 280-100 | 95-55 | 75-35
. . Coated
CVD Coating PVD Coating Cermet
cermet
I
g- YBM151 YBM153 YBM251 YBM253 YBM215 YBG202 YBG205 YBG302 YNG151 YNG151C
. =
ISO Materials| 2 Feed rate (mmirev)
(7]
% 0.2-0.6 0.2-0.6 0.2-0.6 0.2-0.6 0.2-0.4 0.1-0.4 0.2-0.4 0.2-0.6 0.1-0.3 0.1-0.3
Cutting speed (m/min)
| Ferrite 180 280-180 | 280-180 | 250-140 | 260-140 | 290-190 | 300-190 | 290-190 | 250-150 | 330-220 | 350-210
%
M § Austenite | 260 250-150 | 250-150 | 200-110 | 210-110 | 240-160 | 250-160 | 240-160 | 220-120 | 250-150 | 270-140
(2]
g
= | Martensite | 330 200-140 | 200-140 | 210-130 | 220-130 | 250-170 | 260-170 | 250-170 | 210-120 | 270-170 | 290-160

A241
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Application information of general turning

/Recommended table of cutting parameters for general turning\

CVD Coating Cermet —— Ceramics | Cemented carbide
cermet
o
g- YBD052 YBD102 YBD152 YBD252 YNG151 YNG151C CN3100 YC10 YC40
. =}
ISO| Materials o Feed rate (mm/rev)
(7]
% 0.1-0.4 0.1-0.4 0.1-0.5 0.1-0.8 0.1-0.4 0.1-0.4 0.1-1.5 0.1-0.3 0.1-0.4
Cutting speed (m/min)
Ferrite 130 350-230 330-220 320-105 250-170 280-160 300-180 800-600 150-90 105-45
cast iron
Pearlite 230 250-105 230-100 230-100 180-75 220-120 240-150 700-500 120-70 80-30
Low cast iron 180 520-200 480-200 480-190 380-150 400-250 420-270 700-500 170-100 130-60
High cast iron 260 230-120 220-115 210-100 170-90 360-240 380-260 800-600 130-70 95-40
Nodular Ferrite 160 310-150 300-150 290-140 220-110 330-190 350-210 600-450 140-80 115-45
cast
on | pearlite 250 230-110 220-105 210-100 170-90 310-200 330-220 500-350 110-70 80-30
PVD Coating Cemented carbide | Ceramics
-
2 YBG102 YBG105 YBG202 YBS103 YBG212 YD101 CN3100
= =)
ISO Materials o Feed rate (mm/rev)
(7]
% 0.05-0.15 0.05-0.15 0.05-0.2 0.05-0.2 0.05-0.2 0.05-0.35 0.05-0.2
Cutting speed (m/min)
No heat treatment 60 1750-800
Al alloy
Heat treatment 100 510-250
No heat treatment 75 460-175
Cast aluminum
alloy
Heat treatment 90 300-110
Lead alloy 110 610-205
c " Copper, pure %0 310-195
opper alloy copper
Copper, nonleaded
Copper, electrolytic 100 225-115
copper
N;ﬁj;e Ni-base alloy 40 90-30 90-40 90-30 90-20 90-30 70-20 15-260
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Application information of general turning———"

/Recommended table of cutting parameters for general turning\

PCBN

BK1011 | BK1021 | BK2511 | BK2541 | BH0121 | BH1020 | BH2011 | BH2511 | BH3511 |BS1011 |BS2011 |BS3011

ISO| Materials Feed rate (mm/rev)
0.02-0.5 0.1-0.5 0.05-0.5 0.05-0.25 8
f=
2
Cutting speed (m/min) =
2
Gray cast iron 400-1500 300-600 g
k]
=
Hard cast iron 80-160 50-150 2
€
Powder S
metallurgy £
and high 70-180 | 100-200 | 50-160 _5
temperature E
alloys =
g
Hardened steel 150-250 | 140-220 | 100-170 | 120-180 | 80-150
PCD
DNO0121 DNO0511 DN1021 DN3021
ISO Materials Feed rate (mmi/rev)
0.05~0.4
Cutting speed (m/min)
Silumin
(si<12%) 500~1000 900~3500 400~1200 300~700
fibre reinforced composite
materials 200~1000
Metal base compound 1500~1800
Coppeer and magnesium N B
alloyssilumin 400~1260 400~1260
Cemented carbide 20~40
Unsintered ceramic 100~200
materials
Sintered Ceramic 20~50
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Application information of general turning

/ Table of correctional cutting parameters of internal turning \

Internal turning tools by P-type clamping

~ L/D<3 . L/b=3-4
. . Machining (Diameter of shank=® 16mm)
Workpiece material Hardness HB - -
category Feed rate Cutting depth Feed rate Cutting depth
(mm/rev) (mm) (mm/rev) (mm)
Carbon steel, Alloy steel i
) / HB180—280 |  "orsem 0.1-0.25-0.4 <5.0 0.1-0.2-0.3 <4.0
45", 42CrMo inishing
Stainless steel For semi-
o . <HB220 L 0.1-0.2-0.3 <4.0 0.1-0.15-0.25 <3.0
1Cr18Ni9Ti 0Cr18Ni9 finishing
Cast iron HT250 HB170—230 |  Forsem: 0.1-0.25-0.4 <5.0 0.1-0.2-0.3 <4.0
inishing
Internal turning tools by S-type clamping
L/D<3 L/D=4 L/D=5 L/D=6
. .| Hardness | Machining - - - -
Cutt Cutt Cutt Cutt
B ERER e HB category Feed rate dHing Feed rate LHing Feed rate uting Feed rate dHing
(mm/rev) depth (mm/rev) depth (mm/rev) depth (mm/rev) depth
(mm) (mm) (mm) (mm)
Carbon steel, . For 1005.0.1-0.15 | <0.2 |0.05-0.1-0.15| <0.2
inishing
Alloy steel |HB180-280
45%, 42CrMo Ff.‘”.s"im" 0.15-0.25-0.35| <3.0 | 0.1-0.15-0.2 | <1.5
inishing
Stainless steel . For 10,05-0.1-0.15 | <0.2 0.05-0.1-0.15| <0.2
inishing
M | rcrienieTi | <HB220
§ For semi-
0Cr18Ni9 finishing 0.15-0.2-0.25 | <2.0 | 0.1-0.15-0.2 | <1.0
fini'-:sﬁ:ng 0.05-0.1-0.15 | <0.2 |0.05-0.1-0.15| <0.2 |0.05-0.1-0.15| -0.15 | 0.05-0.1-0.15 <0.1
Al alloy -
For semi-
finishing 0.05-0.1-0.15 | <2.0 |0.05-0.1-0.15| <1.5 |0.05-0.1-0.15| -1.0 0.05-0.1-0.15 <1.0
Damping internal turning tools
Machini F t i th
Workpiece material ac .'T“”g Chipbreaker | Inserts material eed rate Cutting dep
conditions (mm/rev) (mm)
Steel HB180—280 0.05-0.2-0.35 0.05-0.1-0.3-0.5
YNG151
Stainless steel <HB220 For finishing SF 0.05-0.2-0.35 0.05-0.1-0.3-0.5
YNG151C
Castiron HB170—230 0.05-0.2-0.35 0.05-0.1-0.3-0.5

A244
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Application information of general turning

Frequent problems of turning and solutions

\

Common
problem

9S0U Uo
uoiseiqe 1en0

uoljeIoLIB}ep
uoisioaid soepng

uoelpey

suoisuswip Jo
uoisioaid peg

abeyealg

abue|} umopyoouy pue uing Buijonuod diyn

Solutions

Cause

Tool . s Machine clamping
; Cutting conditions Tool shape
material 9 P system
ol puy} [} o z > @ ss|lasle ol o
) @ o o o o - Q| 3 o £ 29|33 83|25 |2 Q
a =3 o = % (58| x @ EEEEI IR ad| =
Q = e = = S| @ ® S (52|50 ols 3 <
® = = o 30 |T o S |® 3| @
] o | 3 3 |3 |3 |88 & | 3 S 83|28 |2 |85 |8 2
3 = @ =3 a = & o a =] = ® © | o @ %V(o = «Q
s 28| |S|E"2 ° |5 || & 3|2z ol
e |3 |2 s |a| B 3 o &| a|®g| =
S & 3 o) o| F| 2| 8
7] = ) o = o
@ x = o, o
[} o o
2 Q. ]

. Abrasion intensified on flank \/ T
Bad precision
during
machining Unsuitable cutting l T
conditions
Abrasion intensified and
cutting edge not sharp \/ l \/ T T l \/
enough
Cutting edge breakage \/ l l \/ T T \/ \/ \/
Unsuitable geometrical
Bad .surface shape of cutting edge ‘/ T l ‘/
quality
Unsuitable cutting conditions T l l \/
Vibration \/ I l l \/ \/ T l T l \/ \/ \/ \/
Built-up edge T T \/ \/ T l \/
Effect of cutting Unsuitable cutting conditions l l l
heat Unsuitable geometrical
shape of cutting edge ‘/ ‘/ T l
Dimensions Insert tolerance \/

fluctuate during
cutting

Offset of workpiece or tools

Abrasion on flank
and rake face

Abrasion on clearance face

Abrasion on rake face

<X

Edge chipping

Vibration and impact

Unsuitable workpiece

AN BN RNANANERN

Built-up edge hardness for cutting T T v T l v
conditions
Hardness of workpiece
Thermal material and tool material
cracking unsuitable for cutting l l l ‘/ T l
conditions
Cutting Occurring during intermittent
edge nose machining with high feed v T l l vV T T l l
deformation rate
Tool life Unsuitable materials and \/ l l \/ T l T \/ \/ \/ \/

cutting conditions

Long, unbroken
and snarled
chips

Unsuitable cutting condition

Unsuitable geometry

Too short and

Unsuitable cutting condition

hard chips Unsuitable geometrical
shape of cutting edge ‘/ T l
Steel and A, Unsuitable cutting condition T l v

burrs occurring

Tool abrasion and unsuitable
geometrical shape

Edge break out
on cast iron

Unsuitable cutting conditions

Tool abrasion and unsuitable
geometrical shape

Heavy burr on
soft steel

Unsuitable cutting condition

Tool abrasion and unsuitable
geometrical shape
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Application information of general turning

Ve

Tool damage
type

Flank wear

Abrasion of tools and various damages

Phenomenon

Cutting resistant force
increasing
Groove wear on flank

Cause

Tool material is too soft.
Cutting speed is too high.
Clearance angle is too small.
Feed rate is too low.

\

Solution

#Select tool materials with good wear resistance.
#Reduce cutting speed.

#Enlarge clearance angle.

#Increase feed rate.

Rake face wear

(Crater wear)

Bad chip controlling
Surface quality
deterioration

Tool material is too soft.
Cutting speed is too hig.
Feed rate is too high.

#Select tool materials with good wear resistance.
#Reduce cutting speed.
#Reduce feed rate.

Tool material is too hard.
Feed rate is high.

#Select tool materials with good toughness.
#Reduce feed rate.

Deterioration of surface
roughness

high enough.
Rigidity of tool holder and tool
bar is low.

Cutting edge Occasional breakage i hi
geqd - . 9 C.uttlng edge strength is not #Increase land width (if rounding changes into
breakage Instability of tool life high enough. )
N chamfering).
Rigidity of tool holder and tool .
) #Enlarge tool bar size.
bar is small.
Tool material is too hard. . .
Cutting resistant force Feed rate is high. #Select tool materials with good toughness.
increasing Cutting edge strength is not #Reduce feed rate.
Breakage g edg 9 ®Increase land width (if rounding changes into

chamfering).
#Enlarge tool bar size.

Plastic deformation

Workpiece dimensions

Tool material is too soft.
Cutting speed is too high.
Cutting depth and feed rate

#Select tool material with good wear resistance
#Reduce cutting speed.

is accompanied with
vibration

Chip flow is obstructed.

i h
(Cutting edge change . are too high. #Reduce cutting depth and feed rate.
collapse) Nose abrasion Cutting edge temperature is | ®Select tool materials with good heat conductivity.
too high.
Surface quality
N . Cutting speed is low. #Increase cutting speed.
. deterioration during . .
Built-up edge finishin Cutting edge is not sharp #®Enlarge rake angle.
(Bonding) Cut 9 istant f enough. #Select tool materials that are not easy to adhere
utling resistant force Tool material is unsuitable. together (coating, cermet, etc.)
increasing
Damage because of = -
Thermal thermal circulation . rf:atur? edg: ailure due #Adopt dry cutting.
crackin Normally occurring durin o fnerma .cra.c S #Select tool materials with good toughness.
9 Y 9 9| Tool material is too hard.
intermittent machining
burrs occurring Feed rate and cutting speed #Select tool materials with good wear resistance.
Chattering Cutting resistant force are too hiah gsp #Sharpen cutting edge by enlarging rake angle.
increasing . #Reduce cutting speed.
Usually occurring
when machining super Bonding occurs on cutting . .
* .
Flaking hard materials, which Sdge Sharpen cutting edge by enlarging rake angle

#Enlarge chip pocket.
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A - \ Parting and grooving tools

~——— How to select parting and grooving tools

/ How to select parting and grooving tools \

B Structure of parting and grooving tools selection table

@ Categorized as external machining, internal machining and profile machining.
@ Concluded and separately listed according to product series (Little squirrel
series and Supplementary series).

—= Dimensions

Application of external machining, internal
machining and profile machining

( D
External parting, grooving and turning tools
g N
R na—
Ay
1 S| &y B /
,¢ W,
¥ o . Applicable
Retype shown Stock Basic dimensions(mm) :’:se e Screw Wrench
Stock Basic dimensions(mm) | Applicable inserts| Screw Wrench Type
Type R|L[od | L | s | W |ame| oomn 7 v 1/
Rt wxe [ L | s [ w | am / - (ul
0527 | & |4 | 20 | w0 |12 ] 25 | 5 | 2 GBTOssMAx12 | WhaoL
QEAD | 1212RIL07 | & | & | 12612 | 125 | 114 | 15 7 Z0AD01S00 ZTEDO2500
GB70-85-M4X12 | WH30L (C25R-QEDR/L07-33 A A 25 200 203 25 7 33 GB70-85-M5 < 16
v T[4 e T R sseoreon ZReD02500 WHaOL
orornor T Tal verie o T s [ 78 7 e C32S-QEDRIL09-42 | A | A | 32 | 250 | 263 | 25 | © 42 GB70-85-M5 X 20
NN AR W T C20Q-QFDR/L0527 | & | 4 | 20 | 180 | 152 | 3 5 27 GB70-85-M4x12 | WH3OL
Gsrossmexis | Wil ZrFo0snn
. C25R-QFDR/L07-33 A A 25 200 203 3 7 33 GB70-85-M5% 16
2020R/LO7 A | A | 20x20 125 19.4 15 7 ZOADO1500 -Qf ZRFDO300 WhioL
2020R/L12 A A 20%20 125 194 15 12 Z0AD01500 (C32S-QFDR/L09-42 A A 32 250 253 3 9 42
QEBD 1212RIL07 A | A 12x12 125 "2 2 7 20800200 C25R-QGDR/L08-35 A A 25 200 215 4 8 35 GB70-85-M5 % 16 WH40L
1212RL10 | A | A | 12x12 | 125 | 12 | 2 10 70800200 | GB7OBSMaX12 | WHIOL cazsaepriL14a | & | a |75 s [ 2rs | s " P ZTGD04 0 e e 20
ZReDMOD whsoL
s T T4 e T W smeoeano 7 I I v v sew I e B e
A e s e [T zmwoen
To16RIL0T ! 0800200 C25R-QHDRIL0835 | A | A | 25 | 200 | 215 | 6 8 35 GB70-85M5 16 | WHAOL
Tetoniio | a | a | exis | s |30 rmeneano ZTHpos0
CasanDRiLii44 | A | & | @ |20 |75 | s | n | 687665 M6 20
seienins T T4 e | s |y W smsoeao ZRHD0S00 whsoL
GBr0ssHsx1s | WL CaoTaHDRIL13SA | A | A | w0 | a0 |ms | 5 | 6 | = G870.85.M620
gosorior |4 Ta | ok s e [T meeact
B N e e e e R i T A S NN N I B I O O T
sosornas 1A Ta T 0w | v T en |75 " ey C32S-QKDRIL1144 | & | & | 32 | 250 | 275 | 6 11 44 Rkooeqn |.SBTESMEXR0 |
2525RIL07 Ala 25%25 150 242 2 7 zOBD0200 C40T-QKDR/L13-54 A A 40 300 335 6 13 N8 ) GB70-85-M6 % 20
geasrito |4 |4 i | i e || zmeneanin | eerossuexzo | wmsal ASook avalable | AMake-o-order
gasnns [0 Ta | ke | e [T W meoneon
S A DRE AR AR Profile turning tools for Al
teteiir | A | & | ies | s |1 | 3s || zcevesco ( N
2020R/IL10 A | A | 20x20 125 19 25 10 ZOED02500 o
ooy 3T a ok s i es R smenason
whsoL
geasite | & | & | 2sias | s | s | 73s [0 | roesoson
AN .
QEFD | 1616RIL10 | 4 [ 4 | t6x16 | 125 | 148 | 3 10 Z0FD0300 N
whiol I
sy T[4 Tekis | e [T srossnn =
saorito |4 |4 [ a0 s T ies |5 0| smrossin
Retype shown
sosoiry [0 Ta | ok | s [T mronenn .
2525RIL10 A | A| 25%25 150 | 238 3 10 ZOFD030O Stock: ic dir i pplicable i Screw Wrench
g3 Ta | ke e e [T mromon Type
QEGD | 202013 | & |4 | 2020 | 140 | 5 | 4 | 15 | zoooosoo G | ] | 2t S Sl L2 = v (
=
2020R/L22 Ala 20%20 140 185 4 2 20GDo400 GB70-85-M6X20 | WHS0L 2
(C40X-QLDR/L65-15A A | A 160 40 21 320 65 ZRLDO8-LH
gemsrs [ Ta ] ke e s TR ameeion
‘C40X-QLDR/L80-15A A A 160 40 21 320 80 ZRLDO8-LH
AStock available /\Make-to-order B Me 'WHSO0L
‘C40X-QKDR/L60-15A 160 40 20 320 60 ZRKDO06-LH
C40X-QKDRIL75-15A | & | & \__160 40 20 320 75 ZRKDOB-LH
ificati ¢ AStockavalable  AMake oorder
—=o Specification of products
Including type, basic dimensions, applicable

inserts and accessories.

—= |ndicating the minimum machining
diameter
The minimum machining diameter is very
important for internal machining.
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Parting and =
-
grooving tools
Parting and grooving tools overview ¢ A250-A252
Parting and grooving inserts ¢ A253-A269
Introduction of Little Squirrel series inserts chipbreaker e A254-A257
Parting, grooving and profiling inserts code key e A258
Inserts of Little Squirrel series ¢ A259-A265
QC series shallow grooving inserts code key ¢ A266
QC series shallow grooving inserts ¢ A267-A268
Inserts of ZQMX series ¢ A269
Parting and grooving tools ¢ A270-A288
Little squirrel series
Little squirrel series parting and grooving tools code key A270-A271
External parting, grooving and turning tools A272-A273
Precise grooving and turning tools A274
External recess and profiling tools A274
External grooving tools for materials hard to be machined A275
External parting inserts and holder for external parting A275
Surface grooving and turning tools A276-A283
Internal grooving and turning tools A284
Profile turning tools for Al A284
QC series shallow grooving tools
QC series shallow grooving tools code key A285
External shallow grooving tools A286
Internal shallow grooving tools | A286
Supplementary series
Supplementary series parting and grooving tools code key A287
QZQ external grooving series A288
Application information on parting and grooving ¢ A289-A290
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Parting and grooving tools

Parting and grooving tools overview

Machining type

Applicable tools

Corresponding
inserts

Tool features and
parameters

m
X
(=g
(1)
=
=]
=
3
[
(2]
=
2.
=
«Q

A250

Little squirrel series
QzOO+QEOO

Parting inserts
zpPOsO0O

'

Assemble structure of parting
blade and holder; good rigidity;
adjustable parting range.

The maximum parting diameter
is 120mm.

A275
Little squirrel series
QEOOR/L zPODOO o Inserts have three-dimensional
) u chipbreaker with low cutting
g force and good performance
Si hip-breaking.
@ ZPoso ° ‘I?r:]ecmfxi;iinlzgrting diameter
is 60mm.
A272-A273
Supplementary series
QzQOOR/L Cutting edae strength i
) e Cutting edge strength is
o zaMxoo suitable for bad machining
< conditions.
e The maximum parting diameter
is 70mm.
A288
Little squirrel series | Double cutting edges for
o QEOOR/L parting ZTODOO e Asingle tool with multiple
3 Q applications such as grooving,
c<> parting and profile turning,
=1 Profile turning reducing tools categories
Q
) ZRODOO needed.
3 e A multifunctional tool when
a (7 \
=3 '-' used with grooving inserts.
3 Single cutting edge for deep Suitable for profile machining.
& grooving ZTOISOO e The maximum slot depth
@ machinable is 30mm.
A272-A273
Little squirrel series
QECD
Precise grooving
ZTODOO-EG e Grinded insert used for
@j precise grooving
e Edge width can be anything
P Edge width1.2~2.4mm between 1.0-6.5mm,
D customized according to
g' A273 users' needs.
Q e ZTOODOO-EG inserts:
S Little squirrel series When edge width is between
g. QEOOR/L 1.2-2.4mm, the maximum
Q Precise grooving cutting depth is 2.5mm. When
ZTODOO-EG edge width is above 2.4-
6.5mm, the maximum cutting
E@j depth is 22mm.
Edge width2.4~6.5mm
A272-A273




Parting and grooving tools overview

££

(-}
=
i
-3
=
| ©
Lo

i - . Correspondin Tool features and
: utﬁ Machining type Applicable tools insz. T 9 P fars
g QC series GACRIL Qc16/220000 e Fine grinding of blades with
o @ high precision.
> L e Sharp edges and high
= g A machining accuracy.
= « e Three finely ground cutting
g g edges for good economy.
5 <. e For cutting shallow grooves,
5 8 d groove width 0.5-4.8mm.
5 o Maximum depth of cut 4mm.
@ A286
o Little squirrel series o )
2 cOoo-QOORr/LO Grooving, Turning e By using inserts for grooving
2 ZTO0DOO and profiling, one tool can be
5 Q versatile, reducing the tool
(S categories needed.
5 g_ Profile turning e The maximum slot depth
o = ZRODOO machinable is 13mm.
- 3 - e The minimum machining
‘?_’ (g A284 !’ \‘ diameter is 27mm.
3
% QC series
=3 @ sOOO-ecOOr/LO Qc1nez20nnn | Fine grinding of blades with
= o high precision.
‘3 g © Machining groove width 0.5-
« 4.8mm.
g % ® Minimum machining diameter
<. 16mm.
cg ® Maximum depth of cut 4mm.
A286
Little squirrel series
QFOOOOH Grooving, Turning e By using inserts for grooving
Z10D00 and profiling, one tool can be
m Q versatile, reducing the tool
=] categories needed.
Q ® Profile turning e Grooving diameter is 48-
c IE ZRODOD 400mm.
= < !-‘ o Grooving depth is 10-30mm.
g a A278-A281
@ [}
3 a Little squirrel series
?’) g QFOOOOL Grooving, Turning ° 90°ho‘Ider., top clamping. .
= S. ZTODOO e By using inserts for grooving
5 8 Q and profiling, one tool can be
5 versatile, reducing the tool
«Q : Profile turning categories needed.
ZRODOO e Grooving diameter is
'-' 48~400mm.
[ I e Grooving depth is 10~30mm.
A282-A283
2 Little squirrel series Grooving. Turmi
o Py QxOoOpood r°;¥ggbu“mm'”g
1] Q .
»n ® e The unique tool for recess
o (I E[BD machining.
g g e Complete range of
o =1 Profile turning specifications, able to achieve
g: 5 ZrRODOO various recess machining.
El ¢ T

A274

A251

Parting and grooving tools overview
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Parting and grooving tools overview
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A252

- . Correspondin Tool features and
Machining type Applicable tools L 9
inserts parameters
m Little squirrel series
% QEOOR/L
D
=)
L
3 e The unique tool for profiling of
2 Al material.
g— e Cutting edge is designed
g' A272-A273 Little squirrel series to combine sharpness
) ZROO-LH and strength, suitable for
5 ; ; ; continuous and intermittent
=] Little squirrel series — wmin
w c4oxod 9.
3 = e Used for external, surface
2 O and inner wall machining of Al
g’. £ wheel hub.
52
@ 2
)
3 A284
Little squirrel series e V-type locating, top clamping,
q
m QEOSOON Little squirrel series precise locating, safe
g«- Zi6Qu0 clamping.
3 e Normal square-ended
% inserts and precise square-
I Little squirrel series ended inserts are suitable
S‘_ ZIMFOO for adhesive. materials hard
g- to machine such as Ni-base
© high-temperature alloy, Ti alloy
A274 and stainless steel, etc.
P
8 )
=]
I
5] Select and e Tailor made solutions for
3 Non-standard tools to - }
Q . manufacture as machining various parts to
(] match workpiece ; ) )
a required satisfy your requirements.
!
= |
o
(2}




Machine industry shallow
groove processing tool

Widely used for shallow groove machining
of shaft and ring parts in machinery industry

Shallow groove series tool
grooving range

Groove depth(mm) Groove depth(mm)

External groove
cutting

Groove width(mm) Groove width(mm)

A253



Little-Squirrel Series

/ 4
WProfileYturning iinserts for parting
of aviation titanium alloy. high
temperature alloy

»”

Single—headed precision profile turning inserts

Sharp edge, small cutting force, good surface quality;

Indexing accuracy reaches +0.025mm, safe and stable clamping;

Mainly applied in finishing of high-temperature alloy, titanium alloy.

SINIVI -

Precision profile turning inserts

Sharp edge, small cutting force, good surface quality;
Indexing accuracy reaches +0.025mm;

Highly economical, two edges available;

Compatible with little squirrel tool holder,suitable for small depth profile

finishing and semi-finishing of high- temperature alloy and Ti-alloy.

A254



Single—headed groove turning i

Straight edge, excellent surface quality;

Sharp edge, smaller cutting force;

Good chip breaking;

Mainly used for rough machining of high-temperature alloy and

titanium alloy.

SV,

Straight edge groove turning inserts

High edge strength, sharp edge;
Highly economical, two edges available, compatible with little squirrel tool
holder;

With special grades, suitable for roughing with small cutting depths of

high-temperature alloy and titanium alloy.

Insert: YBG105/ZIMF604N-SM
Hardness of workpiece material: GH4169 (HB380)
Cutting data: Vc=45m/min, f=0.2mm/r

Coolant: Water

Products of company A
Conclusion: Under the same conditions, chip breaking performance

is better and the time for stopping the removal of long winding chips
is reduced.

A255



-M G Chipbreaker

Customized =M G chipbreaker series

Suitable for parting ,grooving, profile turning and turning, etc. Easy machining and

unobstructed chip flow lead to improved surface quality.

q - I External turnin
Human-centered design realizes g

various application of one single
insert, reducing number of tools
needed

Inserts of the same edge with can work with

End surface grooving

Internal
turning

corresponding tool holders to satisfy the requirements

Internal
grooving

of external, internal and surface grooving and turning
by using minimum numbers of inserts and tool
holders, effectively reducing cost of tool storage and

End surface grooving
management.

The cutting force is reduced by 20%,
and the vibration is diminished.

External grooving

Unique and professional structure design of parting inserts

@ A special flank structure is designed to reduce cutting resistant force by 20% and diminish

low power machines.




Little squirrel series

Precision grooving and
profile turning inserts

Speciallchipbreakerdesignysuitablelfor preciselgrooving
f[lowscarbonfstee Yetainiesslstee {adhesive| materials
‘and|non:ferrous/metal’

The tolerance of the edge width S of precise grooving and profiling inserts can reach +0.025.
Inserts can also be mounted on the corresponding specifications of original tool series.

_EG

e cam be enpdiing
EN:GESMM
to}yourrequirements®

™ { cll Precision profile turning inserts

W=0.025

R+0.05
% Wi 0025
v

The Little Squirrel series

precise profiling and turning
inserts are mainly used
for Precise grooving
and profiling.

>2.4~6.5mm

The width of the Little Squirrel series precise grooving
inserts can be anything between 1.0mm to 6.5mm,
which means products with any edge width or nose
radius can be provided according to customers’
requirements. The inserts are mainly used for precise
grooving, such as sealing slot and locating slot, etc.

-LC/-L

Profile turning inserts for Al

The special chipbreaker for aluminum profiling is designed to
combine sharpness and strength of the cutting edge, effectively
reducing the friction between chips and the rake face. The inserts
are suitable for continuous and intermittent profiling of Al alloy.

Suitable for various machining of Al wheel boss
y periphery, surface and inner wall, etc.

A257



Little squirrel series parting and grooving inserts

. Little squirrel series parting, grooving and profiling inserts code key

Insert applications

zZP Parting ZT Grooving and turning
ZR  Profiling

Code of locating slot

Q@
=S
o
o
=
=1

Q

_ pue Buipeqd

Code of locating slot A B E F G H K L
Corresponding edge width ofinserts 15 20 25 30 40 50 6.0 8.0

Code of cutting edge number

S  Single cutting edge D  Double cutting edge

spasul Buinoolb pue

Buned sauas [auinbs a8

0404 -M G

Cutting edge width
015=1.5mm
02=2.0mm
025=2.5mm

%E 03=3.0mm
04=4.0mm
05=5.0mm

06=6.0mm
08=8.0mm

Nose radius

R Tolerance class — |
02=0.2mm
03=0.3mm M M-level tolerance
04=0.4mm E = E-level tolerance
08=0.8mm

Chipbreaker code —

G Curve edges universal chipbreaker,
suitable for machining various materials

linear edges universal chipbreaker,
suitable for machining various materials

Special chipbreaker

A258




\ Parting and grooving tools

Little squirrel series parting and grooving inserts

Parting inserts
~

A
= };E
Double edges Single edge R
Grade
Type sesic dmensions(mm) CVD Coating PVD Coating ng:g;‘:d
W R+0.1 c‘;i';i:’:z‘" YBC151 YBC251 YBG205 | YBG302 YD101
ZPAD01502-MG 15 0.2 12 o * o
ZPBD0202-MG 2.0 0.2 14 o * o
S | zPEDO2SO2MG | 25 0.2 17 o * *
% ZPFD0302-MG 3.0 0.2 17 o * o
‘§ ZPGD0402-MG 40 0.2 2 o * o
ZPHD0503-MG 5.0 0.3 22 o * o
ZPKD0604-MG 6.0 0.4 22 o * o
ZPES02502-MG | 25 0.2 o * *
o | ZPFS0302:MG 3.0 0.2 o * o
% ZPGS0402-MG 40 0.2 o * o
S | zpPHsos03-MG 5.0 0.3 o * o
ZPKS0604-MG 6.0 0.4 o * o
Single edge tool for cutter plate only

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Please reduce the cutting speed by 30% when the
insert is approaching the centre of workpiece. This
can prolong tool life.

Optimal chipbreaker structure can
control chip flow and curling well.

Cutting resistant force is reduced by
20% and vibration is diminished.

A259
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Double edges

Grade
e sasic dmensions(mm) CVD Coating PVD Coating Cﬁ;g;teed
Wt | R0t C”'f;‘fn:i”'“ YBC151 | YBC251 | YBG202 | YBG205 | YBG302 | YD101
ZTED02503-MG | 25 0.3 17 o ° * *
g | ZTFD0303-MG 3.0 0.3 17 o ° * s
% ZTGD0404-MG 40 0.4 2 ° o ° * *
% ZTHD0504-MG 5.0 0.4 22 o ° * *
ZTKD0608-MG 6.0 0.8 22 o ° * *
f.g»_:" ZTHS0504-MG 5.0 0.4 o o * o
% ZTKS0608-MG 6.0 08 o o * o
* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
4 N
., a w
= @(RH
———
Grade
s Sl ) CVD Coating PVD Coating Cce;g%t:d
w R£04 | ™% | yBC151 | YBC251 | YBG202 | YBG205 | YBG302 | YD101
ZTAD01502-MM 154003 0.2 12 o o ° * o
ZTBD02002-MM |  2.0:0.03 0.2 14 o o ° * o
ZTEDO02503-MM 2.5+0.03 0.3 17 O @] [ ] * O
g ZTFD0303-MM 3.0£0.03 0.3 17 o o ° o o
(é ZTGD0404-MM 4.0+0.04 0.4 22 o o ° * o
% | ZTHD0504-MM 5.0+0.04 0.4 22 o o ° * o
ZTKD0608-MM 6.0£0.04 0.8 22 o o ° * o
ZTLD0808-MM 8.0£0.05 0.8 28 o o ° v o

A260

* Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order



1.0~2.4mm series

iRy
=l

W
R

>2.4~6.5mm series

(E—

Grade
Basic dimensions(mm)
o CVD Coating PVD Coating Cs;ggeed
Cutting depth
W+0025 | R?+0.05 “L'ggmai" YBC151 | YBC251 | YBG202 | YBG205 | YBG302 | YD101
1.0~1.6 2.6
),
ZTCDOO000"EG | g o, S o o o * o
, | zrEpoOOOC-EG 2.4~3.0 17 o o 0 * o
o
5 | ZIFDOOOOC-EG 3038 | see note. 17 o o o * o
2
& | zTeDOOOOO-EG 3.8~4.8 @) 22 o e o * o
[0
w
ZTHDOOOOO-EG 4858 22 o o o * o
ZTKDOOOOO-EG 5.8~6.5 22 0 o o * o

* Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order

Note: (1) O The code here in the description is determined by edge width and nose radius requested by customers. For example, when the customer requires
an edge width of 3.5mm and a nose radius of 0.3mm, the description of the insert would be ZTFD03503-EG.

(2) The nose radius range is 0.2<R<0.5 on request.

Little squirrel series parting

and grooving inserts

grooving




| / Parting and grooving tools /

Little squirrel series parting and grooving inserts

Single-edge grooving and turning inserts for semi-finishing
and roughing difficult-to-machine materials

o
Q o
23 &
S5 Q
«Q 3
Q
_ Grade
o Basic dimensions(mm
az mm) PVD Coatin Cemented
Q@ Type 9 carbide
o w
2L
= W£0.05 R=0.1 b L YBG102 | YBG202 | YBG205 | YBS103 YD101
S a
>
§ @ ZIMF304N-NM 3 0.4 2.4 15.3 * o) * ) le)
» o
g ZIMF406N-NM 4 0.6 3.2 15.3 * 0 * [} (@)
QO
= ZIMF506N-NM 5 06 4.0 15.3 * o * o o
«
ZIMF608N-NM 6 0.8 4.0 15.3 * o) * (¢) (¢)

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Single-edge grooving and turning inserts for semi-finishing
and roughing difficult-to-machine materials

Grade
e Basic dimensions(mm) B ngsir::d
W=0.05 R=0.1 b L YBG105 YBG212 YBG205 YBS103 YD101
ZIMF304N-SM 3 0.4 24 15.3 * * [ ] (@]
ZIMF404N-SM 4 0.4 3.2 15.3 * * ¢} o}
ZIMF504N-SM 5 0.4 4.0 15.3 * * (@] (@)
ZIMF604N-SM 6 0.4 5.1 153 * * (@] (@)

* Recommended grade (always stock available) ~ @Available grade (always stock available)  OMake-to-order

A262



[w

Grade
Basic dimensions(mm)
- CVD Coating PVD Coating ngg{zjt:d
Cutting depth
w! 'f;fn:: YBC151 | YBC251 | YBG202 | YBG205 | YBG302 | YD101
ZRED025-MG 25 175 o ° * *
g ZRFD03-MG 3.0 17 o ° * *
% ZRGD04-MG 40 21 o ° * *
& ZRHD05-MG 5.0 20 o 0 ¥ *
w
ZRKD06-MG 6.0 19 0 ° * *

* Recommended grade (always stock available)

Profiling inserts

@ Available grade (always stock available)

OMake-to-order

% i
©)] [ X
Grade
Basic dimensions(mm)
e CVD Coating PVD Coating C?;Sir(‘;:d
Cutting depth
W=0.025 L YBC151 | YBC251 | YBG105 | YBG212 | YBG302 | YBS103 | YD101
o ZRFD03-NM 3 17 * *
o
% ZRGD04-NM 4 21 * * °
2 ZRHDO05-NM 5 20 * * ¢}
S
2 ZRKD06-NM 6 19 * * o}

* Recommended grade (always stock available)

Precision profiling inserts

@ Available grade (always stock available)

OMake-to-order

La W_ )
% 1§
1 I
1
-G (W
}
Grade
Basic dimensions(mm)
Type CVD Coating PVD Coating Cs;;’;t:d
Cutting depth
W0.025 'fgfn::' YBC151 YBC251 YBG202 YBG302 YD101
° ZRFDO3- EG 3.0 17 o 0
o
& ZRGDO04- EG 4.0 21 () (@)
(0]
g ZRHDO05-EG 5.0 20 e 0
& ZRKD06-EG 6.0 19 o o)

*Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order

A263
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Grade
Type Basic dimensions(mm) e — Csamr;:jteed
W+0.025 b L YBG102 YBG202 YBS103 YD101
ZIGQ3N-NM 3 24 15.3 * O ([ ] O
ZIGQ4N-NM 4 3.2 15.3 * O [ ] O
ZIGQ5N-NM 5 4.0 15.3 * O O @]
ZIGQ6N-NM 6 5.0 15.3 * (@] (@] (@)

*Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order

Single-edge inserts for profiling materials hard to be machined

Grade
Basic dimensions(mm) Camanee

Type PVD Coating carbide

W=£0.025 b L YBG105 YBG212 YBS103 YD101
ZIGQ3N-NF 3 2.4 15.3 * * [ J
ZIGQ4N-NF 4 3.2 15.3 * * O
ZIGQ5N-NF 5 4.0 15.3 * * 0
ZIGQ6N-NF 6 5.0 5% * * O

A264

* Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order



\ Parting and grooving tools

Little squirrel series parting and grooving inserts

Profiling inserts for Al

- e W
(=

Grade
Basic dimensions(mm)
Cemented carbide
Type
W+0.02 Cutliing depth YD101
amax
ZRKDO06-LH 6.0 19 *
ZRLDO08-LH 8.0 22 *

*Recommended grade (always stock available)  @Available grade (always stock available)  OMake-to-order

Profiling inserts for Al

La

Grade

Basic dimensions(mm)
Cemented carbide

Type
W+002 R culnodenth YD101
amax
ZILD08-LC 8.0 40 2 °

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

A265
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Parting and grooving tools /

QC series shallow grooving inserts

QC series ESILT grooving inserts code key

@® Square head shallow groove inserts

e il

0.
Q o
s =
(< -1
Q!
S o
Q S
=
. Cutting edge |Inner tangent circle i
Shallow grooving g ecge g Grooving width(mm) Rounding or
o inserts length code |diameter(mm) chamfering(mm)
(¢}
@ 1 6.35 Code Width Code Size
z 16 9.525 050 0.50 02 0.2
(2]
o 22 12.70 100 1.00 03 0.3
QO
%_’ 04 0.4
@ 480 4.80
3
[e]
<. L) L
a
=3
v Code Form Code Form

R Rightward |—,\‘ R Circular arc H\
L Leftward I/r‘ c Chamfering H\

=

® Round head shallow groove inserts
Grooving width(mm)

Code Width

Shallow grooving |Cutting edge Inner tangent circle
inserts length code |diameter(mm)
11
16 9.525 R Rightward 050 0.50
L ﬂ

Head form:

round head

6.35
22 12.70 100 1.00

Leftward
480 4.80

A266



R-type shown g g,
LS
Grade 15: g
Basic dimensions(mm) e ®
Type PVD Coating <
S£0025 | Lan, R/C @1.C St od YBG202 YBG205 g
QC11R/L 120-R02 1.20 1.50 R0.2 6.35 3.18 2.8 O @] ;
125-R02 125 | 150 | RO.2 | 635 | 318 | 28 o o 3
145-R02 1.45 1.50 R0.2 6.35 3.18 2.8 O O g\
150-R02 1.50 1.50 R0.2 6.35 3.18 2.8 O O E
200-R02 2.00 2.00 R0.2 6.35 3.18 2.8 @] O ‘L:
225-R02 2.25 2.00 R0.2 6.35 3.18 2.8 (@] (@] -g
QC16R/L 110-R01 1.10 2.00 RO.1 9.525 3.18 4.4 O O 3
125-R02 1.25 2.00 R0.2 9.525 3.18 4.4 O O ©
145-R02 1.45 2.00 R0.2 9.525 3.18 4.4 O O
150-R02 1.50 2.00 R0.2 9.525 3.18 4.4 @) *
175-R02 1.75 2.00 R0.2 9.525 3.18 4.4 O O
185-R02 1.85 2.50 R0.2 9.525 3.18 4.4 (@] (@]
200-R02 2.00 2.50 R0.2 9.525 3.18 4.4 O *
250-R02 2.50 2.50 R0.2 9.525 3.18 4.4 O *
300-R02 3.00 3.00 R0.2 9.525 3.18 4.4 O *
QC22R/L 125-R02 1.25 2.00 R0.2 12.70 4.76 55 @) @)
145-R02 1.45 2.00 R0.2 12.70 4.76 55 O O
150-R02 1.50 3.50 R0.2 12.70 4.76 5.5 O *
175-R02 1.75 3.50 R0.2 12.70 4.76 55 @] @]
185-R02 1.85 3.50 R0.2 12.70 4.76 5.5 (@] (@]
200-R02 2.00 3.50 R0.2 12.70 4.76 5.5 O *
230-R02 2.30 3.50 R0.2 12.70 4.76 55 O O
250-R03 2.50 4.00 R0.3 12.70 4.76 55 O *
265-R03 2.65 4.00 RO0.3 12.70 4.76 5.5 @) O
280-R03 2.80 4.00 RO0.3 12.70 4.76 55 O O

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
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Parting and grooving tools

QC series shallow grooving inserts

Square head shallow groove inserts

Q
S|
R-type shown
Grade
Basic dimensions(mm)
Type PVD Coating
S£0025 | Lan,, R/C a1.C S; ad YBG202 YBG205
QC22R/L 300-R03 3.00 4.00 R0.3 12.70 4.76 5.5 (@] *
320-R03 3.20 4.00 R0.3 12.70 4.76 5.5 O O
330-R03 3.30 4.00 RO.3 12.70 4.76 55 O O
350-R03 3.50 5.00 RO.3 12.70 4.76 5.5 @] *
400-R04 4.00 5.00 RO.4 12.70 4.76 5.5 O *
430-R04 4.30 5.00 R0.4 12.70 4.76 555 O O
450-R04 4.50 5.00 R0.4 12.70 4.76 5.5 O O
480-R04 4.80 5.00 RO.4 12.70 5.06 5.5 @] O

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Example of special specification customization:

1. Custom-made insert width of 1.6mm, the tip form of the arc form, arc radius of 0.3mm right blade, I.C value of 12.7mm, then the

custom-made insert model is QC22R160-R03.
2. Customized edge width range: QC11: 0.50~3.0mm: QC16: 0.50~3.0mm: QC22: 1.0~4.8mm-

Round head shallow groove inserts

R-type shown
Grade
Basic dimensions(mm)
Type PVD Coating
S$£0025 | Lap., R/IC a1.c S, ad YBG202 YBG205
QC16R/L 200R 2.00 2.50 1.00 12.70 3.18 4.4 (@] O
300R 3.00 2.50 1.50 12.70 3.18 4.4 O O
QC22R/L 100R 1.00 2.00 0.50 12.70 4.76 55 O O
150R 1.50 3.50 0.75 12.70 4.76 5.5 O O
200R 2.00 3.50 1.00 12.70 4.76 55 O O
250R 2.50 4.00 1.25 12.70 4.76 5:5 O O
300R 3.00 4.00 1.50 12.70 4.76 5.5 (@] O
400R 4.00 5.00 2.00 12.70 4.76 5.5 O O

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Example of special specification customization:

Custom-made inserts width of 1.6mm, the tip form of the arc form, the arc radius of 0.8mm right insert, then the custom-made insert

model is QC22R160R.
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Supplementary series parting and grooving inserts

ZQMX series

\
L o
In j\“
r
R op ]

wi PSP o
= =]
=
23
Grade i E <
Basic dimensions(mm) i

Type CVD Coating Cemented carbide

(=]

£

L1 w r L YBC251 YC40 YD201 E

"
ZQMX3N11-1E 4.4 3.125 0.3 11 ° ° ° % 2
» O
ZQMX4NT-1E | 495 | 4125 03 1 ° ° ° zE
- D
c
ZQMX5N11-1E 5.0 5.125 0.3 11 ° o ° é 3
o 2
ZQMX6N11-1E 5.28 6.4 0.3 11 ° °® o g e
c
N ©

ZQMX7N11-1E 4.53 7.05 0.3 14 o)

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
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Little squirrel series parting and grooving tools

. Little squirrel series parting and grooving tools code key

@ External and surface turning

® Code of grooving tools

® Machining mode

Q@
=S
o
Qo
=
=1

Q@

pue Buied

E  External cutting F ~ End surface cutting

® Code of locating slot

Accords with locating slot code of insert and
corresponds to certain range of insert edge width

Code of edge number of corresponding inserts

s]00) BuinoolB pue

Bunued saues |auinbs a1

S = Single cutting edge D

Double cutting edge

2525 R 13
QEGD{?32° R

130H

Nose height and width of tool holder

Left and right hand of tool

R Right L Left N  Both are acceptable

Maximum cutting depth ®

Supplementary code o
S: Strengthened tool holder for
external and surface deep grooving

The minimum diameter of end surface °
grooving tools for initial machining

Holder type of end surface grooving tools ®

H Straight holder L  90° holder
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Little squirrel series parting and grooving tools

@ Holder for parting blade

Coder of holder for parting blade Specification of holder
Including 20/25/32 etc

-
-]
I
LD >
£ 9
P E 2
)
o

Code of edge number for corresponding inserts Blade height

S  Single cutting edge D =~ Double cutting edge

Little squirrel series parting

and grooving tools

@ Internal machining

L ] Clamping system
® Diameter of shank
® Length of shank
Code Q R S T
Length(mm) 180 200 250 300
Code of grooving tools

Code of locating slot

Accords with locating slot code of insert and
corresponding to certain range of insert edge width.

Code of edge number for corresponding inserts

S = Single cutting edge D~ Double Cutting edge

Left and right hand of tool ®
R Right L = Left

Maximum cutting depth o——

Minimum machining hole diameter @
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| I+
- Lﬁaﬂo [ E
Q9! W
S =
94 R-type shown
S5 o !
Q S !
J Stock Basic dimensions(mm) Applicable inserts Screw Wrench
o — Type
3= R|L| HxB | L s | W | armax :/ « (
«a ©
g2
=< QEAD 1212R/L07 A | A | 12x12 125 11.4 15 7 ZOADO1500
3 3 GB70-85-M4x12 | WH30L
< 1212R/L12 A | A | 12X12 125 1.4 1.5 12 ZOADO1500
Q w
@ % 1616R/L07 A | A| 16x16 125 15.4 1.5 7 ZOADO15000
< 1616R/L12 A | A | 16%X16 125 15.4 1.5 12 ZOADO1500
] GB70-85-M5%X16 | WH40L
= 2020R/L07 A | A | 20%x20 125 19.4 1.5 7 ZOADO1500
«
2020R/L12 A | A | 20x20 125 19.4 1.5 12 ZOADO1500
QEBD 1212R/LO7 A | A 12X12 125 11.2 2 7 zOBD02010
1212R/L10 A | A | 12x12 125 11.2 2 10 ZOBD0200 GB70-85-M4x12 | WH30L
1212R/L14 A | A | 12X12 125 1.2 2 14 zOBD0200
1616R/L07 A | A | 16%X16 125 15.2 2 7 ZOBD0200
1616R/L10 A | A | 16Xx16 125 15.2 2 10 zOBD0200
1616R/L14 A | A| 16%16 125 15.2 2 14 zOBD020I0
GB70-85-M5X16 | WH40L
2020R/L07 A | A | 20x20 125 19.2 2 7 ZOBD0200
2020R/L10 A | A | 20%x20 125 19.2 2 10 ZOBD0200
2020R/L14 A | A | 20%x20 125 19.2 2 14 ZOBD0200
2525R/L07 A | A | 25%x25 150 24.2 2 7 zOBD0200
2525R/L10 A | A| 25x25 150 24.2 2 10 ZOBD020O GB70-85-M6%20 | WH50L
2525R/L14 A | A| 25x25 150 24.2 2 14 ZOBD0200
QEED 1616R/L10 A | A | 16%x16 125 15 25 10 ZOED025000
GB70-85-M5%X20 | WH40L
1616R/L17 A | A | 16%X16 125 15 25 17 ZOED02500
2020R/L10 A | A | 20x20 125 19 25 10 ZOED02500
2020R/L17 A | A| 20x20 125 19 25 17 ZOED025001
GB70-85-M6%20 | WH50L
2525R/L10 A | A| 25x25 150 24 25 10 ZOED025001
2525R/L17 A | A | 25%25 150 24 25 17 ZOED025000
QEFD 1616R/L10 A | A | 16%x16 125 14.8 3 10 ZOFDO300
GB70-85-M5%X20 | WH40L
1616R/L17 A | A | 16Xx16 125 14.8 3 17 ZOFDO30O
2020R/L10 A | A| 20x20 125 18.8 3 10 ZOFDO30O
2020R/L17 A | A| 20x20 125 18.8 3 17 ZOFDO30O0O
GB70-85-M6%20 | WH50L
2525R/L10 A | A | 25%25 150 23.8 3 10 ZOFDO30O0O
2525R/L17 A | A | 25%25 150 23.8 3 17 ZOFDO300
QEGD 2020R/L13 A | A | 20%20 140 18.5 4 13 zOGbo4OO
2020R/L22 A | A| 20x20 140 18.5 4 22 ZOGDo4OO GB70-85-M6%20 | WH50L
2525R/L13 A | A| 25x25 150 235 4 13 zOGDo4OO

A Stock available /\Make-to-order
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H § | [H
s slzffo | E
W L
R-type shown
Stock Basic dimensions(mm) Applicable inserts Screw Wrench
Type

R|L| HxB L S | W | armx / « ‘/

QEGD 2525R/L22 A | A | 25%x25 150 235 4 22 ZOGD0o400O
3232R/L13 A | A | 32X32 170 30.5 4 13 zOGDbo4OO GB70-85-M6X20 | WHS50L

3232R/L22 A | A | 32Xx32 170 30.5 4 22 zOGDo4OO

QEHD 2525R/L13 A | A | 25x25 150 23 5 13 zOHDO5O0

2525R/L22 A | A | 25%x25 150 23 5 22 ZOHDO500

QEHS 2525N30 A | A | 25%25 150 125 5 30 ZOHS0500
GB70-85-M6X20 | WH50L

QEHD 3232R/L13 A | A | 32X32 170 30 5 13 ZOHDO500

3232R/L22 A | A | 32X32 170 30 5 22 ZOHDO5OO

QEHS 3232N30 A | A | 32x32 170 16 5 30 ZOHS0500

QEKD 2525R/L13 A | A | 25x25 150 226 6 13 ZOKDo6OO

2525R/L22 A | A | 25%X25 150 226 6 22 ZOKD06OIO

QEKS 2525N30 A | A | 25%X25 150 125 6 30 ZOKS06000
GB70-85-M6X20 | WH50L

QEKD 3232R/L13 A | A | 32x32 170 29.6 6 13 ZOKDoeOO

3232R/L22 A | A | 32Xx32 170 29.6 6 22 ZOKDo6OO

QEKS 3232N30 A | A | 32Xx32 170 16 6 30 ZOKS06OO
QELD 2525R/L16 A | A | 25%x25 150 22 8 16 ZTLD0808-MM GB70-85-M6X20 | WH50L
2525R/L25 A | A | 25%X25 150 22 8 25 ZTLD0808-MM GB70-85-M6X20 | WHS50L
3232R/L28 A | A | 32Xx32 170 29 8 28 ZTLD0808-MM GB70-85-M8X30 | WH60L

A Stock available

/\Make-to-order

ooving and turning tools

R-type shown
Stock Basic dimensions(mm) Applicable inserts Screw Wrench
Type ’
R|L| HxB | L S | W |armax / « (
QECD | 1616R/L025 A | A | 16X16 125 | 14.75 GB70-85-M5 X 20 WH40L
2020R/L025 A A 20X20 125 18.75 | 1.0~24 25 ZTCDOOOOO-EG
GB70-85-M6 X 20 WH50L
2525R/L025 A A 25X25 150 23.75
A Stock available /\Make-to-order
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= !

H

A l

45° S B
%Tj L

R-type shown W

Stock Basic dimensions(mm) Applicable inserts Screw Wrench

Type
RIL| HxB | L | 8 | W |armm / ¢ (

Buirnooib
_ pue Buiped

Q
3= QXFD | 2020R/L03-45 Al A 20%20 125 23
«a ©
g 2 2525R/L03-45 A | A | 25%25 150 28 3.0 3.0 | ZR(T)FD0O3-00O
=
‘g. o 3232R/L03-45 Al A | 32x32 170 35
Q w
@ % QXGD | 2020R/L03-45 A | A | 20%20 125 23
w
° 2525R/L03-45 A | A | 25%25 150 28 4.0 3.0 | ZR(T)GD04-OO
3 3232R/L0345 | A | A | 32x32 | 170 | 35
GB70-85-M6X20 | WH50L
QXHD | 2020R/L04-45 Al A 20%20 125 24

2525R/L04-45

>
>

25X 25 150 29 5.0 4.0 | ZR(T)HDO5-OO

3232R/L04-45 A A 32X32 170 36

QXKD | 2020R/L04-45 A | A | 20%20 125 24

2525R/L04-45 A A 25X25 150 29 6.0 4.0 ZR(T)KD06-0000

3232R/L04-45 A A 32X32 170 36

A Stock available /\Make-to-order

w L
R-type shown w
Stock Basic dimensions(mm) Applicable inserts Screw Wrench
Type _
R|L | HXB | L S W | armax | g o> « ‘/
QEFS | 2525R/L12-3N | A | A | 25X25 | 150 | 253 3 12 ZIGQ3N-00
3232R/L22-3N A | A | 32x32 | 170 | 323 3 22 ZIMF304N-0000
QEGS | 2525R/L12-4N A | A | 25%25 | 150 | 253 4 12 ZIGQ4N-O00]
3232R/L22-4N A | a | 32x32 | 170 | 323 4 22 | ZIMF400N-LO
GB70-85-M6X20 | WH50L
QEHS | 2525R/L12-5N A | A | 25X25 | 150 | 25.4 5 12 ZIGQ5N-000
3232R/L22-5N Al oA | 32x32 | 170 | 324 5 22 | ZIMFSOLIN-DOI
QEKS | 2525R/L12-6N | 4 | A | 25X25 | 150 | 254 6 12 ZIGQEN-O0
3232R/L22-6N A | A | 32x32 | 170 | 324 6 22 | ZIMFEOLIN-TO

A Stock available /\Make-to-order
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Little squirrel series parting and grooving tools

Blade for external parting

i BE L ! 5
S D
-
oS
=)
£ L
. . . o
Basic dimensions(mm) Applicable inserts Wrench
Type Stock @Dmax =)
L H h B W (Maximum / / g
parting diameter) E
Q.
QEES26N A 110 26 19 2 25 60 ZPES02502-MG 2
o L
QEFS26N A 110 26 19 2.4 3 60 ZPFS0302-MG e _8
S
QEGS26N A 110 26 19 3.2 4 70 ZPGS0402-MG s £
o O
@ 9
QEHS26N A 110 26 19 4 5 70 ZPHS0503-MG o _g’
E=
QEKS26N A 110 26 19 5 6 70 ZPKS0604-MG - ©
W50RL
QEES32N A 150 32 24.6 2 25 100 ZPES02502-MG
QEFS32N A 150 32 24.6 2.4 3 100 ZPFS0302-MG
QEGS32N A 150 32 246 3.2 4 120 ZPGS0402-MG
QEHS32N A 150 32 24.6 4 5 120 ZPHS0503-MG
QEKS32N A 150 32 24.6 5 6 120 ZPKS0604-MG

A Stock available /\Make-to-order

’ :
H ;I h2
ht
L B
B1
Basic dimensions(mm) Clamp Screw Wrench
Type Stock
L H hr ha B B1 > « (
QZS2026 A 86 20 10 46.6 19 38 QzC26
QZS2526 A 86 25 5 46.6 23 42 QzC26
QZS3226 A 86 30 3 51.6 30 48 QzC26
GB70-85-M6 X 20 WH50L
QZS2032 A 10 20 13 50 19 38 QzC32
QZS2532 A 110 25 8 50 23 42 QzC32
QZS3232 A 110 32 5 54 30 48 QzC32

A Stock available /\Make-to-order
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Parting and grooving tools /

| el
@ & L Diameter range
S = i of entering
‘s’_é ; L-type shown
S o
@3 Applicable
Stock Basic dimensions(mm) . Screw Wrench
inserts
o Type 2
= -
&5 R|L|HXB| L | s | W |ama| 2P / « (
3 v (min-max)
22
35 QFFD | 2020R/L7-48H | A | A | 20x20 | 150 | 21 3 7 48-66
- O
8_ @ 2020R/L10-48H A A 20%20 150 21 3 10 48-66
@ 8
@ 2525R/L10-48H | A | A | 25x25 | 150 26 3 10 48-66
g 2525R/L17-48H | A | A | 25x25 | 150 26 3 17 48-66
3 2020R/L7-60H | A | A | 20x20 | 150 | 21 | 3 7 | 6080
2020R/L10-60H | A | A | 20x20 | 150 21 3 10 60-80
2525R/L10-60H | A | A | 25x25 | 150 26 3 10 60-80
2525R/L17-60H | A | A | 25x25 | 150 26 3 17 60-80
ZTFD0303-00
2020R/L7-74H A | A | 20x20 | 150 21 3 7 74-110
2020R/L10-74H | A | A | 20x20 | 150 21 3 10 74-110
2525R/L10-74H A A 25%25 150 26 3 10 74-110
2525R/L17-74H A A 25%25 150 26 3 17 74-110
2020R/L7-100H A A 20%20 150 21 3 7 100-150
2020R/L10-100H | A | A | 20x20 | 150 21 3 10 | 100-150
2525R/L10-100H | A | A | 25x25 | 150 26 3 10 | 100-150
2525R/L17-100H | A | A | 25x25 | 150 26 3 17 | 100-150
GB70-85-M6X20 |  WH50L
QFGD | 2020R/L10-52H | A | A | 20x20 | 150 21 4 10 52-72
2525R/L13-52H | A | A | 25x25 | 150 26 4 13 52-72
2020R/L15-52H | A | A | 20x20 | 150 21 4 15 52-72
2525R/L22-52H | A | A | 25x25 | 150 26 4 22 52-72
2020R/L10-64H | A | A | 20x20 | 150 21 4 10 64-100
2525R/L13-64H A A 25%25 150 26 4 13 64-100
2020R/L15-64H A A 20%20 150 21 4 15 64-100
2525R/L22-64H A A 25%25 150 26 4 22 64-100
ZTGD0404-0001
2020R/L10-90H A A 20%20 150 21 4 10 90-140
2525R/L13-90H | A | A | 25x25 | 150 26 4 13 90-140
2020R/L15-90H | A | A | 20x20 | 150 21 4 15 90-140
2525R/L22-90H | A | A | 25x25 | 150 26 4 22 90-140
2020R/L10-130H | A | A | 20x20 | 150 21 4 10 | 130-230
2525R/L13-130H | A | A | 25x25 | 150 26 4 13 | 130-230
2020R/L15-130H | A | A | 20x20 | 150 21 4 15 | 130-230
2525R/L22-130H | A | A | 25x25 | 150 26 4 22 | 130-230

A Stock available /\Make-to-order
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Diameter range

of entering
L-type shown
. . Applicable
Stock Basic dimensions(mm) Pp Screw Wrench
inserts
Type ™
R|L|HxB| L | s S| 0// « ‘/
(min-max)
QFHD | 2525R/L13-58H | A | A | 25%X25 | 150 26 13 58-96
2525R/L22-58H | A | A | 25%x25 | 150 26 22 58-96
2525R/L13-86H | A | A | 25X25 | 150 26 13 86-140
2525R/L22-86H | A | A | 25X25 | 150 26 22 86-140
ZTHD0504-001
2525R/L13-130H | A | A | 25X25 | 150 26 13 | 130-200 GB70-85-M6X20 | WH50L
2525R/L22-130H | A | A | 25X25 | 150 26 22 | 130-200
2525R/L13-185H | A | A | 25%25 | 150 26 13 | 185-400
2525R/L22-185H | A | A | 25%25 | 150 26 22 | 185-400
QFHS | 2525R/L30-185H | A | A | 25%25 | 150 26 30 | 185-400 | ZTHS0504-MG
QFKD | 2525R/L13-60H | A | A | 25%X25 | 150 26 13 60-100
2525R/L22-60H | A | A | 25X25 | 150 26 22 60-100
2525R/L13-88H | A | A | 25X25 | 150 26 13 88-180
ZTKD0608-00
2525R/L22-88H | A | A | 25%X25 | 150 26 22 88-180 GB70-85-M6x20 | WHS50L
2525R/L13-160H | A | A | 25X25 | 150 26 13 | 160-400
2525R/L22-160H | A | A | 25X25 | 150 26 22 | 160-400
QFKS | 2525R/L30-160H | A | A | 25%25 | 150 26 30 | 160-400 | ZTKS0608-MG
QFLD | 2525R/L25-75H | A | A | 25x25 | 150 27 25 75-150 | ZTLD0808-MM | GB70-85-M6%20 | WH50L
2525R/L25-140H | A | A | 25%X25 | 150 27 25 | 140-400 | ZTLDO0808-MM | GB70-85-M6X20 | WH50L
3232R/L28-140H | A | A | 32x32 | 170 30 28 | 140-400 | ZTLDO808-MM | GB70-85-M8X<30 | WH60L

A Stock available /\Make-to-order
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Diameter range
of entering
RR-type shown
. . Applicable
Basic dimensions(mm) pp Screw Wrench
inserts
Type Stock a
@D .
HXB L S] W | armax X

(min-max)
QFFD | 2020RR7-48H A 20%20 | 150 | 21 3 7 48-66
2020RR10-48H A 20X 20 150 21 3 10 48-66
2525RR10-48H A 25%25 150 26 3 10 48-66
2525RR17-48H A 25%25 150 26 3 17 48-66
2020RR7-60H A 20%20 150 21 3 7 60-80
2020RR10-60H A 20%20 150 21 3 10 60-80
2525RR10-60H A 25%25 150 26 3 10 60-80
2525RR17-60H A 25%25 150 26 3 17 60-80

ZTFD0303-00

2020RR7-74H A 2020 150 21 3 7 74-110
2020RR10-74H A 20X 20 150 21 3 10 74-110
2525RR10-74H A 25X 25 150 26 3 10 74-110
2525RR17-74H A 25X 25 150 26 3 17 74-110

2020RR7-100H A 20%20 150 21 3 7 100-150

2020RR10-100H A 20%20 150 21 3 10 100-150

2525RR10-100H A 25%25 150 26 3 10 100-150

2525RR17-100H A 25%25 150 26 3 17 100-150

GB70-85-M6 X 20 WH50L
QFGD | 2020RR10-52H A 20%x20 | 150 | 21 4 10 52-72
2020RR15-52H A 20%20 150 26 4 15 52-72
2525RR13-52H A 25%25 150 21 4 13 52-72
2525RR22-52H A 25%25 150 26 4 22 52-72
2020RR10-64H A 20X 20 150 21 4 10 64-100
2020RR15-64H A 2020 150 26 4 15 64-100
2525RR13-64H A 25X 25 150 21 4 13 64-100
2525RR22-64H A 25X 25 150 26 4 22 64-100
ZTGD0404-00

2020RR10-90H A 20X 20 150 21 4 10 90-140
2020RR15-90H A 20%20 150 26 4 15 90-140
2525RR13-90H A 25%25 150 21 4 13 90-140
2525RR22-90H A 25%25 150 26 4 22 90-140

2020RR10-130H A 20%20 150 21 4 10 130-230

2020RR15-130H A 20%20 150 26 4 15 130-230

2525RR13-130H A 25%25 150 21 4 13 130-230

2525RR22-130H A 25%25 150 26 4 22 130-230

A Stock available

A278

/\Make-to-order



Diameter range

of entering
RR-type shown
. . Applicable
Basic dimensions(mm) ?P Screw Wrench
inserts
Type Stock
yp 2D /,
HXB L S armax ,
(min-max)
QFHD | 2525RR13-58H A 25%25 150 26 13 58-96
2525RR22-58H A 25X 25 150 26 22 58-96
2525RR13-86H A 25X25 150 26 13 86-140
2525RR22-86H A 25%25 150 26 22 86-140
ZTHDO0504-0001
2525RR13-130H A 25x%25 150 26 13 130-200 GB70-85-M6%20 | WH50L
2525RR22-130H A 25X 25 150 26 22 130-200
2525RR13-185H A 25X 25 150 26 13 185-400
2525RR22-185H A 25X 25 150 26 22 185-400
QFHS | 2525RR30-185H A 25X25 150 26 30 185-400 ZTHS0504-MG
QFKD | 2525RR13-60H A 25%25 | 150 | 26 13 60-100
2525RR22-60H A 25X 25 150 26 22 60-100
2525RR13-88H A 25X 25 150 26 13 88-180
ZTKD0608-000
2525RR22-88H A 25X 25 150 26 22 88-180 GB70-85-M6X20 |  WHS50L
2525RR13-160H A 25X25 150 26 13 160-400
2525RR22-160H A 25X25 150 26 22 160-400
QFKS | 2525RR30-160H A 25X 25 150 26 30 160-400 ZTKS0608-MG

A Stock available /\Make-to-order

A279
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Diameter range
of entering
LL-type shown
. . Applicable
Basic dimensions(mm) ;?p Screw Wrench
inserts
Type Stock 2
2D y
HXB L S] W armax X
(min-max)
QFFD | 2020LL7-48H A 20%X20 | 150 21 3 7 48-66
2020LL10-48H A 20%20 | 150 21 3 10 48-66
2525LL.10-48H A 25%25 | 150 26 3 10 48-66
2525LL17-48H A 25%25 | 150 26 3 17 48-66
2020LL7-60H A 20%20 | 150 21 3 7 60-80
2020LL10-60H A 20%20 | 150 21 3 10 60-80
2525LL10-60H A 25%25 | 150 26 3 10 60-80
2525LL17-60H A 25%25 | 150 26 3 17 60-80
ZTFD0303-001
2020LL7-74H A 20%20 | 150 21 3 7 74-110
2020LL10-74H A 20%20 | 150 21 3 10 74-110
2525LL10-74H A 25X25 150 26 3 10 74-110
2525LL17-74H A 25X25 150 26 3 17 74-110
2020LL7-100H A 20X 20 150 21 3 7 100-150
2020LL10-100H A 20%20 | 150 21 3 10 100-150
2525LL10-100H A 25%25 | 150 26 3 10 100-150
2525LL17-100H A 25%25 | 150 26 3 17 100-150
GB70-85-M6X20 | WH50L
QFGD | 2020LL10-52H A 20%20 | 150 21 4 10 52-72
2020LL15-52H A 20%20 | 150 26 4 15 52-72
2525LL13-52H A 25%25 | 150 21 4 13 52-72
2525LL22-52H A 25%25 | 150 26 4 22 52-72
2020LL10-64H A 20%20 | 150 21 4 10 64-100
2020LL15-64H A 20%20 | 150 26 4 15 64-100
2525LL13-64H A 25X25 150 21 4 13 64-100
2525LL.22-64H A 25%25 | 150 26 4 22 64-100
ZTGD0404-00
2020LL10-90H A 20%x20 | 150 21 4 10 90-140
2020LL15-90H A 20%20 | 150 26 4 15 90-140
2525LL13-90H A 25%25 | 150 21 4 13 90-140
25251 L.22-90H A 25%25 | 150 26 4 22 90-140
2020LL10-130H A 20%20 | 150 21 4 10 130-230
2020LL15-130H A 20%20 | 150 26 4 15 130-230
2525LL13-130H A 25%25 | 150 21 4 13 130-230
25251 L.22-130H A 25%25 | 150 26 4 22 130-230

A Stock available

A280

/\Make-to-order



Wy
gl

Diameter range

of entering
LL-type shown
. . Applicable
Basic dimensions(mm) '.Jp Screw Wrench
inserts
Type Stock
2 @D .
HXB L S] armax X
(min-max)
QFHD | 2525LL13-58H A 25%25 | 150 26 13 58-96
2525LL22-58H A 25%X25 | 150 26 22 58-96
2525LL13-86H A 25X25 150 26 13 86-140
2525L1L.22-86H A 25X25 150 26 22 86-140
ZTHDO0504-001
2525LL13-130H A 25%25 | 150 26 13 130-200 GB70-85-M6x20 |  WH50L
2525LL22-130H A 25%25 | 150 26 22 130-200
2525LL13-185H A 25%25 | 150 26 13 185-400
25251 1.22-185H A 25%X25 | 150 26 22 185-400
QFHS | 2525LL30-185H A 25X25 150 26 30 185-400 ZTHS0504-MG
QFKD | 2525LL13-60H A 25%25 | 150 26 13 60-100
2525LL22-60H A 25%25 | 150 26 22 60-100
2525LL13-88H A 25%25 | 150 26 13 88-180
ZTKD0608-000
25251 L.22-88H A 2525 | 150 26 22 88-180 GB70-85-M6x20 |  WH50L
2525LL13-160H A 25X25 150 26 13 160-400
2525LL22-160H A 25X25 150 26 22 160-400
QFKS | 2525LL30-160H A 25%25 | 150 26 30 160-400 | ZTKS0608-MG

A Stock available /\Make-to-order

A281
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@ & Diameter range
FIEY of entering
‘5’ a ! R-type shown
S o
- Applicable
Stock Basic dimensions(mm) ) Screw Wrench
inserts
o Type a
= -
&5 R|L|HxB| L | s | W |arma| 2P / « (
3 v (min-max)
22
35 QFFD | 2020R/L7-48L | A | A | 20x20 | 150 | 285 | 3 7 48-66
- O
S @ 2020R/L10-48L | A | A | 20x20 | 150 | 31.5 3 10 48-66
o
o 2525R/L10-48L | A | A | 25x25 | 150 | 36.5 3 10 48-66
g 2525R/L17-48L | A | A | 25x25 | 150 | 43.5 3 17 48-66
3 2020R/L7-60L | A | A | 20x20 | 150 | 285 | 3 7 | 6080
2020R/L10-60L | A | A | 20x20 | 150 | 31.5 3 10 60-80
2525R/L10-60L | A | A | 25x25 | 150 | 36.5 3 10 60-80
2525R/L17-60L | A | A | 25x25 | 150 | 43.5 3 17 60-80
ZTFD0303-00
2020R/L7-74L A | A | 20x20 | 150 | 28.5 3 7 74-110
2020R/L10-74L | A | A | 20x20 | 150 | 31.5 3 10 74-110
2525R/L10-74L A A 25%25 150 36.5 3 10 74-110
2525R/L17-74L A A 25%25 150 435 3 17 74-110
2020R/L7-100L A A 20%20 150 285 3 7 100-150
2020R/L10-100L | A | A | 20x20 | 150 | 31.5 3 10 | 100-150
2525R/L10-100L | A | A | 25x25 | 150 | 36.5 3 10 | 100-150
2525R/L17-100L | A | A | 25x25 | 150 | 43.5 3 17 | 100-150
GB70-85-M6X20 | WH50L
QFGD | 2020R/L10-52L | A | A | 20x20 | 150 | 31.5 4 10 52-72
2525R/L13-52L | A | A | 25x25 | 150 | 39.5 4 13 52-72
2020R/L15-52L | A | A | 20x20 | 150 | 36.5 4 15 52-72
2525R/L22-52L | A | A | 25x25 | 150 | 48.5 4 22 52-72
2020R/L10-64L | A | A | 20x20 | 150 | 31.5 4 10 64-100
2525R/L13-64L A A 25x25 150 39.5 4 13 64-100
2020R/L15-64L A A 20%20 150 36.5 4 15 64-100
2525R/L22-64L A A 25%25 150 48.5 4 22 64-100
ZTGD0404-001
2020R/L10-90L | A | A | 20x20 | 150 | 31.5 4 10 90-140
2525R/L13-90L | A | A | 25x25 | 150 | 39.5 4 13 90-140
2020R/L15-90L | A | A | 20x20 | 150 | 36.5 4 15 90-140
2525R/L22-90L | A | A | 25x25 | 150 | 485 4 22 90-140
2020R/L10-130L | A | A | 20x20 | 150 | 31.5 4 10 | 130-230
2525R/L13-130L | A | A | 25x25 | 150 | 39.5 4 13 | 130-230
2020R/L15-130L | A | A | 20x20 | 150 | 36.5 4 15 | 130-230
2525R/L22-130L | A | A | 25x25 | 150 | 485 4 22 | 130-230

A Stock available /\Make-to-order

A282



!
B .
w2 L Diameter range o
of entering E
R-type shown 8
L ) Applicable =
Stock Basic dimensions(mm) ;?p Screw Wrench
inserts
Type @D , £
R L HXB L S W | armax , =
(min-max) g
172
QFHD | 2525R/L13-58L A | A | 25%x25 | 150 | 39.5 5 13 58-96 2
o 2
n 9
2525R/L22-58L A | A | 25%x25 | 150 | 485 5 22 58-96 3 ‘:9»
Ec
2525R/L13-86L A | A | 25%x25 | 150 | 39.5 5 13 86-140 %g
2525R/L22-86L A | A | 25%x25 | 150 | 485 5 22 86-140 é’g
ZTHDO0504-00001 Jw
2525R/L13-130L | A | A | 25x25 | 150 | 39.5 5 13 | 130-200 GB70-85-M6x20 |  WH50L
2525R/L22-130L | A | A | 25x25 | 150 | 485 5 22 | 130-200
2525R/L13-185L | A | A | 25x25 | 150 | 39.5 5 13 | 185-400
2525R/L22-185L | A | A | 25x25 | 150 | 485 5 22 | 185-400
QFHS | 2525R/L30-185L | A | A | 25x25 | 150 | 56.5 5 30 | 185-400 | ZTHS0504-MG
QFKD | 2525R/L13-60L A | A | 25x25 | 150 | 395 6 13 60-100
2525R/L22-60L A | A | 25x25 | 150 | 485 6 22 60-100
ZTKDO0608-000 | GB70-85-M6x20 |  WH50L
2525R/L13-88L A | A | 25x25 | 150 | 39.5 6 13 88-180
2525R/L22-88L A | A | 25x25 | 150 | 485 6 22 88-180

A Stock available /\Make-to-order

A283




Little squirrel series parting and grooving tools

Internal grooving and turning tools

) ) s
iy — 3
\ C | \\ /]
A @Dmi
@ 3 ‘ L min
FIES
g_g ; R-type shown
S o
“a Applicabl
; L ) icable
. Stock Basic dimensions(mm) F.)p Screw Wrench
® — inserts
S = Type s
o =
g o R|L|wed| L | S | W |ams| @mn 0// > (
g2
a ?D C20Q-QEDR/L05-27 A | A 20 180 | 15.2 25 5 27 GB70-85-M4 X 12 WH30L
g ZTED025000
S 4 C25R-QEDR/L07-33 A | A 25 200 | 203 25 7 33 GB70-85-M5X 16
oS ZRED025010 WH40L
2 C32S-QEDR/L09-42 A | A 32 250 | 253 25 9 42 GB70-85-M5X 20
S C20Q-QFDR/L05-27 A | A 20 180 | 15.2 3 5 27 GB70-85-M4 X 12 WH30L
5 ZTFDO300
@ C25R-QFDR/L07-33 A | A 25 200 | 203 3 7 33 GB70-85-M5X 16
ZRFDO30OO WH40L
C32S-QFDR/L09-42 A A 32 250 25.3 3 9 42 GB70-85-M5 X 20
C25R-QGDR/L08-35 | A | A 25 200 | 215 4 8 35 GB70-85-M5X 16 WH40L
ZTGD0400
C32S-QGDR/L11-44 A | A 32 250 | 27.5 4 11 44 GB70-85-M6 %20
ZRGD04OO WH50L
C40T-QGDR/L13-54 A A 40 300 33.5 4 13 54 GB70-85-M6 X 20
C25R-QHDR/L08-35 A | A 25 200 | 215 5 8 35 GB70-85-M5X 16 WH40L
ZTHDO50O
C32S-QHDR/L11-44 A | A 32 250 | 275 5 11 44 GB70-85-M6 %20
ZRHDO50O0O WH50L
C40T-QHDR/L13-54 A A 40 300 33.5 5 13 54 GB70-85-M6 X 20
C25R-QKDR/L08-35 A | A 25 200 | 215 6 8 35 GB70-85-M5X 16 WH40L
ZTKDO6OO
C32S-QKDR/L11-44 A | A 32 250 | 27.5 6 11 44 GB70-85-M6 %20
ZRKD060O WH50L
C40T-QKDR/L13-54 A A 40 300 33.5 6 13 54 GB70-85-M6 X 20
A Stock available /\Make-to-order
Profile turning tools for Al

e by sl i

L1

R-type shown

Stock Basic dimensions(mm) Applicable inserts Screw Wrench

Type @D -
R| L | G od S L1 L2 G" « (

diameter)

C40X-QLDR/L65-15A A A 160 40 21 320 65 ZRLDO08-LH
C40X-QLDR/L80-15A A A 160 40 21 320 80 ZRLDO8-LH
GB70-85-M6 X 20 WHS50L
C40X-QKDR/L60-15A A A 160 40 20 320 60 ZRKDO06-LH
C40X-QKDR/L75-15A A A 160 40 20 320 75 ZRKDO06-LH

A Stock available /\Make-to-order
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QC series shallow grooving tools

(O[O TI T shallow grooving tools code key

@ External shallow groove tools

Inserts tip Applicable insert
S CllsiE height(mm) width range(mm)
Rightward Code Height 0.5<S<1.8(Qc16000)

L Leftward 16 16 1.0<8<2.3(QC22000)

1.8£8<3.0(QC16000000)
2.3£8<3.3(QC220000)

25 35 3.3<5<4.8

GQC R 20 20 K 22-15
Cutting edge (Inner tangent circle
Iength code |diameter(mm)

20 20 25
25

=
=
>
o
°
2
o

Toolholder shank Toolholder shank
width(mm length(mm)

External shallow
groove tools

QC series shallow grooving tools

Code Width Code Length 6.35
16 16 K 125 16 9.525
20 20 M 150 22 12.70
25 25

@ Internal shallow groove tools

Toolholder shank Cutting edge |Inner tangent circle
Toolholder type Iength code |diameter(mm) Cutting direction

Code Type Code Length 6.35 Rightward
S Steel shank H 100 16 9.525 L Leftward
c Carbide shank K 125 22 12.70

A Steel shank + 150

internal cooling

S 20 K-QC 16 15 R 25

Applicable insert Minimum processin
SIEMS I B Shallow groove wrdrfch range(mm) dlametper(mm) -

Code Diameter 0.5<5<1. 8<88?23%E||E) Code Diameter
1 1 1.0£S<2.3(QC22000) 16 16
2 20 1 8<s<30(QC11000, 20 20
25 25 25 Qc16000 25 25
2.3<8<3.3(QC22000)
35 35

35 3.358<4.8

A285



Parting and grooving tools /

QC series shallow grooving tools

External shallow groove tools

|
: 0

R-type shown. The right

*

(R) cutter bar is fitted with - “
Q9! a right (R) blade, and the L
S = left (L) cutter bar is fitted ) '
23 with a left (L) blade.
S5 Q0
@ 3. Basic dimensions(mm) Applicable inserts|  Screw Wrench
Type Stock Width
8 H B S e L (mm) v 3/
3
3 GQCRI/L | 1616K16-15 A 16 16 21 125
(2]
) 2020K16-15 A 20 20 25 125 1.1-1.8 | QC16R/L 110~180
e 2525M16-15 | A | 25 25 30 150
2 160M3.5x10 | WT15IP
Q 1616K16-25 A 16 16 21 125
o
g 2020K16-25 A 20 20 25 125 1.8-3.0 | QC16R/L 180~300
@ 2525M16-25 | A | 25 25 30 150
g 25.5
s 2020K22-15 A 20 20 25 125
1.0-2.3 | QC22R/L 100~230
2525M22-15 A 25 25 30 150
2020K22-25 A 20 20 25 125
2.3-3.3 | QC22R/L230~330 | 160M5x13 | WT20IP
2525M22-25 A 25 25 30 150
2020K22-35 A 20 20 25 125
3.3-48 | QC22RIL 330~480
2525M22-35 A 25 25 30 150

A Stock available /\Make-to-order

Internal shallow groove tools

-

L-type shown. The right
(R) cutter bar is fitted with
a right (R) blade, and the
left (L) cutter bar is fitted
with a left (L) blade.

Basic dimensions(mm) Applicable inserts Screw Wrench
Type Stock Width
@Dmin | od s e L (mm) v >/
S20K-QC1115R/L 16 A 16 20 1.1 40 125 1.2-1.8 QC11R/L 120~180
S20K-QC1125R/L 16 A 16 20 1.1 40 125 1.8-3.0 QC11R/L180~300
160M2.5x6.5 | WTO7IP
S$16H-QC1115R/L 20 A 21 16 1.5 12 100 1.2-1.8 QC11R/L 120~180
S$16H-QC1125R/L 20 A 21 16 1.5 12 100 1.8-3.0 QC11R/L180~300
S20M-QC1615R/L 25 A 12.5 1.1-1.8 QC16R/L110~180
26 20 160M3.5%10 WT15IP
S20M-QC1625R/L 25 A 12.5 15 1.8-3.0 QC16R/L180~300
S25M-QC2215R/L 35 A 18.2 150 1.0-2.3 QC22R/L100~230
S$25M-QC2225R/L 35 A 35 25 18.2 20 2.3-3.3 QC22R/L230~330 160M5x%13 WT20IP
S$25M-QC2235R/L 35 A 18.2 20 3.3-4.8 QC22R/L 330~480

A Stock available /\Make-to-order

A286



Supplementary series parting and grooving inserts

. Parting and grooving tools code key

@ External grooving

® Code of grooving tools

® Inserts shape

Q Z2Q 16 16 R 04

Width of tool holder

[of| |

Cutting direction ®

[ 1 1
Mr dI

Cutting edge width ®

-
-]
I
LD >
£ 9
P E 2
)
o

Supplementary series parting

and grooving inserts

@ Internal grooving
® Clamping system

® Diameter of tool holder

® Length of tool holder

Code of grooving tools

Inserts shape L

Cutting direction ®

[ =]
Dr did

Cutting edge width ®

A287
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Parting and grooving tools

Kar,
\® _
|l _fof] : e
I <40
R-type shown
Stock Basic dimensions(mm) Applicable inserts Screw Wrench
Type
RIL| H | B | L | S| W]/ am v « ‘/
QZQ | 1616R/L0O3 | A | A 16 16 | 100 | 164 | 3 16 ZQMX3N11-IE
GB70-85-M5X 16 WH40L
1616R/L04 A A 16 16 100 16.4 4 18 ZQMX4N11-IE
2020R/L03 A A 20 20 125 20.4 3 20 ZQMX3N11-IE
2020R/L04 A A 20 20 125 20.4 4 20 ZQMX4N11-IE
2525R/L03 A A 25 25 150 254 3 20 ZQMX3N11-IE
2525R/L04 A A 25 25 150 254 4 20 ZQMX4N11-IE
2525R/L05 A A 25 25 150 254 5 25 ZQMX5N11-IE
GB70-85-M6 X 20 WH50L
2525R/L06 A A 25 25 150 25.7 6 32 ZQMX6N11-IE
3225R/L03 A A 32 25 170 25.4 3 25 ZQMX3N11-IE
3225R/L04 A A 32 25 170 254 4 25 ZQMX4N11-IE
3225R/L05 A A 32 25 170 254 5 25 ZQMX5N11-IE
3225R/L06 A A 32 25 170 25.7 6 35 ZQMX6N11-IE

A Stock available

A288

/\Make-to-order




Application information of parting and grooving

/ Center height control of parting and grooving tools \

@ No matter which parting or grooving tools you select, the ideal
surface quality is only achieved by ensuring that insert is vertical
from the center line of workpiece, which can also effectively reduce
vibration during machining.

@ The height tolerance between insert edge bottom and the center
height of workpiece should be remained in £0.1mm, especially for
lever parting and grooving workpieces with small diameter. This can
improve tool life, reduce cutting resistant force, and diminish burrs.

© When the insert is approaching the center of workpiece, the cutting
speed should be reduced by 30%, which is good for improving life and
surface quality.

© As long as conditions allow, try to shorten the overhang of tools as
much as possible to ensure good stability.

External grooving, turning and profiling

© In-feed sequence: When cutting depth>0.5mm, radial in-feed (Max.
cutting depth can be 0.75xinsert edge width S) — radial out-feed
about 0.1mm — axial in-feed —flank out-feed — axial in-feed — radial
machining to required depth.

© When finishing, adopt the sequence shown in the diagram. It can reduce
vibration caused by the friction between tools and chips.

urtace grooving and turning

@ Finishing (Multi-slot cutting)
Cut inwards from Max. diameter. Inserts offset to inward flange when
retracting, as is shown in diagram (1).

©® Recess turning
Axial turning depth should not exceed 0.75%S (cutting edge width).
If slot width is larger than slot depth, it is recommended to adopt recess
turning, as is shown in diagram (2).
If slot depth is larger than slot depth, it is recommended to adopt multi-
slot cutting.

@ Finish machining
First finish bottom and external diameter fringe, then finish the internal
diameter to required size, as is shown in diagram (3).

Internal grooving and turning

© To facilitate chip flow, always feed along the direction of moving from
the deepest in the hole to outside.

)
®
S)

|
! D)

Conventional diagram
-- of height difference of
tool center line

A289
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Application information of parting and grooving

/ The cutting parameters recommended are suitable for wet machining. \

e < Reco enaea reed rale
Insert width(mm) Parting Grooving Grooving(-MM) Turning Turning(-MM) Profiling
25 0.05-0.15 0.05-0.15 0.05-0.2 0.05-0.15 0.05-0.2 0.05-0.15
3 0.05-0.15 0.05-0.15 0.05-0.2 0.07-0.15 0.07-0.2 0.1-0.2
@ 33 4 0.05-0.2 0.05-0.2 0.05-0.25 0.07-0.25 0.07-0.3 0.1-0.2
g 2 5 0.07-0.2 0.07-0.22 0.07-0.25 0.1-0.25 0.1-0.3 0.15-0.3
@
& g 6 0.1-0.3 0.07-0.25 0.07-0.3 0.1-0.3 0.1-0.35 0.15-0.3
8 0.1-0.4 0.15-0.45
- >
23 Workpi YBG202
== orkpiece
a5 o . Hardness |YBG302 YBG105|YBG212| YBC151|YBC251|YBS103 | YD101 |YD201|YBG102| YC10 | YC40
o © material YBG205
> =
a 110-
=} E] Carbon steel [125<HB<170| 120-260 | 150-280 140-280 | 150-280 130-280 260
3 -
e =
53 Lowalloy 1480 < B <275| 80-175 | 110-200 100-240 | 110-200 90-200 | 70-175
@ 3 steel
> -
= High oY |180<HB<325| 80-160 | 110-190 100-220 | 110-190 90-190 | 70-160
S5
=3 Cast steel [180<HB<250| 75-140 | 100-170 80-160 | 100-170 80-170 | 60-140
Ferite, |200<HB<300| 70-170 |100-200 100-200 80-200 | 60-170
M Martensite
Austenite  |180<HB<300| 80-200 | 110-220 110-220 90-220 | 70-200
Ma”eﬁg': cast! 130<HB <230/ 100-200 | 130-220 90-160
Grey cast iron [180<HB<220| 90-170 | 120-200 80-140
Nodular cast |160<HB <250 80-150 | 110-180 60-140
Al alloy - 200-400
High
temperature <400 40-70 20-50 30-80 | 20-50 30-60
alloy
The cutting parameters recommended are suitable for wet machining.
Advice: internal machining and end machining, The cutting speed should be reduced by 30%-40%.
®Recommended cutting parameters for QC series shallow groove tools
Recommended insert material .
. . : Tool fi for gr ng(mm/r
(cutting speed m/min) A: Tool feed for grooving(mm/r)
Processed PVD Coating B: Tool feed for transverse machining(mm/r)
material —
C: Depth of cut for transverse machining(mm)
YBG202 YBG205
QC**R/L050-120 QC**R/L125-225 | QC**R/L230-325 | QC**R/L330-400 | QC**R/L400-480
A:0.03-0.08 A: 0.04-0.09 A: 0.05-0.1 A:0.05-0.12 A: 0.05-0.12
Carbon Steel 80-180 80-180 Non-horizontal processing B: 0.04-0.09 B: 0.05-0.1 B: 0.05-0.1 B: 0.05-1
Non-horizontal processing C: 0.3(MAX) C: 0.5(MAX) C: 0.5(MAX) C: 0.8(MAX)
A: 0.03-0.07 A: 0.04-0.08 A: 0.05-0.09 A: 0.05-0.1 A: 0.05-0.1
Alloy Steel 80-160 80-160 Non-horizontal processing B: 0.04-0.08 B: 0.05-0.09 B: 0.05-0.1 B: 0.05-1
Non-horizontal processing C: 0.3(MAX) C: 0.5(MAX) C: 0.5(MAX) C: 0.5(MAX)
A:0.03-0.07 A: 0.04-0.08 A: 0.05-0.09 A:0.05-0.1 A: 0.05-0.1
Stg't’;';ss 60-130 60-130 Non-horizontal processing B: 0.04-0.08 B: 0.05-0.09 B: 0.05-0.1 B: 0.05-1
Non-horizontal processing C: 0.3(MAX) C: 0.5(MAX) C: 0.5(MAX) C: 0.5(MAX)
The cutting parameters above are applicable to external grooving. When machining internal hole grooves,
please reduce the cutting speed and feed by 10%.

A290



ISO metric thread

. General pitch thread
S e r I e S Whitworth thread
~ Unified thread

British standard pipe thread

American standard pipe thread

Threading insert

Fully ground high precision inserts for high quality, high
precision threading in a variety of materials e.g. steel,
stainless steel, hard-to-machine materials.




A 3 / Threading Tools | /

~———How to select threading tools

Ve

N

How to select threading tools

Bl Structure of threading tools selected table

@ Categorized as external threading and internal threading
according to machining type.
@ Separately listed out according to series.

—=e Threading insert type

—=* Dimensions of product Including type, standard, tolerance class

Diagram of thread
pitch

Indicating external threading
or internal threading

External threading tools

~ PR ISO metric thread (with end)

r/ N
10°
y.I a 1SO 965-1980 DIN 13
& GB/T 197-2003 Tolerance class: 6g/6H
T8 £ 1k
-
R-type shown 60° s
a.c
Basic dimensions(mm) | Applicable inserts [Inserts screw|  Shim ssm"‘e’;" Wrench ‘
Type. Stock & v od
aln|b|L]s A @ . —
1I » =
type Ltype
Totent | & | 6 | 6 | 16 | 10| 20
2oookts | 4 | 20 |20 | 20 |15 | 25 [ ] Type =
2525M16 A 25 | 25 | 25 | 150 | 32 Z16EROOOD 160 M3.5X12TT| MT16-00MN | SM4X8C WT15IP The right hand tools The left hand tools Pitch s 21.c od 'YBG203 'YBG205
i T Ta T o Tl s Z16eR0 5150 ZieEL05150 o0 | sm | sws | a0 - o
ZSER| 3232p16 N 2 a2 32 | 170 | 40 Z16ER0.75ISO Z1BEL0.75ISO 075 352 9525 40 * o
Z16ER1.0ISO Z16EL1.0ISO 1.00 352 9.525 4.0 * o
ssaomzz | 4 | 25 | 25 | 25 |0 |
Z16ER1.25I1SO Z16EL1.25ISO 125 352 9.525 4.0 * o
sasen | 4 | % |52 |2 |0 | %
2226RO000 160 M5X17 | MT22-0000MN | SM5X8.5 WT201P Z16ER1.51S0 Z1BEL1.51SO 150 352 9525 40 * O
3232P22 A 32 32 32 | 170 | 40 m Z1BER1.75ISO Z1BEL1.75ISO 1.75 352 9525 40 * o
4040522 40 | 40 | 40 | 250 | s0 é Z16ER2.01SO Z16EL2.0ISO 200 352 9.525 40 * o
1616H16 a 6 6 6 | 10| 20 § Z16ER2.5ISO Z1G6EL2.5ISO 250 352 9.525 4.0 * o
e Z16ER3.01SO Z16EL3.0ISO 3.00 352 9.525 40 * o
2020K16 | A | 20 | 20 | 20 | 125 | 25 4
Z22ER3.5ISO Z22EL3.5ISO 350 465 127 50 * o
sszowte | & | 25 | 25 | 2 0| % | zeeiooon  [eomssxier| mrisoow | swec | wriee e, opriaRo T i i o > o
sasets | 4 | % |52 |25 |0 | % saeRa 550 Zaseiasiso o e 5 * 5
ZSEL | 3232P16 A 32 32 32 [ 170 | 40 Z22ER5.01SO Z22EL5.01SO 5.00 465 127 5.0 * o
2525M22 a 25 25 25 | 150 | 32 Z22ER5.51SO Z22EL5.5ISO 5.50 465 127 50 * o
Z22ER6.01SO Z22EL6.01ISO 6.00 4865 127 5.0 * o
sz | 4 | || | @
2Z226L0000 160 M5X17 | MT22-000MN | SM5X8.5 WT20IP grade k available
seezs | 4 | % |9 | [0 | w0
awios22 w | w0 | || w0
ASookavaiave  Aaketorder
Including type (right hand and left hand),
—= Product specification basic dimensions, stock
Including type (right hand and left hand), basic
dimensions, applicable inserts, spare parts

A292

Dimension diagram e—

of insert
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TURNING

Threading Tools>

Threading tools overview ¢ A294-A295

Introduction on threading insert ¢ A296
grade and chipbreaker

Threading insert ¢ A297-A304
Thin Threading insert code key A297
Thin I1SO metric external thread A298-A299
Thin General pitch thread A300
Thin Whitworth thread A301
Thin Unified thread A302
Thin British standard pipe thread A303
Thin American standard pipe thread A304
Thin threading insert code key A305
Thin I1SO metric external thread A306
Thin general pitch thread A307
Thin Whitworth thread A308
Thin unified thread A309
Thin British standard pipe thread A310
Thin American standard pipe thread A311
Threading tools ¢ A312-A314

Threading tools code key A312

External threading tools A313

Internal threading tools A314

Application information on threading ¢ A315-A325

A293
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Threading tools overview

Applications

For general use

Legend

Thread name

ISO metric thread
With end

General pitch thread
Without end

General pitch thread
Without end

Profil

GM

60

55

Shape of insert

(length: 11, 16, 22mm)

R style shown

P
—

A298-299

R style shown

|

G-

A300

R style shown

|

==

A300

Tool holder

Pitch

Dimensions
(mm)
(HxWxL)
(DiaxLxMin.
dia)

Pitch/mm

Pitch/mm (pitch/Inch)

Pitch/mm (pitch/Inch)

peaiy) [eusa)xg

R-type shown
A313

16X16 X100
20X20%X125
25X25X150
32X25X170
32X32X170
40X40x250

0.5~6.0

0.5~5.0 (5~48)

0.5~5.0 (5~48)

peauy) [eusay]

e

R-type shown
A314

16X125X12
16X150X16
1615020
20X 150X25
20X 180Xx25
25X150X32
32X200X40
32X250X40
40X 300X 50
50X 350X63

0.5~6.0

0.5~5.0 (5~48)

0.5~5.0 (5~48)

A294



Threading tools overview

For general use

For aerospace industry

Heater, gas and water pipe
thread

For gas and water faucet
and pipe connection

R=0.137P

Sl ]

. Unified thread British standard taper piper American standard taper pipe
Whitworth thread (American standard threads) threads threads
w UN BSPT NPT

R style shown

F—R
:Q;

A301

R style shown

L.

A302

R style shown

AN
22

A303

R style shown

-
=
=
L@
Lo
P2
=
L=

Pitch/mm (pitch/Inch)

Pitch/mm (pitch/Inch)

Pitch/mm (pitch/Inch)

Pitch/mm (pitch/Inch)

8~24

11~28

8~27

8~19

8~24

11~28

8~27

A295

Threading tools overview



e Specially treated edge for superior
surface quality

e Sharp nose with small cutting resistance and
superior performance

e Full ground inserts with high dimensional precision
for high quality threading

Theoretical thread profile Thread type Grade of tolerance

New fully ISO metric thread
goundseries g\ Whitworth thread W
ish standard pipe thread Standard B
Unified thread 2A/2B

Compared with products ican standard pipe thread ~ Standard
of other companies

e New nano coating grade specially designed for
threading with longer insert life

Advanced surface treatment
techniques effectively reduce
friction and allows for better
wear observation.

Advanced TiAIN substrate nano Case:
coating, in combination with
proper coating ingredients,
improves the mechanical and Insert: Z16ER2.01SO/YBG203
thermal properties of coating. Thread pitch: p=2.0mm

Workpiece material: 42CrMo(HB260)

Cutting data: Vc=120 m/min

Further optimizing coating
structre, improving coating “
-~

stress, enhancing bond strength

1600 4
of coating and substrate. ZCC - CT
(YBG203)
1200
(o)
jo2]
el
2 900-
%]
Q
(&3
2 6004 F 0 s
g
S 300
ke]

0 -

84% tool life improvement of ZCC+CT product than

that of company A under the same cutting condition.



Threading insert

/ Threading inserts code key \
Insert size
Code Diameter of IC(mm)
Z11 26.35
Z16 29.525
Z22 212.7

Cutting style
E -External threading inserts

| -Internal threading inserts

-]
E=
=]
;. ®©
o
.
- —
=

Cutting direction ©
Q

R-Righ 2

L-Left g

©

(]

(9]

S

|_

Z16 E R 2.0 I1SO (PP)

Screw pitch

Full profile (Range of screw pitch is
indicated by numbers).

mm TPI
0.5-6.0 48-5
) o Profile
V profile (Range of screw pitch is
indicated by letters). ISO—ISO metric 60° thread
mm TPI 60—60° general pitch thread
A 0.5-1.5 48-16 55_gs5° (T —
AG  05-30  48-8 — 99 general piich fhrea
G 1.75-3.0 14-8 W—Whitworth thread
N 3.5-5.0 7-5 UN—Unified thread(American standard threads)
Thread specification  Range of thread pitch BSPT—British standard taper piper thread
ISO metric thread 0.5-6.0 . .
T e 0550 NPT—American standard taper piper thread
Whitworth thread W 8-19
British standard pipe thread 11-28
Unified thread 8-24
American standard pipe B i
thread 8-27 Chip breaker

o-fully ground edge insert
PP —3-Dimensional chip-breaking insert

A297
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ISO 965-1980
Tolerance class:

GB/T 197-2003

Threading insert

ISO metric thread (with end)

DIN 13

6g/6H

Recommended coating

A298

Type Basic dimensions(mm) e
The right hand tools The left hand tools Pitch S d1.C ad YBG203 YBG205
Z16ERO0.51SO Z16EL0.5ISO 0.50 3.52 9.525 4.0 * (@]
Z16ERO0.75ISO Z16EL0.75I1SO 0.75 3.52 9.525 4.0 * O
Z16ER1.0ISO Z16EL1.0ISO 1.00 3.52 9.525 4.0 * o
Z16ER1.25ISO Z16EL1.251SO 1.25 3.52 9.525 4.0 * (@]
Z16ER1.5ISO Z16EL1.51SO 1.50 3.52 9.525 4.0 * O
= Z16ER1.75ISO Z16EL1.75I1SO 1.75 3.52 9.525 4.0 * (@)
5’ Z16ER2.0ISO Z16EL2.0ISO 2.00 3.52 9.525 4.0 * O
% Z16ER2.5ISO Z16EL2.51SO 2.50 3.52 9.525 4.0 * @)
g:?- Z16ER3.0ISO Z16EL3.0I1SO 3.00 3.52 9.525 4.0 * O
= Z22ER3.51SO Z22EL3.51SO 3.50 4.65 12.7 5.0 * @)
Z22ER4.0ISO Z22EL4.0ISO 4.00 4.65 12.7 5.0 * O
Z22ERA4.51SO Z22EL4.51SO 4.50 4.65 12.7 5.0 * @)
Z22ERS5.0ISO Z22EL5.01SO 5.00 4.65 12.7 5.0 * (@]
Z22ERS5.5ISO Z22EL5.51SO 5.50 4.65 12.7 5.0 * (0]
Z22ER6.0ISO Z22EL6.01SO 6.00 4.65 12.7 5.0 * O

* Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order




Threading insert

ISO metric thread (with end) ~

1ISO 965-1980 DIN 13
GB/T 197-2003 Tolerance class: 6g/6H
D,
-
= '®
L type g
. LE
Type Basic dimensions(mm) Recomm:;%eed sl S
The right hand tools The left hand tools Pitch S a1.C ad YBG203 YBG205 §
Z11IR0.5ISO Z11IL0.51SO 0.50 3.05 6.35 3.2 * O §>
Z11IR0.751SO Z111L0.75ISO 0.75 3.05 6.35 812 * O E
Z111IR1.0ISO Z111L1.0ISO 1.00 3.05 6.35 3.2 * @] E
Z11IR1.251SO Z111L1.251SO 1.25 3.05 6.35 3.2 * @]
Z11IR1.51SO Z11IL1.51SO 1.50 3.05 6.35 3.2 * O
Z11IR1.751SO Z11IL1.751SO 1.75 3.05 6.35 3.2 * @]
Z11IR2.0ISO Z11IL2.0I1SO 2.00 3.05 6.35 3.2 * O
Z16IR0.51SO Z161L0.51SO 0.50 3.52 9.525 4.0 * O
Z161IR0.75ISO Z161L0.751SO 0.75 3.52 9.525 4.0 * O
S Z16IR1.0ISO Z161L1.0ISO 1.00 3.52 9.525 4.0 * O
% Z16IR1.25ISO Z161L1.251SO 1.25 3.52 9.525 4.0 * O
5 Z16IR1.51SO Z16IL1.51SO 1.50 8152 91525 4.0 * O
§ Z16IR1.751SO Z161L1.751SO 1.75 3.52 9.525 4.0 * O
Z16IR2.0I1SO Z161L2.0ISO 2.00 8152 91525 4.0 * O
Z16IR2.51SO Z16IL2.51SO 2.50 3.52 9.525 4.0 * @]
Z16IR3.0ISO Z16IL3.0ISO 3.00 8152 9.525 4.0 * @]
Z221R3.51SO Z221L.3.51SO 3.50 4.65 12.7 5.0 * @]
Z221R4.0ISO Z221L4.01SO 4.00 4.65 12.7 5.0 * @]
Z221R4.51SO Z221L.4.51SO 4.50 4.65 12.7 5.0 * O
Z221IR5.01SO Z2211L.5.0I1SO 5.00 4.65 12.7 5.0 * O
Z22IR5.51SO Z22IL5.51SO 5.50 4.65 12.7 5.0 * o
Z221R6.0ISO Z221L6.0I1SO 6.00 4.65 12.7 5.0 * O

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

A299
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Threading insert

General pitch thread (without end)

~
|
Type Basic dimensions(mm) ii‘;?g;gg%id
The right hand tools | The left hand tools (':I':gm:g;]) S a1.c ad o | YBG203|YBG205
Z16ERAS5 Z16ELAS55 0.5-1.5(48-16) | 352 | 9525 40 55° * 0
Z16ERGS55 Z16ELG55 175-3.0(14-8) | 352 | 9525 40 55° * o
o Z16ERAGS55 Z16ELAGS55 0.530(488) | 352 | 9525 40 55° * o
% Z22ERN55 Z22ELN55 3.55.0(7-5) 465 12.7 5.0 55° * 0o
:3-' Z16ERA60 Z16ELAGO 0.5-1.5(48-16) 3.52 9.525 4.0 60° * O
§ Z16ERG60 Z16ELG60 1.75-3.0(14-8) 3.52 9.525 4.0 60° * O
Z16ERAG60 Z16ELAG60 0.5-3.0(48-8) 3.52 9.525 4.0 60° * O
Z22ERN60 Z22ELN60 3.5-5.0(7-5) 4.65 12.7 5.0 60° * (@]

* Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order

4 I
L type
Type Basic dimensions(mm) ii:?ir:;n:;?ﬂid

The right hand tools | The left hand tools (z::gzm;‘}) s @l.c od o | YBG203|YBG205
Z11IRA55 Z11ILAS55 0.5-1.5(48-16) 3.05 6.35 3.2 55° * O
Z16IRA55 Z16ILA55 0.5-1.5(48-16) G2 9.525 4.0 5o * (@)
55° Z16IRG55 Z16ILG55 1.75-3.0(14-8) 3.52 9.525 4.0 55° * (@]
i Z16IRAG55 Z16ILAG55 0.5-3.0(48-8) 3.52 9.525 4.0 558 * (@]
% Z22IRN55 Z22ILN55 3.5-5.0(7-5) 4.65 12.7 5.0 55° * O
5 Z11IRA60 Z11ILA60 0.5-1.5(48-16) 3.05 6.35 &2 60° * (@)
§. Z16IRA60 Z16ILA60 0.5-1.5(48-16) 3.52 9.525 4.0 60° * O
60° Z16IRG60 Z16ILG60 1.75-3.0(14-8) 8152, 9.525 4.0 60° * O
Z16IRAG60 Z16ILAG60 0.5-3.0(48-8) 3.52 9.525 4.0 60° * O
Z22IRN60 Z221LN60 3.5-5.0(7-5) 4.65 12.7 5.0 60° * O

A300

* Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order



Threading insert

Whitworth thread (with end) B\

ISO 228/1:1982,
DIN 259, B.S.84:1956
Tolerance class: Medium class A

R=0.137P

1” (=]
=
=
| ©
o
: =
Type Basic dimensions(mm) SEnpie e oy 3
grade
The right hand tools The left hand tools HUEL] s ?1.C od YBG203 | YBG205 5
9 (pitch/Inch) : 2
Z16ER8W Z16EL8W 8 352 9.525 40 * o o
o
Z16ERIW Z16ELIW 9 3.52 9.525 40 4 o g
Z16ER10W Z16EL10W 10 3.52 9.525 40 * 0 =
. Z16ER1IW Z16EL1W 11 352 9.525 40 * 0
3 Z16ER12W Z16EL12W 12 3.52 9.525 40 * 0
. Z16ER14W Z16EL14W 14 352 9.525 40 * 0
. Z16ER16W Z16EL16W 16 3.52 9.525 40 * 0
Z16ER18W Z16EL18W 18 3.52 9.525 40 * o
Z16ER19W Z16EL19W 19 3.52 9.525 40 * 0

% Recommended grade (always stock available) @Auvailable grade (always stock available) ~ OMake-to-order

Type Basic dimensions(mm) Recomm:rr;(:’id coaling
The right hand tools |  The left hand tools (';:Igzl";&) s e od | YBG203 | YBG205
Z16IR8W Z16IL8W 8 3.52 9.525 4.0 * O
Z16IR9W Z16IL9W 9 3.52 9.525 4.0 * O
Z16IR10W Z16IL10W 10 3.52 9.525 4.0 * (@)
D Z16IR11W Z16IL11W 11 3.52 9.525 4.0 * (@)
= Z16IR12W Z16IL12W 12 3.52 9.525 4.0 * O
® Z16IR14W Z16IL14W 14 3.52 9.525 4.0 * O
. Z16IR16W Z16IL16W 16 3.52 9.525 4.0 * O
Z16IR18W Z16IL18W 18 352 9.525 40 * o
Z16IR19W Z161L19W 19 352 9.525 40 * o

*Recommended grade (always stock available) ~ @Available grade (always stock available)  OMake-to-order

A301
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Threading insert

Unified thread (with end)

ASME B1.1-1989
Tolerance class: 2A/2B

Recommended coating

m
=
()
]
3
o
=
=
=3
o
©
ey

Type Basic dimensions(mm) grade
The right hand tools The left hand tools (E::‘c‘:;{:g']) S ?1.c od YBG203 | YBG205
Z16ERSUN Z16ELSUN 8 3.52 9.525 40 * o
Z16ER10UN Z16EL10UN 10 3.52 9.525 40 * o
Z16ER12UN Z16EL12UN 12 3.52 9.525 40 * o
Z16ER14UN Z1GEL14UN 14 3.52 9.525 40 * o
Z16ER16UN Z1GEL16UN 16 3.52 9.525 40 * o
Z16ER18UN Z16EL18UN 18 3.52 9.525 40 * o
Z16ER20UN Z16EL20UN 20 3.52 9.525 40 * o
Z16ER24UN Z16EL24UN 2 3.52 9.525 40 * o

* Recommended grade (always stock available)

@ Available grade (always stock available) ~ OMake-to-order

\

Recommended coating

5
=
©
3
3
=
=
=
=
®
o}
[}

A302

Type Basic dimensions(mm) grade
The right hand tools The left hand tools (EI':E’E;{:Q]) s @1.c od YBG203 | YBG205
Z161R8UN Z16IL8UN 8 352 9.525 4.0 * o
Z16IR10UN Z16IL10UN 10 3.52 9.525 40 * o
Z16IR12UN Z16IL12UN 12 3.52 9.525 40 * o
Z16IR14UN Z16IL14UN 14 3.52 9.525 40 * o
Z16IR16UN Z16IL16UN 16 3.52 9.525 40 * o
Z16IR18UN Z16IL18UN 18 3.52 9.525 40 * o
Z16IR20UN Z16IL20UN 20 3.52 9.525 40 * o
Z161R24UN Z16IL24UN 2 3.52 9.525 40 * o

% Recommended grade (always stock available)

@ Available grade (always stock available)  OMake-to-order



Threading insert

British standard taper piper thread (with end) o\

ISO 7/1:1994
B.S.21:1985
Standard BSPT

:" =]

L £

L type =

o

- =

Type Basic dimensions(mm) A ity 3
grade

The right hand tools The left hand tools Pitch/mm s 21.c od YBG203 | YBG205 3

9 (pitch/Inch) : 2
Z16ER11BSPT Z16EL11BSPT 1 3.52 9.525 4.0 * O g’
D =]
- Z16ER14BSPT Z16EL14BSPT 14 3.52 9.525 4.0 * (@] 3
Z16ER19BSPT Z16EL19BSPT 19 3.52 9.525 4.0 * O =

‘.' Z16ER28BSPT Z16EL28BSPT 28 B 9.525 4.0 * (@]
* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

L type

Type Basic dimensions(mm) REEEMITEIEEECREY
grade
The right hand tools The left hand tools Ll s 21.c od YBG203 | YBG205
(pitch/Inch)
Z16IR11BSPT Z16IL11BSPT 11 3.52 9.525 40 * o
: Z161IR14BSPT Z161L14BSPT 14 3.52 9.525 40 * 0
Z161IR19BSPT Z161L19BSPT 19 3.52 9.525 40 * 0
: Z161IR28BSPT Z161L28BSPT 28 3.52 9.525 40 * 0

*Recommended grade (always stock available) ~ @Available grade (always stock available)  OMake-to-order

A303
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Threading insert

American standard taper piper thread (with end)

ASME B1.20.1-1983
Standard NPT

60°

L type

Type Basic dimensions(mm) Recomm:rr:zeed Sl
The right hand tools The left hand tools (;':‘C’L‘;I':Q]) S @1.c ad YBG203 | YBG205
- Z16ERSNPT Z16ELSNPT 8 3.52 9.525 40 * o
& Z16ER11.5NPT Z1GEL11.5NPT 15 352 9.525 40 * o
% Z16ER14NPT Z1GEL14NPT 14 3.52 9.525 40 * o
§ Z16ER18NPT Z1GEL18NPT 18 3.52 9.525 40 * o
= Z16ER27NPT Z1GEL27NPT 27 3.52 9.525 40 * o

* Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order

60°

Type Basic dimensions(mm) Recomm:;%eed el
The right hand tools The left hand tools (':::g:;mz;) S 21.c ad YBG203 | YBG205
- Z16IRSNPT Z16ILBNPT 8 352 9.525 40 * o
g Z16IR11.5NPT Z16IL11.5NPT 15 3.52 9.525 40 * o
% Z16IR14NPT Z16IL14NPT 14 352 9.525 40 * o
§ Z16IR18NPT Z1GIL18NPT 18 352 9.525 40 * o
= Z16IR27NPT Z1GIL27NPT 27 3.52 9.525 40 * o

A304

* Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order




Threading tools

/ Threading inserts code key \

Pitch

Full tooth shape
(pitch range is indicated by numbers)

mm TPI
0.35-9.0 72-2
V-tooth
(pitch range is indicated by letter)
mm TPI
A 0.5-1.5 48-16
AG 0.5-3.0 48-8
G 1.75-3.0 14-8
N 3.5-5.0 7-5
Q 5.5-6.0 41/2-4

Cutting direction

R * Right rotation L * Left rotation

Insert shape
A Other
T z
22 Indicates that the inner cutting circle diameter of the blade is 12.7

16 Indicates that the inner cutting circle diameter of the blade is 9.525

1 Indicates that the inner cutting circle diameter of the blade is 6.35

° Number of cutting edge teeth
01 » Number of teeth per cutting edge

Cutting Type
W External thread cutting inserts
N Internal thread cutting inserts

Threaded tooth shape

GM  ISO metric 60° thread
60 60° general pitch thread
55 55° general pitch thread
W  Whitworth thread
UN Unified thread
BSPT British standard pipe thread
NPT American standard pipe thread

Supplementary number o
B Thin Threaded Inserts

A305
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Threading tools



Threading Tools /

Threading tools

ISO metric thread (with end) @2 ~
ISO 965-1980, DIN 13, GB/T 197-2003
Tolerance class: 6g/6H
60°
S
al1.C
3 ad -
=
=
S R type
Q
a |
/ Type Basic dimensions(mm) REETuiel
coating grade
5—' The right hand tools Pitch/mm S a1.C ad YBG202
@
a RT16.01W-0.50GMB 0.50 3.52 9.525 4.0 *
>
Q@ RT16.01W-0.75GMB 0.75 3.52 9.525 4.0 *
o
% i RT16.01W-1.00GMB 1.00 3.52 9.525 4.0 *
:_.‘"f' RT16.01W-1.25GMB 1.25 3.52 9.525 4.0 *
>
% RT16.01W-1.50GMB 1.50 3.52 9.525 4.0 *
=
§ RT16.01W-1.75GMB 1.75 3.52 9.525 4.0 *
= RT16.01W-2.00GMB 2.00 3.52 9.525 4.0 *
RT16.01W-2.50GMB 2.50 BI52, 9.525 4.0 *
RT16.01W-3.00GMB 3.00 3.52 9.525 4.0 *

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

4 )

60°

R type
Type Basic dimensions(mm) ii;?ir:én:;%zd
The right hand tools Pitch/mm S a1.C ad YBG202
RT16.01N-0.50GMB 0.50 3.52 9.525 4.0 *
RT16.01N-0.75GMB 0.75 3.52 9.525 4.0 *
- RT16.01N-1.00GMB 1.00 3.52 9.525 4.0 *
E’ RT16.01N-1.25GMB 1.25 3.52 9.525 4.0 *
% RT16.01N-1.50GMB 1.50 3.52 9.525 4.0 *
§ RT16.01N-1.75GMB 1.75 3.52 9.525 4.0 *
= RT16.01N-2.00GMB 2.00 3.52 9.525 4.0 *
RT16.01N-2.50GMB 2.50 3:52 9.525 4.0 *
RT16.01N-3.00GMB 3.00 3.52 9.525 4.0 *

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
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\ Threading Tools

Threading tools

General pitch thread (without end) €L > ~
ae
\WV4 S
a1.C
@ B
R type
Type Basic dimensions(mm) Reco_mmended
coating grade
. Pitch/mm o

The right hand tools (pitch/Inch) S al.Cc ad a YBG202 .

RT16.01W-A60B 0.5-1.5(48-16) 3.52 9.525 4.0 60° * § .§

L@

60° RT16.01W-G60B 1.75-3.0(14-8) BI52 9.525 4.0 60° * g

D l '—

RT16.01W-AG60B 0.5-3.0(48-8) 3.52 9.525 4.0 60° * &

RT16.01W-A55B 0.5-1.5(48-16) 852 9.525 4.0 o * %
‘.' 55° RT16.01W-G55B 1.75-3.0(14-8) 3.52 9.525 4.0 55° * ‘g)
c

RT16.01W-AG55B 0.5-3.0(48-8) 3.52 9.525 40 55° * S

9]

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order E

D

R type
Type Basic dimensions(mm) T:i(;?ir:;n:rr::iid
The right hand tools (';:If::jl’:g;]) s 2l1.c od e YBG202

RT16.01N-A60B 0.5-1.5(48-16) 3.52 9.525 4.0 60° *

60° RT16.01N-G60B 1.75-3.0(14-8) 8152 O1525] 4.0 60° *

_' RT16.01N-AG60B 0.5-3.0(48-8) 3.52 9.525 4.0 60° *
RT16.01N-A55B 0.5-1.5(48-16) 3.52 9.525 4.0 55° *

'.. 55° RT16.01N-G55B 1.75-3.0(14-8) 3.52 9.525 4.0 55° *
RT16.01N-AG55B 0.5-3.0(48-8) 8152 9.525 4.0 55° *

*Recommended grade (always stock available) ~ @Available grade (always stock available)  OMake-to-order
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Threading tools

Whitworth thread (with end) €L P

Threading Tools

\
ISO 228/1:1982,DIN 259,B.S.84:1956
Tolerance class: Medium class A
R type
Type Basic dimensions(mm) Reco'mmended
coating grade
. Pitch/mm
The right hand tools (pitch/Inch) S d1.C od YBG202
RT16.01W-8WB 8 3.52 9.525 4.0 *
m RT16.01W-9WB 9 BI52 91525 4.0 *
E" RT16.01W-10WB 10 3.52 9.525 4.0 *
>
% RT16.01W-11WB 1 8152 91525 4.0 *
=
@ RT16.01W-12WB 12 3.52 9.525 4.0 *
= RT16.01W-14WB 14 3152 9.525 4.0 *
RT16.01W-16WB 16 3.52 9.525 4.0 *
*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
4 )
55°
S
21.C
&
R type
Type Basic dimensions(mm) Reco.mmended
coating grade
. Pitch/mm
The right hand tools (pitch/Inch) S a1.C ad YBG202
RT16.01N-8WB 8 3.52 9.525 4.0 *
_ RT16.01N-9WB 9 3.52 9.525 4.0 *
=
@ RT16.01N-10WB 10 3.52 9.525 4.0 *
=
= | RT16.01N-11WB 11 3.52 9.525 4.0 *
0
©|  RT16.01N-12WB 12 3.52 9.525 40 *
o
RT16.01N-14WB 14 3.52 9.525 4.0 *
RT16.01N-16WB 16 3.52 9.525 4.0 *

A308

* Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order



\ Threading Tools

Threading tools

Unified thread (with end) €QL2> ~

ASME B1.1-1989
Tolerance class: 2A/2B

2
Rtype 5
i ©
e
E
Type Basic dimensions(mm) Reco'mmended &
coating grade
. Pitch/mm 0
[}
The right hand tools (pitch/Inch) S a1.C od YBG202 8
RT16.01W-8UNB 8 352 9525 40 * 2
el
RT16.01W-10UNB 10 3.52 9.525 4.0 * g
e
D RT16.01W-12UNB 12 3.52 9.525 4.0 * =
2 RT16.01W-14UNB 14 3.52 9.525 4.0 *
D RT16.01W-16UNB 16 3.52 9.525 4.0 *
= RT16.01W-18UNB 18 3152 9.525 4.0 *
RT16.01W-20UNB 20 3.52 9.525 4.0 *
*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
60°
/ S
a1.c
@
R type
Type Basic dimensions(mm) Reco_mmended
coating grade
. Pitch/mm
The right hand tools (pitch/Inch) S g1.C od YBG202
RT16.01N-8UNB 8 3.52 9.525 4.0 *
RT16.01N-10UNB 10 Bi52) 9.525 4.0 *
RT16.01N-12UNB 12 3.52 9.525 4.0 *
= RT16.01N-14UNB 14 3.52 9.525 4.0 *
RT16.01N-16UNB 16 3.52 9.525 4.0 *
a RT16.01N-18UNB 18 3.52 9.525 4.0 *
RT16.01N-20UNB 20 3.52 9.525 4.0 *
RT16.01N-24UNB 24 & 9.525 4.0 *

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
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Threading tools

British standard taper piper thread ( ~
ISO 7/1:1994,B.S.21:1985
Standard BSPT
R type
. . Recommended
Type Basic dimensions(mm) coating grade
. Pitch/mm
The right hand tools (pitch/Inch) S dJ1.C od YBG202
g RT16.01W-11BSPTB 11 3.52 9.525 4.0 *
[0}
§ RT16.01W-14BSPTB 14 3.52 9.525 4.0 *
5 RT16.01W-19BSPTB 19 3.52 9.525 4.0 *
[0}
= RT16.01W-28BSPTB 28 BI52 91525 4.0 *
* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
4 ™
a1.C
oK
R type
. . Recommended
Type Basic dimensions(mm) coating grade
. Pitch/mm
The right hand tools (pitch/Inch) S g1.C od YBG202
= RT16.01N-11BSPTB 11 3.52 9.525 4.0 *
@
§ RT16.01N-14BSPTB 14 BI52 91525 4.0 *
§ RT16.01N-19BSPTB 19 3.52 9.525 4.0 *
[0}
a RT16.01N-28BSPTB 28 BI52) 9.525 4.0 *

A310

* Recommended grade (always stock available)

@ Available grade (always stock available) ~ OMake-to-order



Threading tools

American standard taper piper thread (with end) €L 1> N

ASME B1.20.1-1983
Standard NPT

:” (=]
L E
R type 8
e
£
Type Basic dimensions(mm) Reco'mmended &
coating grade
. Pitch/mm 2
o
The right hand tools (pitch/Inch) S a1.C ad YBG202 8
RT16.01W-8NPTB 8 3.52 9.525 4.0 * g
D RT16.01W-11.5NPTB 1.5 3152 9.525 4.0 * §
e
8 RT16.01W-14NPTB 14 3.52 9.525 4.0 * =
D RT16.01W-18NPTB 18 8152 9.525 4.0 *
= RT16.01W-27NPTB 27 3.52 9.525 4.0 *

*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

60°
' S
21.C
& K
R type
Type Basic dimensions(mm) Reco_mmended
coating grade
. Pitch/mm
The right hand tools (pitch/Inch) S a1.C ad YBG202
RT16.01N-8NPTB 8 3.52 9.525 4.0 *
D RT16.01N-11.5NPTB 1.5 BI52 9.525 4.0 *
= RT16.01N-14NPTB 14 3.52 9.525 4.0 *
® RT16.01N-18NPTB 18 3.52 9.525 4.0 *
. RT16.01N-27NPTB 27 3.52 9.525 4.0 *

*Recommended grade (always stock available) ~ @Available grade (always stock available)  OMake-to-order

A311



Threading tools

Ve

Threading tools code key

~

Clamping system
Top clamping  Screw clamping

ZCc Zs

Thread type

Internal thread

External thread

=
=
=
@
Q
Q
3 |
«Q

Nose height

[ 3

Note: 00 for round tool holder.
Only to integer, for example:
h=8mm is labeled as 08.

|00} Buipeaiy

Shank width

A b

Note: Diameter for round tool holder
for example: b=8mm is labeled as 08.

Tool length

Code H K M
Length 100 125 150

Insert size
Code 11
Triangle side length 11
Inscribed circle 6.35

A312

Cutting direction

Right hand Left hand

. =

P Q
170 180
16
16
9.5625

200 250 300 350

22
22
12.70

S

T

ZS E R 20 20 K 16




Threading tools
External threading tools

4 I
10°
h a
. »
L) s b
©)
L
R-type shown
L . ) . . Shim
Basic dimensions(mm) Applicable inserts |Inserts screw Shim — Wrench

Type Stock ) ) ) ) . 1‘ v A @ >/

1616H16 A 16 16 16 | 100 | 20

-]
=
=
L@
Lo
P2
L £
i

2020K16 A 20 20 20 125 | 25

2525M16 A 25 25 25 150 32 Z16EROOOO 160 M3.5x12TT | MT16-0CMN | SM4X8C WT15IP

3225P16 A 32 32 25 170 | 32

Threading tools

ZSER | 3232P16 A 32 | 32 | 32 | 170 | 40

2525M22 A 25 25 25 150 | 32

3225P22 A 32 32 25 170 | 32

Z22EROOOO 160 M4x15X | MT22-000MN | SM5X8.5 WT20IP
3232P22 A 32 32 32 170 | 40

4040822 A 40 40 40 | 250 | 50

1616H16 A 16 16 16 100 | 20

2020K16 A 20 20 20 125 | 25

2525M16 A 25 25 25 150 | 32 Z16ELOOOO 160 M3.5x12TT| MT16-00MN | SM4X8C WT15IP

3225P16 A 32 32 25 170 | 32

ZSEL | 3232P16 A 32 | 32 | 32 | 170 | 40

2525M22 A 25 25 25 150 | 32

3225P22 A 32 32 25 170 | 32

Z22EL0000 160 M4x15X | MT22-000MN | SM5X8.5 WT20IP
3232P22 A 32 32 32 170 40

4040S22 A 40 40 40 | 250 | 50

A Stock available /\Make-to-order

A313



|00} Buipeaiy

=
=
= !
@
Q
Q!
3 |
«Q

Threading tools

Internal threading tools

h
Y | To
SO
1 L od
R-type shown
Basic dimensions(mm) Appllcable Inserts screw Shim Sill Wrench
inserts screw
Type Stock
d | L|b |Dun s |h|Ls ’ v A ? >/
I}
J(O)N
0016K11 A 16 | 125 |155| 12 | 10 | 15 [20.9
ZMIROOOO | 160 M2.5X6.5T WTO8IP
0016M11 A 16 [ 150 | 16 | 16 |10.5| 15 [25.9
0016M16 | A 16 | 150 |155| 20 | 12 | 15 | 27 160 M3.5X08TT
0020M16 | A 20 (150 | 19 | 25 | 14 | 18 |28.7
0020Q16 | A 20 | 180 | 19 | 25 | 14 | 18 | 34
0025M16 | A 25 | 150 | 24 | 32 | 17 | 23 |288
Z16IROOOO WT15IP
0032R16 | A 32 | 200 | 31 | 40 | 22 | 30 |30.9 160 M3.5X12TT | MT16-000MN | SM4X8C
ZSIR | 0032816 | A 32 | 250 | 31 | 40 | 22 | 30 |30.9
0040T16 A 40 | 300 [385| 50 | 27 | 37 | 315
0050U16 A 50 | 350 | 48.5| 63 35 | 49 |40.2
0020Q22 A 20 | 180 | 19 | 25 15 18 | 35 160 M5%13.2 - -
0025R22 A 25 | 200 | 24 32 19 | 23 | 39
0032S22 A 32 | 250 | 31 40 | 22 | 30 |36.4 Z221RO00O0 WT20IP
160 M4x15X | MT22-C0CIMN | SM5X8.5
0040T22 A 40 | 300 [385| 50 | 27 | 37 |37.2
0050U22 A 50 | 350 | 48.5| 63 35 | 47 | 426
0016K11 A 16 | 125 | 155 | 12 10 15 |20.9
z1MILOOOO | 160 M2.5X6.5T WTO7IP
0016M11 A 16 | 150 | 16 16 | 10.5| 15 | 259
0016M16 | A 16 | 150 | 16 | 20 | 12 | 15 | 27 160 M3.5X08TT
0020M16 | A 20 | 150 | 19 | 25 | 14 | 18 |28.7
0020Q16 | A 20 | 180 | 19 | 25 | 14 | 18 | 34
0025M16 | A 25 | 150 | 24 | 32 | 17 | 23 |288
z16ILO0000O WT15IP
0032R16 | A 32 | 200 | 31 | 40 | 22 | 30 |309 160 M3.5X12TT | MT16-000IMN | SM4X8C
ZSIL | 0032S16 | A | 32 | 250 | 31 | 40 | 22 | 30 |30.9
0040T16 A 40 | 300 |385| 50 | 27 | 37 |315
0050U16 | A 50 | 350 |48.5| 63 | 35 | 49 |40.2
0020Q22 | A 20 | 180 | 19 | 25 | 15 | 18 | 35 160 M5x13.2
0025R22 | A 25 | 200 | 24 | 32 | 19 | 23 | 39
0032522 A 32 | 250 | 31 | 40 | 22 | 30 |36.4 | z22lLOOOO WT20IP
160 M4x15X | MT22-00CIMN | SM5X8.5
0040T22 A 40 | 300 |385| 50 | 27 | 37 |37.2
0050U22 | A 50 | 350 |48.5| 63 | 35 | 47 |426

A Stock available

A314

/\Make-to-order




Application information of threading

Please follow the following steps to get the best threading result:

O select proper thread machining method. (4) By checking reference table of standard
© Define helical angle and select shim. threading programs, select feasible
© select proper insert and tool holder size. cutting parameters.

O select feed way.

Machining method of threading tools

External threading machining (Right thread) External threading machining (Left thread)

m

L (] L r%

- I i

~ J%MM w %MU
| - |~ S
= ] ‘ e

__ﬁ J| | {|7 Tm
= . Py .

Internal threading machining (Right thread) Internal threading machining (Left thread)

|

1

iy W l
v umu'; | unuﬂ —ﬁ | ﬂl\“

l{f?f///fz_
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Application information of threading

Decide helical angle and select shim

The clearance angle of threading inserts is actually along the edge (flank). This
has significant effect on heat diffusion, spread of abrasion as well as tool life, €= Helical angle
security and pitch quality. The clearance angle of threading pitch on clearance Ple—
face is determined by thread helical angle. These two angles are similar to each
other to some extent. If inclined angle of insert is different from the helical angle, i
then the clearance angle won'’t be the same either. i @)
The helical angle of pitch has to be the same with the inclined angle of insert to
prevent over wearing on the clearance face which could affect tool life. the helical
angle is calculated as below:

€= arctan L A = Inclined angle
d,x 7T

P= Pitch

d2= pitch diameter

The most common inclined angle is 1°. MT standard
shim and its inclined angle is also 1°.

Calculation of clearance angle:

Clearance angle is calculated as below:

[3: arctan (ta n@ x ta ncx) Please refer to the table below for actual value:

B
20=Thread profile angle Thread

a=The rake angle of external standard threading tools is 10°; the rake angle

profile angle 28

External thread  Internal thread

of internal standard threading tools is 15°.
60° 5.8° 8.79°
The shim has to be changed when helical angle of thread is < 55° 5.24° 7.94°
clearance angle of tool, which could cause intervene on insert
flank. 30° 2.7° 4.1°
Please change the shim to adjust the difference between helical 29° 2.6° 3.96°
angle of thread and inclined angle of shim to be within 2°~0°.
Select shim:

For example: when P=1.5, d2=24mm,

helical angle1.14°~(2°~0°)=inclined angle (-0.86°~1.14°) lead of thread (mm) Threading number/inch

it is feasible to use standard shim 1°. s / J/ -3

¥/ /
|

Shim specification table is as follows: / //
. . J A
Screw pitch ~ Insert Inclined Shim 5 It/ 7 LA 5
range dimensions  angle I/ // 3 /,/
0 MT16-00MN “ 1] // 6
1 MT16-01MN 11/ /f a
0.5-3.0 16 3 / i
2 MT16-02MN // A
y _ o — 11
3 MT16-03MN 2 1/ o 20 7}3
I .
0 MT22-00MN . 4 / A 18
5560 ” 1 MT22-01MN - 32
R 2 MT22-02MN o
Workpiece diameter 50 100 150 200mm
3 MT22-03MN 2 4 6 8inch

Note: the standard angle of shim for our threading tools is 1°.
((MT16-01MN or MT22-01MN)

A316



Application information of threading

Select proper inserts and size of tool holder (Please refer to detailed table of threading tools and inserts)

Parameter table for threading program under different standards

@ Table of recommended in-feed for metric ISO external threading with wiper edge

Screw pitch 1.0 1.25 1.5 1.75 2.0 2.5 3.0 4.0 5.0
Total in-feed 0.72 0.86 1.02 1.17 1.33 1.63 1.94 2.58 3.21
Number of passes 5 6 7 8 9 11 13 15 17
Olar e flew i Value of radial in-feed (X) and flank in-feed (Z)
threading operation
X/z X/z X/z X/z X/z X/z X/z X/z X/z

1 0.20/- 0.20/- 0.21/- 0.22/- 0.24/- 0.25/- 0.26/- 0.35/- 0.40/-
2 0.18/0.10 | 0.18/0.10 | 0.18/0.10 | 0.20/0.12 | 0.22/0.13 | 0.24/0.14 | 0.24/0.14 | 0.30/0.17 | 0.35/0.20
3 0.16/0.09 | 0.14/0.09 | 0.18/0.10 | 0.18/0.10 | 0.20/0.12 | 0.21/0.12 | 0.20/0.12 | 0.25/0.14 | 0.30/0.17
4 0.10/0.06 | 0.10/0.08 | 0.15/0.09 | 0.15/0.09 | 0.15/0.09 | 0.18/0.10 | 0.20/0.12 | 0.20/0.12 | 0.28/0.16
5 0.08/- 0.08/0.06 | 0.12/0.07 | 0.13/0.08 | 0.12/0.07 | 0.15/0.09 | 0.18/0.10 | 0.18/0.10 | 0.25/0.14
6 0.10/0.06 | 0.11/0.06 | 0.12/0.07 | 0.12/0.07 | 0.15/0.09 | 0.18//0.10 | 0.20/0.12
7 0.08/- 0.10/0.06 | 0.10/0.06 | 0.12/0.07 | 0.13/0.08 | 0.16/0.09 | 0.18/0.10
8 0.08/- 0.10/0.06 | 0.10/0.06 | 0.12/0.07 | 0.15/0.09 | 0.16/0.09
9 0.08/- 0.10/0.06 | 0.10/0.06 | 0.15/0.09 | 0.15/0.09
10 0.08/0.05 | 0.10/0.06 | 0.13/0.08 | 0.15/0.09
" 0.08/- 0.08/0.06 | 0.12/0.07 | 0.13/0.08
i 0.08/0.05 | 0.12/0.07 | 0.13/0.08
13 0.11/0.06 | 0.12/0.07
14 0.10/0.06 | 0.12/0.07
15 0.08/- 0.11/0.06
16 0.10/0.06
17 0.08/-
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Application information of threading

@ Table of recommended in-feed for metric ISO internal threading with wiper edge

Screw pitch 1.00 1.25 1.5 1.75 2.0 2.5 3.0 4.0 5.0
Total in-feed 0.62 0.77 0.92 1.06 1.21 0.15 1.79 2.36 2.95
Number of passes 5 6 7 8 9 11 13 15 17
Ol e fallew i Value of radial in-feed (X) and flank in-feed (Z)

threading operation |/ X/z X/z X/z X/ X/z X/z X/z X/z

1 0.18/- 0.20/- 0.22/- 0.23/- 0.24/- 0.25/- 0.26/- 0.30/- 0.32/-
2 0.14/0.08 | 0.15/0.09 | 0.16/0.09 | 0.16/0.09 | 0.18/0.10 | 0.20/0.12 | 0.20/0.12 | 0.25/0.14 | 0.28/0.16
3 0.12/0.07 | 0.12/0.07 | 0.14/0.08 | 0.14/0.08 | 0.15/0.09 | 0.15/0.09 | 0.20/0.12 | 0.22/0.13 | 0.25/0.14
4 0.10/0.06 | 0.12/0.07 | 0.12/0.07 | 0.13/0.08 | 0.14/0.08 | 0.15/0.09 | 0.18/0.10 | 0.20/0.12 | 0.22/0.13
> 5 0.08/- 0.10/0.06 | 0.11/0.06 | 0.12/0.07 | 0.12/0.07 | 0.13/0.08 | 0.15/0.09 | 0.18/0.10 | 0.21/0.12
% 6 0.09/0.05 | 0.10/0.06 | 0.11/0.06 | 0.12/0.07 | 0.12/0.07 | 0.15/0.09 | 0.20/0.12
g 7 0.08/- 0.10/0.06 | 0.10/0.06 | 0.12/0.07 | 0.12/0.07 | 0.15/0.09 | 0.18/0.10
é 8 0.08/- 0.09/0.05 | 0.10/0.06 | 0.10/0.06 | 0.15/0.09 | 0.18/0.10
3 9 0.08/- 0.10/0.06 | 0.10/0.06 | 0.12/0.07 | 0.15/0.09
g 10 0.09/0.05 | 0.10/0.06 | 0.12/0.07 | 0.15/0.09
@ 1 0.08/- 0.10/0.06 | 0.12/0.07 | 0.15/0.09
12 0.08/0.05 | 0.11/0.06 | 0.15/0.09
13 0.11/0.06 | 0.12/0.07
14 0.10/0.06 | 0.11/0.06
15 0.08/- 0.10/0.06
16 0.10/0.06

17 0.08/-

A318
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Application information of threading

@ Table of recommended in-feed for American unified standard internal threading with wiper edge
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Application information of threading
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Application information of threading ———

Threading Tools

A\

@ Table of recommended in-feed for British standard internal and external threading with wiper edge
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Application information of threading

@ Table of recommended in-feed for NPT internal and external threading with wiper edge

Screw pitch 27 18 14 11.5 8
Total in-feed 0.75 1.129 1.451 1.767 2.54
Number of passes 6 8 10 12 14
Gidter (o fallaw i Value of radial in-feed (X) and flank in-feed (Z)
threading operation X/z X/z X/z X/z X/z
1 0.19/- 0.22/- 0.240/- 0.24/- 0.255/-
2 0.15/0.087 0.181/0.104 0.200/0.115 0.208/0.120 0.250/0.144
3 0.13/0.075 0.152/0.088 0.170/0.098 0.182/0.105 0.245/0.141
4 0.11/0.063 0.141/0.081 0.150/0.086 0.168/0.097 0.230/0.133
5 0.09/0.052 0.131/0.075 0.140/0.081 0.155/0.089 0.210/0.121
6 0.08/0.46 0.121/0.070 0.130/0.075 0.145/0.084 0.195/0.112
7 0.101/0.058 0.120/0.069 0.138/0.079 0.180/0.104
8 0.082/0.047 0.110/0.063 0.124/0.072 0.175/0.101
9 0.100/0.058 0.117/0.067 0.170/0.098
10 0.091/0.052 0.105/0.060 0.155/0.089
11 0.095/0.055 0.140/0.080
12 0.090/0.052 0.125/0.072
13 0.110/0.063
14 0.100/0.058
@ Table of recommended in-feed for BSPT internal and external threading with wiper edge
Screw pitch 28 19 14 11
Total in-feed 0.581 0.856 1.162 1.479
Number of passes 5 6 8 10
Ot (o fllew i Value of radial in-feed (X) and flank in-feed (Z)
threading operation X/z X/z X/z X/z
1 0.179/- 0.223/- 0.222/- 0.214/-
2 0.134/0.070 0.181/0.094 0.213/0.111 0.242/0.126
3 0.103/0.054 0.139/0.072 0.163/0.085 0.186/0.097
4 0.087/0.045 0.117/0.061 0.138/0.072 0.157/0.082
5 0.078/0.040 0.103/0.054 0.121/0.063 0.138/0.072
6 0.093/0.049 0.110/0.057 0.125//0.065
7 0.101/0.052 0.115/0.060
8 0.094/0.049 0.107/0.056
9 0.100/0.052
10 0.095//0.049
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Application information of threading

/ Table of recommended cutting parameters \

Grade
Unit cutting force YBG202
i Hardness
ISO Material Kc0.4 HB YBG203
N/mm? YBG205
Cutting speed(m/min)
C=0.15% 1900 125 150-175
Carbon steel C=0.35% 2100 150 140-155
C=0.60% 2250 200 130-145
Anneal 2100 180 110-130 ‘
=
Hardened 2600 275 80-100 =
Alloy steel LS
Hardened 2700 300 70-90 Lo
]
Hardened 2850 350 60-80 =
Anneal 2600 200 90-115 =)
High alloy steel £
Hardened 3900 325 70-90 S
IS
Non-alloy 2000 180 180-210 -g
low alloy 2500 200 90-115 s
Cast steel . ©
High alloy 2700 225 90-115 £
Martensite steel 12%Mn 3600 250 40-50 _E
c
K]
Austenite 2450 180 110-130 K
Stainless steel 3
Martensite/Ferrite 2300 200 130-170 g
Ferrite 1100 130 110-140
Malleable cast iron .
Pearlite 1100 230 85-105
) Low tensile-strength 1100 180 110-140
Gray cast iron . .
High tensile-strength 1500 260 90-115
Ferrite 1100 160 110-130
Nodular cast iron .
Pearlite 1800 250 80-100
Non-aging treatment 500 60 1300-1450
Al alloy )
N Aging treatment 800 100 450-500
. Non-aging treatment 750 75 430-470
Cast aluminum alloy .
Aging treatment 900 90 250-290
Anneal 3000 200 35-50
Iron base
Aging 3050 280 25-35
s Heat resistant alloy Anneal 3500 250 15-25
Ni-orCo- | Ading 4150 350 10-20
base Casting 4150 320 10-15
H Hardened steel Hardened steel 4500 HRC55 40-50

Note: *The values in the above table are range values. High values in the range could be considered in actual cutting. When trying new
cutting speed, please check the cutting edge condition before operation.
«In stainless steel threading, high cutting speed should be used to prevent built-up edge.
*The cutting parameters should be reduced when cutting small pitch thread and when using tools with small nose radius.
*When cutting thread by tools with small nose radius, such as NPT standard thread, it is advisable to use tools with big nose radius
first to rough, so as to improve the life of tools with small nose radius.
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Application information of threading

/ In-feed way of threading tools

Radial in-feed

« Easy operating, high general.
« V-shape chip caused by long chip steel workpiece will produce big bend
stress on cutting edge.
« It requires low cutting depth, sharp cutting edge and good tough material.
« Big quantity of heat when cutting ,V-shape chip is hard to control.
/1\ « Because the interface of cutting chips on the right and left side is long,

so it is easy to cause vibration and make the cutting edge suffer more
overloading.

Flank in-feed

« Cutting edge suffer small bend stress, stable estate, it is easy for chips
formation in deep cutting depth.
« There are enough space to leave chips flow when flank in-feed.
« Big abrasion on right flank.
1

Modified flank in-feed

Buipea.y} Jo uonew.oul uoneslddy

* Right Cutting Edge also engage on cutting depth to a certain extent, it
can reduce the abrasion on right side of clearance face.

« Cutting edge suffer small bend stress, stable estate, it is easy for chips
formation in deep cutting depth.

» Good Cutting Performance.

Alternate flank in-feed

 Cutting edge trade off when machining, equality abrasion on left and
right side of clearance face on cutting edge, it can improve the life of
tools.

« Chips are flowing from both of right and left side, good chips flowing.

* Recommend using in big screw-pitch thread cutting.

Recommend adopting flank in-feed or alternate flank in-feed under allowable range of machining equipment or programmer, it can
' eliminate the machining vibration effectively, and it has enough space discharge the chips between pitch. Cutting edge suffer a
small stress, machining stable, it likes the general turning process when machining thread, good chip control without extra chips.
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Application information of threading

/ Common problems in threading and solutions \

Problem

Wear on clearance
face

Cause

Cutting speed too high.

Solutions

Reduce cutting speed.

Low cutting depth, abrasion.

Reduce frequency of feed and friction of cutting edge.

Inserts are over the center line.

Adopt correct center height.

Asymmetric wear on
right and left cutting
edge

The inclined angle of insert is different
from the helical angle of thread.

Change to proper shim to get correct inclined angle.

Flank in-feed is not correct.

Change the way of flank in-feed.

Breakage

Cutting speed too low.

Increase cutting speed.

Cutting force too high.

Increase frequency of feed and reduce Max in-feed.

-]
=
=
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Unstable clamping.

Check if workpiece vibrates.
Reduce overhang of tool.
Verify clamping of workpiece and tool.

Chip twisting.

Increase the pressure of cooling liquid to blow away
chips.

Plastic deformation

High cutting speed, high temperature on
cutting area.

Reduce cutting speed.
Increase feed frequency and reduce Max cutting depth.

Insufficient cooling fluid.

Increase cooling fluid supply.

Low thread surface
quality

Cutting speed too low.
The insert is over the center line.
Chips are not under control.

Increase cutting speed.
Adjust centre height.
Change the operation way of tools to well control chips.

Incorrect profile

Incorrect center height.

Adjust centre height.

Pitch on machine is not correct.

Adjust machine.

Shallow profile

Cutting speed set wrong.

Adjust cutting depth.

Surface damage

Chips involved or contacted.

Change to flank in-feed to control chip flow direction.

Built-up edge

Temperature of cutting edge is too low.
Usually occur when machining stainless
steel and low carbon steel.

Increase cutting speed as well as pressure and
concentration of cooling fluid.
Choose inserts with good toughness.

Crack on surface

Cutting force too high

Reduce the cutting depth of each feed.

Vibration

Incorrect clamping of workpiece or tool

Verify clamping of workpiece and tool.
Minimize overhang of tool.

Incorrect cutting parameters

Increase cutting speed or reduce it substantially.

Incorrect tool clamping

Adjust center height.

A325

Application information of threading



BuIuINy 10} UOHBWLIOJUI [BOIUYOS) [BJOUSS)

General technical information for turning

/ The functions of each part of turning tools \

The names of each part of turning tools
Primary
clearance
angle 5 Insert Tool holder
. e}
Minor angle E Rake face
k]
% Secondary
s cutting edge
‘Approaching angle
- Seconda
g Total length clearance face
2 g Shim
Zélg i‘g Primary flank
éa’: Cutting edge
Secondary 5
\_ clearance angle ~

2 Effects of rake angle

Larger rake angle makes cutting edge sharper, reduces
resistant forces of chip flow, diminishes friction and prevent
deformation, leading to smaller cutting forces and cutting
power, lower cutting temperature, less abrasion and higher
surface quality. However, too large rake angle would reduce
the rigidity and strength of tool. Heat can’t be diffused
easily. Serious breakage and abrasion on tool would occur,
reducing tool life. Please choose rake angle according to
machining conditions.

3 Effects of clearance angle

The main function of clearance angle is to reduce the
friction between the clearance face of tool and the surface
of workpiece. When the rake angle is fixed, larger clearance
angle can increase the sharpness of cutting edge, reduce
cutting forces and friction, and then achieve higher surface
quality. However, if clearance angle is too large, the strength
of cutting edge would decrease. Also, heat can't be diffused
easily and serious abrasion would occur, reducing tool life.

The principle of choosing clearance angle: Choose
small clearance angle if friction is not serious.

4 Effects of inclined angle

Positive or negative inclined angle determines the
direction of chip flow, and also affects the strength and
impact resistance of insert nose.

@As diagram (1) shows, when the inclined angle is
negative, namely nose is in the lowest point as apposed
to the bottom of tool, chips flow to the machined surface of
workpiece.
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Small rake angle

Big rake angle

Small clearance
angle

Large clearance
angle

®\When machining brittle and hard materials

®\When roughing and intermittent cutting

®\\hen machining plastic or soft materials

®When finishing

®|n order to increase nose strength when
roughing
®\When machining brittle and hard materials

®|n order to reduce friction when finishing
©®\\Vhen machining materials easy to be
hardened

Negative
inclined angles

(=)

Picture (1)
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General technical information for turning

@ As diagram (2) shows, when inclined angle is positive,
namely the nose is in the highest point as apposed to the bottom of
the tool, chips flow to the areas of workpiece surface that haven't
been machined.

@ The change of inclined angle also affects insert nose
strength and impact resistance. When the inclined angle is
negative, the nose is in the lowest point of cutting edge. When the
cutting edge enters the workpiece, the contacting point is on the
cutting edge or rake face, protecting the nose from impact and
increase the strength of the nose. Normally, negative inclined angle
should be chosen for tools with big rake angle. This can not only
increase nose strength, but also prevent the impact of entry.

S Effects of approach angle

Reduced approaching angle increases the strength of
tools and enable heat to diffuse easily, improving surface
quality. This is because when the approach angle is small,
cutting edge width is large, and then the unit width of cutting
edge bears less cutting force. Meanwhile, tool life can be
improved.

Normally, select 90°approach angle for turning of
slender and step shaft; select 45° approach angle for
external turning, end surface machining and chamfering.
When approach angle is larger, radial force is reduced,
cutting is stable, cutting thickness is increased, and chip
breaking is excellent.

6 Effects of minor angle

( )

Positive
inclined angle

(+)

Picture (2) J

4 )

N y

Small approach For those materials with high intensity, high
angle hardness and hardened layer on the surface
Big approach angle When rigidity of the machine is not enough

Minor angle is the main angle that can affect surface quality, and it can also affect tool strength. If the approach angle is too small, the
friction between the secondary flank and machined surface of workpiece will increase, causing vibration.
The principle of selecting minor angle: Select small minor angle when roughing or when the friction is unaffected and there is no

vibration. Select large minor angle when finishing.

7 Nose radius

Nose radius significantly affects nose strength and
surface quality.

Large nose radius means higher cutting edge strength,
and the abrasion on the rake face and clearance face can
be reduced to some extent. However, if the nose radius is
too large, radial force will increase, and vibration is easy to
occur, affecting machining precision and surface quality.

®Finishing at small cutting depth
Small nose radius ®Machining parts such as slender shaft
®\When the rigidity of the machine is
not enough

®\When roughing
®\When machining hard materials
Large nose radius (intermittent cutting)
®\When the rigidity of the machine
is not enough
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General technical information for turning

/ Calculation method of turning parameters \

1 cCalculation of cutting speed

4 ) XD Xxn i
External turning 1 VCZW (m mm)
n
e N B 6 In the formula:  Vc: Cutting speed (m/min)
n: Rotating speed of main axle (rev/min)

[e] D: Diameter of workpiece (mm)

For example: When the rotating speed is 280rev/min and the

X diameter of workpiece is 150mm, the cutting speed should
Internal turning

be:
(@]
3
@ @D
3 XD Xn . .
= = m/min) =
g Ve="7000 ( ) =132(m/min)
e
g .
=
g
3
2
=
S
g
g (2 Calculation of feed rate
2
N /
4 ! A f=—— (mm/rev)
n
n .
C _ In the formula: ~ f: Feed rate per rotation (mm/rev)
f I: Cutting length per minute (mm/min)
n: Rotating speed of main axle (rev/min)
O For example: When the retating speed of main axle is
<: 500rev/min, and the cutting lengtiyper minute is 100mm/
min, the feed rate per rotation should be:
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Cutting time calculation of external and internal
turning

T =— (min)
fxn
In the formula:  T: Cutting time (min)
I: Length of machined areas (mm)
f: Feed rate (mm/rev)

n: Rotating speed of main axle (rev/min)

For example: When the rotating speed of main axle is 250rev/min,
and the feed rate is 0.2mm/reyv, the time needed for a cutting length of
150mm should be:

/ 150

T=f = 0.2x250 ~3(min)

Time calculation for end surface turning (constant
linear speed)

ax(@b)
T=Z000vc < (M

In the formula: ~ T: Cutting time (min)
Vc: Cutting speed (m/min)
f: Feed rate (mm/rev)

For end surface without hole, b=0, the formula is still valid.

Theoretical value calculation of machined
surface roughness

fZ
R=—g—x1000 (um)

c

In the formula:  R: Theoretical roughness value of machined surface
f: Feed rate (mm/rev)

rc: Nose radius (mm)

For example: When the feed rate is 0.2mm/rev, and the nose radius
is 0.4mm, the theoretical roughness value of machined surface
should be:

fz B 02°
R=—g,—1000= "%, 4

c

x1000=12.5(um)

-

External turning

Internal turning

e
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General technical information for turning

/ Effect of three main turning parameters on machining \

Effects of three main parameters

Normally, short machining time, long tool life and high
machining precision are expected in machining, so the
material quality, hardness, and shape of the workpiece,
and properties of machine should be fully considered, and
then we can select suitable tools and adopt high-efficiency

cutting parameters, namely three parameters.

A330

Cutting speed (Vc)

When the workpiece is rotating on the machine, the
number of its rotation per minute is defined as Rotating
speed of main axle (n). Because of its rotation, the cutting
speed measured on the contacting point of diameter is
defined as linear speed, m/min. Normally, linear speed
is considered to measure the effect of cutting speed on
machining.

Effect of cutting speed

Cutting speed has significant effect on tool life. When
the cutting speed is increased, cutting temperature will
increase and tool life will be shortened. Cutting speed
varies according to the different types and hardness of
workpiece. The below conclusions are reached after many
cutting experiments:

(1) Normally tool life would be reduced to half when
the cutting speed is increased by 20%. Tool life would
be 20% of the original life if the cutting speed is raised
by 50%.

(2) Low speed (20-40m/min) cutting could easily
cause vibration and shorten tool life.

Feed rate (fn)

Feed rate is defined as the moving distance of tool
after workpiece rotates for one circle, measured by mm/
rotation.

Effect of feed rate

Feed rate is a key factor that determines surface
quality. Meanwhile it also affect the range of chip forming
and the thickness of chips during machining.

In term of the effect on tool life, small feed rate
leads to serious abrasion on clearance face, greatly
reducing tool life.

Cutting depth (ap)

Cutting depth is defined as the difference between
machined surface and unmachined surface, measured
by mm. It is half the difference value between the
original diameter and machined diameter.

Effect of cutting depth
Cutting depth should be determined by the

machining allowance and shape of workpiece, power
and rigidity of machine, and tool rigidity.

The change of cutting depth has little effect on tool
life. If the cutting depth is too low, the cutting nose only
scrapes the hardened layer on the workpiece surface,
reducing tool life. When there is hardened oxide layer
on workpiece surface, higher cutting depth should be
adopted within the possible range of machine’s power
to avoid cutting nose just cutting the hardened layer of
workpiece.
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