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General turning rroduct overview

Carbide and cermet inserts

Double sided, negative - Finishing
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A 8 &2 & & A &
= T “
5 2 WNEG-NF WNMG-ADF WNMG-DF WNMG-EF WNMG-NF WNMG-SF WNMG-XF
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9 o A106 A105 A105 A106 A106 A105 A107 Page
|__ R
£
Double sided, negative, Wiper - Finishing
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CNMG-WG DNMX-WG TNMX-WG WNMG-WG
12 1115 16 08 Edge length
A51 AB2 AB7 A106 Page
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Productoverview General turning

Carbide and cermet inserts
Double sided, negative — Medium machining
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CNMG-EM

CNMG CNMG-DM CNMG-EG
121619 09121619 12 1216 Edge length
AB1 A54 A54 A54 Page
CNMG-PM CNMG-TC CNMG-TK CNMG-XM CNMG-ZM
09121619 1216 12 121619 12 Edge length
A53 A56 A56 A53 AS5 Page
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DNMG-DM DNMG-EG DNMG-EM DNMG-NM
1115 15 1115 15 Edge length
Ab4 AB7 AB7 A7 Page
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DNMG-PM DNMG-TC DNMG-TK DNMG-XM DNMG-ZM
1115 15 15 1115 15 Edge length
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SNMG SNMG-DM SNMG-EG SNMG-EM SNMG-NM
1225 09121519 12 1215 12 Edge length
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—_—_—
SNMG-PM SNMG-TC SNMG-TK SNMG-XM
09121519 1215 12 121519 Edge length
A74 AT76 A76 A73 Page
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TNMG TNMG-DM TNMG-EG TNMG-EM TNMG-PM TNMG-TC TNMG-XM TNMG-ZM
16222733 111622 16 1622 1116 22 16 22 1622 16 Edge length
A98 A91 AS3 A93 A91 AG3 A90 A92 Page
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General turning rroduct overview

Carbide and cermet inserts
Double sided, negative — Medium machining
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VNMG VNMG-DM VNMG-EM VNMG-NM
16 16 16 16 Edge length
A103 A103 A103 A103 Page
VNMG-PM VNMG-SNR VNMG-TC VNMG-XM VNMG-ZM
16 16 16 16 16 Edge length
A104 A104 A104 A102 A104 Page
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WNMG-DM WNMG-EG WNMG-EM WNMG-NM
06 08 08 06 08 08 Edge length
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N W W
el
WNMG-PM WNMG-TC WNMG-TK WNMG-XM WNMG-ZM
06 08 08 08 0608 08 Edge length
A109 A110 A110 A107 A109 Page
)
o
RNMG
12 Edge length
Al12 Page
Double sided, negative — Medium machining to roughing
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CNMA DNMA SNMA SNUN TNMA WNMA
121619 15 121519 1219 1622 0608 Edge length
A61 A69 AB4 AB6 A99 AN Page
Double sided, negative — Roughing
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CNMG-DR CNMG-ER CNMG-SNR DNMG-DR DNMG-ER DNMG-SNR
12161925 121619 121619 15 15 15 Edge length
A57 A58 A57 A68 A69 A68 Page
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Productoverview General turning

Carbide and cermet inserts
Double sided, negative — Roughing
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SNMG-DR SNMG-ER SNMG-SNR TNMG-DR TNMG-ER TNMG-SNR
12151925 121519 12 162227 16 22 16 Edge length
A77 A78 A78 A94 A95 A92 Page
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WNMG-DR WNMG-SNR
06 08 08 Edge length
Al A109 Page
Single sided, negative - Roughing
CNMM CNMM-DR CNMM-ER CNMM-HDR CNMM-HPR CNMM-LR
1219 12161925 25 12161925 1925 12161925 Edge length
A0 A58 A58 AB0 A60 A59 Page
DNMM-DR DNMM-ER DNMM-HDR
15 15 15 15 Edge length
A70 A70 A70 A70 Page
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SNMM SNMM-DR SNMM-ER SNMM-HDR SNMM-HPR SNMM-LR
1925 151925 25 12151925 1925 12151925 Edge length
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TNMM TNMM-DR TNMM-HDR TNMM-LR
162227 162227 2227 16 Edge length
A99 A95 A97 A95 Page
Special form - Finishing
CNMG-RF CNMM-RF CNMM-RH KNUX LNUX-RF LNUX-RH
19 19 19 16 1930 1930 Edge length
Al14 Al14 All4 Al113 A115 Al115 Page
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General turning rroduct overview

Carbide and cermet inserts
Positive - Fine-finishing

CCGT-SF CCGT-USF CPGT-SF DCGT-SF DPGT-SF
0609 0609 0609 0711 0711 Edge length
Al16 Al16 Al124 A125 Al131 Page
TBGH TCGT-SF TPGH TPGT-SF

06 060911 0911 0911 Edge length
A139 A140 Al46 A147 Page
VBGT-SF VCGT-SF
1 1116 Edge length
A150 A153 Page
Positive - Finishing
), ‘d ). I{

— L |

CCMT-AHF CCMT-EF CCMT-HF CCMT-XF CPMT-HF
060912 060912 060912 0609 06 Edge length
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DCMT-AHF DCMT-EF DCMT-HF DCMT-XF SCMT-AHF SCMT-EF SCMT-HF SCMT-XF
0711 07 11 o7 0711 09 09 09 09 Edge length
A125 Al126 Al126 Al126 A134 Al34 A135 Al34 Page
TCMT-AHF TCMT-EF TCMT-HF TCMT-XF
1116 091116 091116 091116 Edge length
Al41 Al42 Al41 Al41 Page
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VBET-NF VBET-NGF VBMT-AHF VBMT-EF VBMT-HF VBMT-XF
16 16 16 1116 1 1116 Edge length
Al149 A151 Al48 Al148 Al49 Al48 Page
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Productoverview General turning

Carbide and cermet inserts

Positive - Finishing

VCGT VCGT-HF VCGT-NF VCMT-EF VCMT-XF
13 n 16 16 1116 Edge length
A153 A153 A153 A156 A156 Page
Positive - Medium machining
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CCMT-EM CCMT-HM CCMT-XM ccMw cPGW CPMT-HM
060912 060912 0812 0912 06 0s Edge length
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DCMT-EM  DCMT-HM DCMT-XM DCMW
07 11 07 11 n 11 Edge length
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SCMT-HM SPMW SCMT-XM
0912 0912 0912 Edge length
A135 A138 A135 Page
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TCMT TCMT-EM TCMT-HM TCMW TCMT-XM
22 091116 091116 16 16 Edge length
Al44 A142 A143 Al43 A142 Page
VBMT-EM  VBMT-HM VBMT-XM VCMT-EM VCMT-XM
1116 16 16 16 16 Edge length
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Positive — Roughing
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CCMT-HR CCMT-TC DCMT-HR  RCMT-RCGT RCMX RCMX-PV SCMT-HR TCMT-HR
060912 060912 1 081012162025 08101216202532 32 0912 09111622 Edge length
A7 A1 A129 A132 A133 A133 A136 A143 Page
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General turning rroduct overview

Carbide and cermet inserts

A Positive — Roughing
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-g VBMT-HR VBMT-SNR
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Positive — Aluminium machining
B T _
o~ & (&
CCGX-LC CCGX-LH DCGX-LC DCGX-LH RCGX-LH
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SCGX-LC SCGX-LH TCGX-LC TCGX-LH VCGX-LC VCGX-LH
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Productoverview General turning

PCBN & PCD
Negative

CNGA DNGA
12 15 16 Edge length
A1T7 A178 Al179 Page
Positive
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CCGW-2 DCGW-2 TCGW-3 VBGW-2 VCGW-2
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CCGT CCGT-1MED CCGT-L CCGW CCGW-L
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DCGT DCGT-1MED DCGW
07 11 07 1 07 11 Edge length
Al184 A185 Al1B6 Page
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VBGT VBGT-1MED VBGW VCGT VCGT-1MED VCGW
1116 16 1116 1116 1116 111622 Edge length
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Ceramic inserts
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y J >/ J —/ J
-—
CNGA CNGN CNGX DNGA DNGN DNGX
1216 1216 12 15 15 15 Edge length
A200 A201 A203 A204 A205 A206 Page
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General turning rroduct overview

Ceramic inserts

Negative
I s
t-.i ) < ®
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RNGA RNGN SNGA SNGN SNGX TNGA TNGN
12 060912151925 12 121519 12 1622 1622 Edge length
A207 A208 A210 A2 A213 A214 A215 Page
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16 08 Edge length
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RCGX RPGN RPGX TPGN
06091219 12 09 1116 Edge length
A218 A219 A220 A221 Page

A10



Productoverview General turning

External tool holders
Holder with double clamping
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DCLNR/L DDJNR/L DSBNR/L DTGNR/L DVINR/L DVVNN DWLNRI/L
95° 93° 75° 90° 93° 725° 95° Angle
A230 A231 A232 A233 A235 A234 A236 Page
Holder with knee lever clamping
- - y ol po= e .93 - .-\.'.
PCBNR/L PCLNR/L PDINR/L PDNNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L
750 a5° 93° 63° 75° 45° 75" 45° Angle
A237 A238 A240 A241 A242 A244 A245 A246 Page
PWLNR/L
95° Angle
A251 Page
MCBNR/L MCLNR/L MDJNR/L MDPNN MRDNN MRGNR/L MSBNR/L MSDNN
75° 95" 93 62.5° 45° 90° 75° 45° Angle
A252 A253 A254 A255 A267 A268 A256 A259 Page
MSKNR/L MTINR/L MTINR/LZ  MVINRL MVVNN
75" 93° 93" 93° 72.5° Angle
A258 A261 A262 A265 A264 Page
MWLNR/L
95° Angle
A266 Page
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General turning rroduct overview

External tool holders
Holder with screw clamping

& P P

SCACR/L SCLCR/L SDACR/L SDICR/L
90° 93° Angle
A271 A272 Page
SSSCR/L STACR/L
45° 90" Angle
A282 A283 Page
SVIJBR/L SVICR/L SVVBN SVVCN SWACR/L
93° 93° 725° 72.5° 90° Angle
A274 A278 A276 A27T A287 Page
Holder with top clamping
CKJNR/L CKNNR/L
93° 63° Angle
A290 A291 Page
Tool holder for ceramic inserts and solid CBN inserts
CCLNR/L CDJNR/L CRDNN CSDNN CSKNR/L CSRNR/L CTINR/L CTUNR/L
95° 93° 45° 45° 75° 75° 93° 93" Angle
A292 A294 A298 A299 A296 A297 A293 A295 Page
& -
JCLNR/L JDJNR/L JSDNN
95° 93° 45° Angle
A300 A301 A302 Page
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Product overview Gene ral tu rning

External tool holders

Swiss turning

SDACR/L-SC SDHCR/L-5C SDJCR/L-SC SDNCN-sC SVACR/L-SC SVJCR/L-SC

SCACR/L-SC SCLCR/L-SC
90° 95" 90° 107.5° 93° 63° 90° 93° Angle
A306 A307 A308 A309 A310 A3l A312 A313 Page
Rail applications
RW-PCLNR/L RW-PLANR/L RW-PLFNR/L
90" 20 90° Angle
A318 A316 A317 Page
Boring bars
Steel boring bars with knee lever clamping -
A***.PCLNR/L A***-PDSNR/L A***-PDUNR/L A***-PSKNR/L A***-PTFNR/L
95° 45° 93° 75° 90° Angle
A324 A326 A327 A329 A330 Page
S**PCLNR/L S***-PDSNR/L S***-PDUNR/L S***-PSKNR/L S***-PTFNR/L S***-PWLNR/L
95° 45° 93° 75° 90° 95° Angle
A324 A326 A327 A329 A330 A332 Page
Steel boring bars with screw clamping -
A***.SCLCR/L A***.SDQCR/L A***-SDUCR/L A***.SDZCR/L
95" 107.5° 93° 95° Angle
Page

A334 A336 A337 A338

S***.SCLPR/L S***-SDQCR/L S***-SDQPR/L S***-SDUCR/L S5***-SDUPR/L S***-SDZCR/L

S***.SCFCR/L S***.SCLCR/L
ag® 95° 95° 107.5° 107.5° a3° 93° 95° Angle
A352 A334 A348 A336 A349 A337 A350 A338 Page
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General turning rroduct overview

Boring bars
Steel boring bars with screw clamping -

A***.SSKCR/L A***.STFCR/L A***-SVQBR/L A***-SVUBR/L

75° 90° 107.5° 93° Angle
A339 A341 A345 A346 Page
y 4 , : § ¢
S***.SSKCR/L S***.STFCR/L S***-STUPR/L S***.SVQBR/L S***-SVQCR/L S***.SVUBR/L S***-SVUCR/L
75° 20° 93° 107.5° 107.5° 93° 93° Angle
A339 A34 A351 A345 A343 A346 A344 Page
Solid carbide boring bars with screw clamping -
~¢¢€ .r'/ _r'/ ./"'/ // / /
C**=.SCLPR/L C***.SDQPR/L C***.SDUPR/L C***.STUPR/L C***.SVQCR/L C***.SVUCR/L C***.SZLNR/L
A354 A356 A358 A360 A363 A3e4 A365 Page
_ _ ‘_,/ /_/ - _ g /___/ //
E***.SCLCR/L E***-SCLPR/L E***.SDQCR/L E***-SDUCR/L E***.STFCR/L E***-STFPR/L E***-SVUCR/L
95° 95° 107.5° 93° aQ° 90° 93° Angle
A355 A354 A357 A359 A3e6l A362 A364 Page
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General tu rning Chip breaker overview

Negative inserts
Finishing
XF P

B Ewelas-20

Double-sided chip breaker for finishing operations in the P application field. Superb chip control with low cutting forces.

RF P

Double-sided chip breaker for applications from finishing to medium machining.

v BB A=A

Double sided chip breaker in combination with cermet grades. Geometry with high sharpness for improved chip control
and great surface quality. Ideal for machining with small cutting depths and feed rates.

DF P K
i LS e BN

ADF P M

Ground, double sided chip breaker with good chip control. Wide range of application due to excellent balance of
sharpness and cutting edge stability.

>
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chip breaker overview  G€Neral turning

Negative inserts

Finishing

Double sided chip breaker with sharp cutting edge and large rake angle for finishing of stainless steel.

B & 6 -

NGF S M
P ) B &5
| —

Double sided chip breaker with ground cutting edge and large rake angle for finishing. E-tolerance for high repeatability.

Wiper
WG P MK
f N
=

[ ——

Double sided chip breaker with wiper geometry. Allows to double the feed rate and improves the surface quality.

Medium machining

B beBA~a

Double-sided chip breaker for medium machining operations in the P application field. Superb chip control at high and

low feed rates.
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General turning  chip breaker overview

Negative inserts

Medium machining

DM P K
— ,‘ﬁ_" N7 W A = A
™ i = ™o g v [

Double sided chip breaker for medium machining. Wide range of application due to excellent balance of sharpness and
cutting edge stability.

o Ees
g,

Double sided chip breaker for medium machining. Wide range of application due to stable cutting edge and large
rake angle. Very suitable for machining of steel.

PM P K
Lol i ] ST =B v e

Double sided chip breaker for medium machining. Wide range of application in steel and cast iron.

TC K P

" BeBa-—a

Double sided chip breaker with surrounding cutting edge. Process reliable machining due to highest cutting edge
stability.

TK K

V- -

Double-sided chip breaker for medium machining operations in the K application field. Optimum combination of impact
resistance and cutting edge sharpness.

@
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chip breaker overview  G€Neral turning

Negative inserts

Medium machining

NM S M

Double sided chip breaker with ground cutting edge and large rake angle for medium machining of heat-resistant

materials.

EM M S

Double sided chip breaker with sharp cutting edge and large rake angle. Process reliable medium machining of stainless

steel.

- Eo&HaAb

Double sided chip breaker with grinded cutting edge and large rake angle. Wide range of application for medium
machining of stainless steel.

Basic P K

Double sided chip breaker with surrounding cutting edge for universal machining of steel and cast iron.

Roughing

DR doublesided P K

9228
ooy

Double sided chip breaker with positive rake angle and stable cutting edge for light to medium roughing of steel and cast

iron.
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General tu rning Chip breaker overview

Negative inserts

Roughing

DR singlesided P K

Single sided chipbreaker with positive rake angle and stable cutting edge for light to medium roughing of steel and cast
iron,

RH P

Double-sided chip breaker for applications from medium machining to roughing.

LR P M

Single sided chip breaker with curved cutting edge and unique bumpy geometry. Low cutting pressure for process
reliable machining. Light roughing of steel and stainless steel.

ER doublesided M S

. BoE A

Double sided chip breaker with large rake angle for low cutting forces. Suitable for roughing of stainless steel.

ER singlesided M S

e

Single sided chip breaker with large rake angle for low cutting forces. Suitable for roughing of stainless steel.

>
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chip breaker overview  G€Neral turning

Negative inserts

Roughing
HDR P K

=

Single sided chip breaker with high cutting edge stability and deformation resistance. Excellent for roughing with high
cutting depths in steel and stainless steel.

HPR P K

Single sided chip breaker with high cutting edge stability and large chip space. Excellent for heavy roughing in steel and

cast iron.

Flat K

Double sided insert without chip breaker. Stable cutting edge design, due to missing microgeometry. Excellent for

roughing in cast iron.

SNR M S N

Double sided chip breaker for roughing. Wide range of application due to excellent balance of sharpness and cutting
edge stability.

PCBN & PCD inserts

Flat N H

- 8o i<

With brazed CBN or PCD cutting edge. For machining of hardened steel (CBN) or non-ferrous metals (PCD).
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General turning  chip breaker overview

Negative inserts
PCBN & PCD inserts

Flat H K

Solid CBN insert for machining od steel and cast iron.

Ceramic inserts

Flat K H

T - - Y-

Ceramic inserts for machining of low hardened steel and cast iron.

Positive inserts

Fine-finishing

USF P M

Single sided chip breaker for fine finishing. Sharp cutting edge with large hollow flute, excellently suitable for machining
small work pieces. G-tolerance for high repeatability.

R/L P M

& L

Single sided chip breaker for fine finishing. Excellent for high surface quality. G-tolerance for high repeatability.

& A <=

Single sided chip breaker in combination with cermet grades. Geometry with high sharpness for improved chip control
and great surface quality. Ideal for machining with small cutting depths and feed rates.

>
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chip breaker overview  G€Neral turning

Positive inserts

Finishing

XF P

L ae

Single-sided chip breaker for finishing operations in the P application field. Superb chip control with low cutting forces.

HF P K

) 7 4 g A
- - .// - a -
- m— e, e Lorm = =
-‘ | -

Single sided chip breaker with good chip control. Suitable for finishing to medium machining of steel and cast iron.

AHF M S P

= o8B A=

Ground, single sided chip breaker with good chip control. Wide range of application due to excellent balance of
sharpness and cutting edge stability.

EF M S

- -4 - N

Single sided chip breaker with sharp cutting edge and large rake angle for finishing of stainless steel.

NF M S

- b S

Single sided chip breaker with ground cutting edge and large rake angle for finishing. E-tolerance for high repeatability.

A23
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General tu rning Chip breaker overview

Positive inserts

Finishing
NGF M S
=

Single sided chip breaker with ground cutting edge and large rake angle for finishing. E-tolerance for high repeatability.

Medium machining

XM P

Single-sided chip breaker for medium machining operations in the P application field. Superb chip control at high and
low feed rates.

TC K P

Single sided chip breaker with encircling cutting edge. Process reliable machining due to highest cutting edge stability.

HM P K

L
P

Single sided chip breaker for medium machining. Wide range of application due to excellent balance of sharpness and
cutting edge stability.

EM M S

Single sided chip breaker with sharp cutting edge and large rake angle. Process reliable medium machining of stainless
steel.

>
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Chip breaker overview Gene ral turni ng

Positive inserts

Medium machining

Basic P K

Single sided chip breaker with encircling cutting edge for universal machining of steel and cast iron.

Roughing
Flat K

Single sided insert without chip breaker. Stable cutting edge design due to missing microgeometry. Excellent for
roughing in cast iron.

o &) B =«
—

HR
_‘ =] N

Single sided chip breaker with positive rake angle and stable cutting edge for light to medium roughing of steel and cast
iron.

Single sided chip breaker for roughing. Wide range of application due to excellent balance of sharpness and cutting edge
stability.

Basic P K

Single sided chip breaker with encircling cutting edge for universal machining of steel and cast iron.
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General tu rning Chip breaker overview

Positive inserts

Aluminium machining

LC N

Single sided chip breaker with excellent cutting edge design. Sharp cutting edge with positive rake angle. G-tolerance for
high repeatability.

LH N
= e

Single sided chipbreaker for machining of cast aluminium alloys. Sharp cutting edge with positive rake angle. G-tolerance
for high repeatability.

PCBN & PCD inserts
Flat N H

- R

With brazed CBN or PCD cutting edge. For machining of hardened steel (CBN) or non-ferrous metals (PCD).

MED N

at

Laser-cut chip breaker for finishing and medium machining operations.
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General turning

Application fields of chip breakers

Example
Insert:
Holder:
Material:
Vc :

CNMG120408-DF
PCLNL2525M12
C45 steel

200 m/min

apmm]  Application fields

T T T T T
0,05 0,10 0,15 0,20 0,25 0,30 f

[mm/rev.]

>

f [mm/rev]
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Ge ne ral turn i ng Application fields of chip breakers

P Positive inserts
Chip breaker Application Application fields Cutting edge design
ap[mm] 4.0 I —
30 od-bodoobd 0.05
s¢ Finenishing | O AT 7"\'2:%‘\/
o LAt L frmmin

01 02 03 04 05

ap[mm] 4.0 T —
i I
£ [ St L e BRI 0.11
i i
]

. b
HF Finishing O & 28 pp—-et] 6
10 p=h=-=F=4-=F-1
o S L L L f [mmyr]

ap[mm] 4.0 T T

sobodembod L] 0.13

AHF Finishing O 63 20 - e 14°
o l-po-t 4 1|
0 e

01 02 03 04 05

ap[mm] 4.0

g Pl deel o 0.1
U s . W 18°
XF Finishing O & il I
PR s
5 i frmmim
L5

ap[mm] 4.0 A —
EY ) R S 0.12
- T 20 . FrArrb ek - o
HM Medium machining O a} N 4 «%:F:_//
T e e
o v fmmn
o1 02 03 04 05
ap[mm] 4.0 — T T
1 1 1 1
30 |- 0.1
20 b-d-Fr-d--r-1 8°
XM Medium machining O e} SN
10 F-q-
ol 1 1 1 | fmmm
01 02 03 04 05
ap[mm] 6.0 N
B 0.17
B O 150
5 0 f-d-—FtA-—F—
HR roughng | © & & .=
L% 21 i hotat ehatc fota elmtn
ol 1 1 b | fmmm
o1 02 03 04 05
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Ge ne ral tu rni ng Application fields of chip breakers

P Negative inserts
Chip breaker Application Application fields Cutting edge design
ap fmm] 150 T
0.1
120 - gl
DR - a0 50 %—k
(single sided) Roughing C & & »
. fimenir]
R 03
20
LR . a0
(single sided) Roughing C & @ :j _
o fImm/r]
ap [mm] 150
120 _[.)_.46
HDR : % 11° # 0.24
(single sided) Houghing O & @ i _
.n fImm/r]
ap [mm] 150
120 + _9_..46
HPR ; 50 11° # 0.24
(single sided) foaghng O & @ - |
o fimmir]
02 04 05 08 10 1.2
P Negative inserts (rail technology)
Chip breaker Application Application fields Cutting edge design
ap fmm] 150 —
120 |-t—d-mimpo i 0.35
RF Finishing @ e 13° ?L’/_
: ] fImm/r]
0.4
RH Roughing O @ g% ¥
i ——— [mmyr]
0250507510125 15
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Application fields of chip breakers G ene ral turn i ng

K Positive inserts

Chip breaker

Application

Application fields

Cutting edge design

Medium machining

o &

ap [mm] 4.0

iEas

I I
| ey

1 ]

I I

20 F--494-F

I I

I 1
b b

] ]

h

0 TE T
01 02 03 04 05

0.2

15°%t_/

Flat

Roughing

O &

or--
e .
-
=
i

01 02 0

K Negative inserts

Chip breaker

Application

Application fields

Cutting edge design

Medium machining

O &

ap [mm] 50 R

(A

40 F-+

N
R e

|

I

1

|

I

| I
W FoT AT
10 F-+

o I

fImm/r]

0.27
s

TC

Medium machining

O & @

ap[mm] 50
40
30

f [mmyr]

0.27

15°§:_/—

Flat

Roughing

O & @

ap[mm] 50
a0
30

f [mm/r]

01 0203 04 05 06
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Ge ne ral tu rni ng Application fields of chip breakers

M Positive inserts
Chip breaker Application Application fields Cutting edge design
ap[mm] 4.0
30 = 130
USF Fine-finishing &y ) 1
1.0 =
o fImmJr]
01 02 03 04 05
ap[mm] 4.0 T
04
EF Finishing O & = E: >
10 F-f--r-4--r--
ol 1T 1 1 | tmmm
o1 02 03 04 O
ap[mm] 4.0 I S
30 f-d - nt 0.1
EM Medium machining O EB X ol I 13° %—\;E:_/
10 |---p——T
-! L1 fmmm
o1 02 03 04 05

M Negative inserts
Chip breaker Application Application fields Cutting edge design
apimm] 5.0 T
0 potdeot ooty 006
e e e °
EF Finishing O 20 ___:__;__4__ 9 {l‘:TR/
10 F—p=—d4=1—-—F=+-4
P e sl S O OV
01 02 0.3 04 05 06
apimm] 5.0 A
ot T T N 0.2
M e
EM Medium machining O & PY 3 I B W 8"%&/[
I G N
P S B (L
0.1 0.2 03 04 05 06
7 0.5
s : N 16"{;1’{//
EG Medium machining O 68 -
] fmm/r]
01 02 03 04 05 06
ap[mm] 50 : T
0 "T'J"l":" =2 0.1
30 __JI-_ __:__L_ | 60
ER Roughing O G & ol I ﬁ:;/
10 Fetodmmdm =t -
L] e
0.34
19° 0.3
= Roughing O S} %é fjﬁh\

(single sided)

fImm/r]
02 04 056 08 1.0 1.2
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S Positive inserts
Chip breaker Application Application fields Cutting edge design
ap[mm] 4.0 E o ;
o i 12°
NF Finishing O & 20 e
o = i
o — f[mmyir]
ap [mm]
NGF Finishing O & 10-%=T~ﬁﬁﬁ_,,ff”‘
f[mmyr]
ap [mm]
0.15
SNR Roughing O €3 &% 7 %.'\EL/
A f[mmJr]
01 02 03 04 05
S Negative inserts
Chip breaker Application Application fields Cutting edge design
ap [mm] 5.0 : : : : :
o N i = 0.09
30 fododdrebnbin .
NF Finishing O R 1 {“—"ﬁv
10 | +—-|—}——:——L—-
5 e  (mmii]
01 02 03 04 05 06
ap [mm] 5.0 e T R O
I 15°
NGF Medium machining O 63 20 fod L1 ﬁ\/
7o L0
I = A
01 02 03 04 05 05
ap [mm] 5.0 : : : : :
ol ISR 0.14
NM Medium machining O 63 2'3 L I__:_ 12| 15°
PO S 7
o1 02 03 04 05 06
ap [mm] 5.0 : : : : :
80, L nder 0.23
30 - —tt— o
SNR Roughing O 63 r‘;% 20 --1--:--:--:__._. 15 %K_/
10 |+ttt —
P N N S R

01 02 03 04 05 06
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Ge ne ral turn i ng Application fields of chip breakers

N Positive inserts
Chip breaker Application Application fields Cutting edge design
sl 80 T 0.22
] 0 W 23°
LC Finishing O 20 _!i_j:__i____i__
o P
o - I f[mm/r]
01 02 03 04 05 08
ap[mm] 5.0 ——
i e e e e e =
30 F- —J:——i——i——L—- 16
LH Finishing O g ppedadanladd
g \_-‘I_—:__r_'-_- fImmir]

01 0.2 03 04 05 06
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Application fields of chip breakers Gene ral tu rning

Notes
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General turning crade overview

Coated cemented carbide CVD

Grade I1SO Micro structure Grade description
YBC103 PO5 - P15 P10 grade with excellent wear resistance at higher cutting speeds. Latest sinter processes
and CVD coating technologies enable a wide range of applications in the P material range.
CVD coated P10-P20 carbide grade for finishing to medium operation of steel, casting
YB6315 P05 - P20 steel and high chrome material. Outstanding performance under high cutting speed and
temperature with excellent wear resistance.
CVD coated P10-P20 carbide grade for finishing to medium operation of steel and casting
YBC152 P10-P20 steel. Outstanding performance under higher cutting speed and temperature with
excellent wear resistance.
P20 grade with exceptional wear resistance and toughness for reliable machining
YBC203 P15-P25 operations. Ultra-modern sintering technique and CVD coating technologies allow for a
wide range of applications in the P material range.
YBC252 P20- P35 CVD coated P20-P35 carbide grade for medium operation to roughing of steel and casting
steel. Optimal performance of wear resistance and toughness for a wide application field.
YBC352 P20 - P40 CVD coated P20-P40 carbide grade for roughing operation of steel and casting steel.
Optimal performance of wear resistance and toughness for a wide application field.
YBM153 M10-M25 CVD coated M10-M25 carbide grade for finishing to medium application in stainless steel.
High wear resistance and capability against plastic deformation at higher cutting speed.
CVD coated M15-M35 carbide grade for medium to roughing operation in stainless
YBM253 M15-M35 steel with wide application field. High wear resistance and capability against plasctic
deformation at higher cutting speed.
>
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Coated cemented carbide CVD

Grade 1SO Micro structure Grade description

CVD coated K05-K20 carbide substrate. Optimized for medium operation of cast iron,

Yep102 e special nodular cast iron and hard steel at high cutting speed.

YB7315 K10 - K25 CVD coated K10-K25 carbide substrate. Optimized for medium to roughing operation of
cast iron. Improved wear resistance and toughness at high cutting speed.

YBD152 K10 - K25 CVD coated K10-K25 carbide substrate. Optimized for medium to roughing operation of

cast iron. Good wear resistance and toughness at higher cutting speed.

Thick Al203 CVD coated K05-K25 carbide substrate. Optimized for medium to roughing
operation of cast iron. Higher wear resistance and toughness at higher cutting speed in
combination with TC chip breaker.

YBD152C K10-K25

Coated cemented carbide PVD

Grade IS0 Micro structure Grade description

PVD coated N0O5-N20 carbide substrate for finishing to semi-finishing in aluminium

YBG101 NO5 - N20 materials. Coating only on the top face, in combination with the aluminium chip breakers,
prevents built-up edges and gives a smooth cut.
YBG102 S05-515 PVD coated 505-515 carbide substrate for finishing to medium application of super alloy

material, stainless steel and aluminum. Good wear resistance in a wide application field.

— PVD multilayer coated 505-520 carbide substrate for finishing to medium application of

YBG105 S05 -520 PR T o > e P super alloy material but also stainless steel. Good wear resistance and thermal stability in a
" ! ' wide application field.

g
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General turning  crade overview

Coated cemented carbide PVD

Grade ISO Micro structure Grade description
P10-P30 PVD muiltilayer coated P10-P30/M20-M40/515-525 carbide substrate for finishing to
YBG205 M20 - M40 medium machining of stainless steel, super alloys and steel (milling). Excellent wear
$15-525 resistance and thermal stability in a wide range of applications.
P10-P30 PVD multilayer coated P10-P30/M10-M25 carbide substrate for finishing to medium
YB9320 M10- M25 machining of stainless steel, super alloys and steel (grooving/milling). Optimised coating
stability for higher wear resistance and thermal stability in a wide range of applications.
Carbide grade for semi-roughing to chip breaking of high-strength and high-alloy
YPD201 520 -530 materials. High-performance grade with high wear resistance. Balanced hardness and
internal stress ratio provide a wide range of applications.
Turning grade for processing nickel-base materials. A special carbide substrate and the
YBS5103 S10-520 latest PVD coating technology enable a very good wear behaviour and high thermal
stability.
Ceramic
Grade ISO Micro structure Grade description
CA1000 K10-K25 Uncoated H10-H25/K10-K25 mixed ceramic grade for finishing to medium operation in
H10-H25 hardened steel and nodular cast iron. Good wear resistance and toughness.
K10-K25 Coated H1-H25/K10-K25 mixed ceramic grade for finishing to medium operations in
CM1000 H10 - H25 hardened steel, tool steel, HSS material and nodular cast iron. Good wear resistance and
toughness.
J Uncoated K05-K15 Si3N4 ceramic grade for finishing to medium operation in grey cast
CN1000 Lo iron. Good wear resistance and thermal stability.
>
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Ceramic
Grade 1SO Micro structure Grade description
Uncoated SiAION ceramic grade for medium machining to roughing of nickel- and cobalt-
C51000 FR based alloys at medium to low cutting speeds.
$10-520 Uncoated whisker ceramic grade for medium and low speed cutting in HSS steel, high
CW1400 chrome steel and cobalt-base alloy also with interrupted cut. Good wear resistance, notch
H10-H20 5 el
wear resistance and thermal stability.
Uncoated whisker ceramic grade for finishing to rough operations in Ni-base alloy material
CW1800 S10-525 like Inconel, Nimonic or Hastelloy. Good wear resistance, notch wear resistance and

thermal stability.

Uncoated cemented carbide

Grade 1SO Micro structure Grade description

YD101 NO5 - N20 Uncoated NO5-N20/K05-K20 carbide substrate for fine to medium application in
KOS5 - K20 aluminum and other material.

YD201 N10- N30 Uncoated N10-N30/K10-K30 carbide substrate for medium application in aluminum and
K10-K30 other material.

CBN

Grade 1SO Micro structure Grade description

YCB112 $10-520 Uncoated, brazed S10-520 CBN grade for fine finishing operations on hardened steel and

super alloys. Excellent wear resistance and thermal stability.
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CBN
Grade I1SO Micro structure Grade description
YCB113 HOT -H10 Uncoated, brazed HO1-H10 CBN grade for fine finishing operation in hardened steel with
continuous cut. High wear resistance and productivity at higher cutting speed.
Uncoated, brazed H10-H25 CBN grade for fine to medium application in hardened
YCB121 H10-H25 steel from continuous to light interrupted cut. Good wear resistance and toughness for
universal use,
YCB131 H20 - H35 Uncoated, brazed H20-H35 CBN grade for fine to medium application in hardened steel
with interrupted cut. Good wear resistance and optimized toughness for safe process.
YCB113C HOT -H10 Coat.ed, brazed H(?1 -H10 CBN 'grade for fine ﬁnlshl.m._:; opere‘xtlons on hardened steel with a
continuous cut. High wear resistance and productivity at higher cutting speeds
Coated, brazed H10-H25 CBN grade for fine to medium machining operations on
YCB121C H10-H25 hardened steel with a continuous to partially interrupted cut. Good wear resistance and
toughness for universal application.
Coated, brazed H20-H35 CBN grade for fine to medium machining operations on
YCB131C H20 - H25 hardened steel with an interrupted cut. Good wear resistance and optimum toughness for
reliable operations.
y Uncoated, brazed K10 -K20 CBN grade for fine to medium machining operations on cast
YCB215 L iron. Excellent wear resistance and thermal conductivity.
Uncoated H20-H30 solid CBN grade for medium machining operations on hardened steel
YZB630 H20-H30 with a slight to medium interrupted cut. Excellent combination of wear resistance and
thermal stability.
>
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CBN
Grade 1SO Micro structure Grade description
Coated H20-H30 solid CBN grade for medium machining operations on hardened steel
YZB630C H20-H30 with a slight to medium interrupted cut. Excellent combination of wear resistance and
thermal stability.
1 Uncoated H10-H25/K10-K25 mixed ceramic grade for finishing to medium operation in
YZB223 RIg=¥as hardened steel and nodular cast iron. Good wear resistance and toughness.
PCD
Grade IS0 Micro structure Grade description
Uncoated, brazed NO1-N10 PCD grade for fine finishing operation of aluminum alloys less
YCD421 NOT-N10 than 12 % Si, composites, copper/magnesium and other alloys. Medium grain size grade
with good wear resistance for a wide application field.
Cermet
Grade IS0 Micro structure Grade description
YNG151 P05 — P15 Uncoated P05-P15 cermet grade for fine finishing operation of steel and stainless steel.
Good resistance against plastic deformation for good surface finishing.
PVD coated P0O5-P15 cermet grade for fine finishing operation of steel and stainless
YNG151C P05 - P15 steel. Good wear resistance and capability against plastic deformation for good surface
roughness.
YNT251 P10- P25 Uncoated P10-P25 cermet grade for fine finishing to medium operation of steel and
stainless steel. Good wear resistance and toughness. Suitable also in light interrupted cut.
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General tu rn i ng Application fields of grades

CVD coated carbide grades for steel

+Ve 4

P05

P15

P35

“« © © £

Cermet grades for steel

+Ve 4

P10

P25
=Vc 3%2 +f

+Ve 4

P10 |

P20

CVD coated carbide grades for stainless steel

+Ve &

M10 VBMi53

M20 YBM253

M30

\J
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Application fields of grades G ene ral turn i ng

PVD coated carbide grades for stainless steel

+Ve &
M10 YBG105

YB9320
M20

YBG205
M30

CVD coated carbide grades for cast iron

Ve i

K05

K15

CBN grades for cast iron

+Ve &

K05

K15
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Ceramic grades for cast iron

+Ve

K05

K15

_Vc

PVD coated carbide grades for superalloys

+Ve o

© & =

S05

S10 |-

YBG105

YBG102

YPD201

S20

A J

_Vc

Ceramic grades for cobalt base alloys/HSS

S01

S10

S20

o © @

L ]

CW1400

A

+f

+V¢

S05

510 |-

S20

YBS103

| ¥B5203.
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Application fields of grades G eneral tu rn i ng

Ceramic grades for nickel base alloys

Ve A
S01
CW1800
$10 E—
S20

CBN grades for superalloys

Ve 4
505
1
510 N
520 e

“ O © #f

Carbide grades for non-ferrous metals
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Ge nera I tl.l rn i ng Application fields of grades

PCD grades for non-ferrous metals

Ve 4

N10 [~

V¢ +f

CBN grades for hardened steel
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H20 1

H30 o ::‘.’Cr-B.HHQ e
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Ceramic grades for hardened steel
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Application fields of grades G ene ral turn i ng

Application fields of grades - general turning

1SO

HC' (CVD)

HC' (PVD) HT

T
p]

Ceramic HW

CBN

PCD

PO1

P10

P20

| yBci03

YNG151 |

YNT251 |

[YNG151C)

P30

| yBC152
(YBC203 |

|
[ yBC252

P40

L_¥YBC352

MO1

M10

M20

YBM153

YBM253

YBG105

I
YB9320

I
YBG205

YNG151

YNG151C

M30

M40

KO1

J
J

J

J

K10

YBD102 |

(000

)

[ vcB21s
YZB223

K20

YBD152C

YBI|:)152
[ vyB7315

YD201

(

K30

L

NO1

N10

N20

YBG101

N30

YD101

YBG102

YD201

YTDJIH

S01

510

YBS103

YBG102
YBG105

C51000

YCB112

520

YB9320
YPD201

CW1400
CW1800

|
YCB131

S30

HO1

H10

H20

YCB113(C)
YCB121(C)

H30

YCB131(C)

Steel |

Non-ferrous metals

Stainless steel |

Heat-resistant alloys

Castiron |

Hardened materials

HC' Coated carbide
HT Uncoated cermet
HC® Coated cermet
HW Uncoated carbide
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General turni NQJ 150 code - general turning inserts

ISO standard
T N M G 22 04 08 (NN — DM
1 2 3 4 5 6 7 8 9
Insert shape Clearance angle Tolerance class
7
wfg] ofm] O PEE LT " h
LG - L.C LG
D £ H <:> Code | ICImml | mimml | Simm]
C E - D g A +0,025 +0,005 40,025
d +0,025 +0,013 +0,025
K L I:I - ’ E +0,025 +0,025 +0,025
E S £ s F +0,013 +0,005 +0,025
5 O " Q " O 20° e G +0,025 +0,025 +0,130
H +0,013 +0,013 +0,025
) $0,05-0,15 +0,005 +0,025
s T A v <> g g N K 4005-0,15 +0,013 +0,025
L 0,05-0,15 +0,025 +0,025
M £005-0,15  +0,08-0,20 +0,130
w Z Special P E 9 Spechl N  £005-015  +0,08-0,20 +0,025
U  £008-025  0,13-038 +0,130
1 2 3
Fastening features (metric) Cutting edge length | [mm]
Insert shape Insert shape
> 65° 1C Q Q
A T (mml Q .Q 3 Q éﬁ g ; %E
C D R 3 T v W K
> 65° 3,97 06
c £ 5,0 05
5,56 09
. 2k 6,0 06
> 635 | 06 07 1 1
e 8,0 08
J m T I3 9525 09 11 09 09 16 16 06 16
10,0 10
<65 12,0 12
N T 127 | 12 15 12 12 22 22 08
es 15875| 16 15 15 27
R T J 16,0 19 16
1905 | 19 19 19 33
<65° <65 20,0 20
e=¢ v Y 50| 25 25 25
254 25 25
X Special 3175 3
32 32
4 5

A48




ISO code - general turning inserts General turning

Insert thickness S [mm)]

Nose radius r [mm]

P
r

Code s Code \ s Code r
00 0,79 T5 5,95 00 =
TO 0,99 06 6,35 02 0.2
01 1,59 T6 6,75 04 0,4
T1 1,98 07 7,94 08 08
02 238 09 9,52 12 1,2
T2 2,58 T9 9,72 16 16
03 3,18 1 11,11 20 2,0
T3 3,97 12 12,70 24 2,4
04 4,76 32 32
T4 4,96 X Special
05 5,56 MO Round inserts
6 7
Cutting direction
L
Chip breaker overview
(on page A16)
R
N
8
ANSI standard
5 6 7
Inner circle Insert thickness Nose radius
Code [mm] Pouce Code [mm] Pouce Code [mm] Pouce
2 6.35 0.250 2 3.18 0.125 0 0.2 0.008
3 9,525 0375 3 4,76 0.187 1 04 0.016
4 12.7 0.500 4 6.35 0.250 2 08 0.031
5 15.875 0.625 s 7.94 0313 3 1.2 0.047
6 19.05 0.750 6 9.52 0.375 4 1.6 0.063
8 25.4 1.000 5 2.0 0.079
6 24 0.094
5 6 7
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Ge ne ral tu rni ng Conversion table metric/imperial

Conversion table for general turning inserts (metric/imperial system)

Negative angle/insert

Positive angle/insert

A50

ISO Inch I1SO Inch ISO Inch ISO Inch
090304 | 321 3 ;
e 067304 | 325N G 060202 | 2(1.5)0 ipdreshipe 070202 | 2(1.5)0
090308 | 322 W 067308 | 3(2.5)2 C 060204 | 2(1.51 D 070204 | 2(1.51
120404 | 431 06T312 | 3(25)3 060208 | 2(1.5)2 070208 | 2(1.5)2
120408 | 432 060404 | 331 097302 | 3(25)0 117302 | 3(2.5)0
—— 120412 | 433 A 060408 | 332 @ | | oom304 | 3251 { @3 117304 | 3(2.5)1
nserts ape
p 120416 | 434 — 060412 | 333 - 097308 | 3(252 117308 | 3(2.5)2
160608 | 542 080404 | 431 120404 431 117312 | 3(2.5)3
160612 543 080408 432 120408 432
8 160616 | 544 080412 | 433 120412 433
ol B 067102 | 1.201.2)0 060204 | 2(1.51
N 7 100612 | 643 113304 221 2(1.2) (1.5)
110308 | 222 06T104 | 1.200.2n 097302 | 3(2.5)0
190616 | 644
150624 | 6% o | i i Tad] | ™ e e
2a0Tad ) Sbe ::ﬁz ;:i 090204 113(1.5)1 120404 (4;%1)
207ad | 658 S 220404 3 090208 | 1 ‘3§1 .5;2 120408 | 432
S =058 ! - 110202 £1 5 0 @ 120412 | 433
o 220408 | 432 (1.5)
220412 | 433 110204 | 20151 150404 | 531
110404 | 331 O 220416 | 434 110208 | 2(1.5)2 150408 | 532
110408 | 332 270608 | 542 Inserts shape | 110302 220 150412 | 533
110412 333 270612 543 T 110304 221 190408 632
150404 | 431 270616 | 544 110308 222 190412 | 633
insertshape | 150408 | 432 TR 16T302 30 190416 | 634
D 150412 | 433 9 ! © 161304 | 31 ——3
150604 | 441 poooe | 22 L 16T308 32 — 2(1 '5)1
150608 | 442 ?zgi;j i;? 16T312 33 = 2:1'5;2
150012 | 445 2040 32 o iy 22d 110302 2#0
150616 | 444 120408 | 4 220408 | 432 Inserts shape
120412 | 433 v 110304 | 221
190608 | 542 120416 | 434 420412 0 110308 | 222
190612 543 Insert shape e = 220416 434 s a5
15060 5
] 270408 | 532 || =)
160404 | 331 150612 | 543 160404 | 331
Insert shape 270412 533
160408 | 332 150616 | 544 160408 | 332
160412 333 ( ) 190412 633 Bt s 160412 333
= o — 190424 | 636 o
= S 190612 | 643
. o 190616 | 644
Insert shape 1204MO 3 250724 856
R 250732 | 858
250924 | 866
250932 | 868




Negativeinserts G@neral turning

O Ideal machining conditions CNMG L 1.C S d
€ Normal machining conditions 0903 | 97 ]9525| 318 | 3.81
Turning inserts 4% Unfavourable machining conditions 1204 | 129 | 127 | 476 | 5.16
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P IOOO&BGE SERs Q&0
C N . m 08 006 HHO0BI0
: 2d r K OBHBH
N [6]0)] @F+)
3 s 008BBO 06
et H
m NN N Ng-—mmm — .—,_H
150 rl e f [Br@sEeEsesenacesBRaaR oo s
38338228 3338882 8/2E(2 |38
EE>F>FEr > >x>>>>>>F=F5F |5
CNMG120404-WG 0.4 ]|0.25-3.00|0.05-0.25 (o}
CNMG120408-WG 0.8 | 0.5-5.0 |0.15-0.70 ] [ ] o
CNMG120412-WG 1.2 | 0.8-6.0 |0.20-0.75 L]
ADF CNMG120404-ADF 04 | 0.5-3.0 |0.05-0.30 °
CNMG120408-ADF 08 | 05-3.0 | 0.1-04 ]
E CNMG120412-ADF 1.2 | 0.8-3.0 |0.15-0.50
Finishing
DF CNMG090304-DF 0.4 |0.25-1.50|0.07-0.30 ] L[]
CNMGO090308-DF 08 | 0.3-1.5 | 0.1-03 L] (o]
o ’ CNMG120404-DF 0.4 |0.25-1.50|0.07-0.30 L] [}
CNMG120408-DF 08 | 03-1.5 | 0.1-04 L] L[]
Finishing CNMG120412-DF 1.2 |0.35-1.50|0.10-0.35 ] [ ]
CNMG090304-EF 04 | 05-2.0 |0.05-0.20 e} ]
CNMGO090308-EF 0.8 | 0.5-2.0 |0.05-0.25 o} ]
CNMG120404-EF 04 | 0.5-2.5 |0.05-0.20 ] ]
CNMG120408-EF 0.8 | 0.5-2.5 |0.05-0.25 L[] °
Finishing | CNMG120412-EF 12 | 0525 |0.10-0.35 o) )
SF CNMG090304-5F 0.4 |0.05-0.50|0.05-0.30
. . CNMG120404-SF 04 | 0.1-1.5 |0.05-0.30
f@ f CNMG120408-SF 08 | 0.1-1.5 |0.10-035 °
Finishing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L A***-PCLNR/L
Kr: 95° Kr: 75" Kr: 95° Kr: 75" Kr: 95° Kr; 95°
A230 A237 A238 A252 A253 A324
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General turning  negative inserts

© Ideal machining conditions CN*== L 1.C S d
€3 Normal machining conditions 1204 | 129 | 127 | 476 | 5.16
Turning inserts g% Unfavourable machining conditions
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P |IOOCO&BHEH SH& 080
M Oe SlOfEILINIO)] @1 @]
K (@F Rt
N QO O &
S Qo8B0 O &
H
mmNnﬁNNf"‘mNmNH-mmm '-m"'—!

IS0 e oa f egﬂomMEg.‘i’;ﬂﬂESEﬁﬁﬁc:ﬂEﬂ 55
38338322858 3)133888232E2 a8
FESSESE S EFEFEFFEFEE OIFFE

CNEG120404-NF 0.4 (0.2-2.5|0.05-0.30 o e s}
CNEG120408-NF 0.8 (0.2-2.5|0.10-0.35 o0 e (s}
CNEG120412-NF 1.2 |0.2-2.5|0.13-040 o e ls}
Finishing
XF CNMG120404-XF 04 (0.5-2.5| 0.1-0.25 | e ®
CNMG120408-XF 0.8 (0.5-25| 0.1-0.30 |e
‘ _CNMG120412-XF | 12 |05-25/0.1-0.35 | ® ot :
Finishing
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L MCBNR/L MCLNR/L S***.PCLNR/L
ol BB oecon JEREE BT o SOOI o0 BT
:-
A230 A237 A238 A252 A253 A324
Systemcode A4S Grade selection . A42 Technicalinfo & A501 Cuttingdata  A366

A52

o~
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Negativeinserts G@neral turning

CNMG L 1.C S d
09 03 9.7 9.525 | 3.18 318
O Ideal machining conditions 1204 | 129 127 | 476 | 5.16
€3  Normal machining conditions 16 06 16.1 [15875| 6.35 | 6.35
Turning inserts 4% Unfavourable machining conditions 1906 | 193 [1905| 635 | 7.94
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P |OCOO&B&BE S8 o810
aIC —c M O 0OBGB00850
1 g r K (@Reiortos)
° N 00 06
? S co8aa0 o8
) H
9] &)
IS0 e | a f §£§§99§§§E§§§§§§§§35§5 55
28882 85585838882808252 o0
CNMG090304-PM 04 |104-40| 0103 [ ]
CNMGO090308-PM 0.8 |10.5-4.0|0.15-0.50 [ ]
CNMG120404-PM 04 |04-55| 0.1-03 [ [ ] [ [ ]
CNMG120408-PM 0.8 |0.5-5.5(0.15-0.50 [ ] LI ] [ ] [ ]
PM CNMG120412-PM 1.2 |0.8-5.5|0.18-0.60 [ [ ] [ [ ]
- CNMG120416-PM 1.6 |1.0-5.5|0.23-0.65 L] [ ] ® [ ]
d’ ' CNMG160608-PM 0.8 |0.5-7.2|0.15-0.50 o e o o
Medium Cut| CNMG160612-PM 1.2 |0.8-7.2|0.18-0.60 ® [ ] ® [ ]
CNMG160616-PM 16 |1.0-7.2|0.23-0.65 [ ] L] o
CNMG120608-PM 0.8 |0.5-8.6(0.15-0.50 L[]
CNMG190612-PM 1.2 |0.8-8.6|0.18-0.60 [ ] o
CNMG190616-PM 1.6 |1.0-8.6|0.23-0.65 o] o
CNMG120404-XM 04| 142 | 0203 |e s}
CNMG120408-XM 081142 | 0204 |e ®
CNMG120412-XM 1.2 ]| 142 | 0206 |» ®
A CNMG120416-XM 16| 1-42 | 02065 |»® ®
' CNMG160608-XM 08| 156 | 0204 |e ]
CNMG160612-XM 1.2 ]| 1-56 | 0.2-06 |® L]
Medium Cut| CNMG160616-XM 16 | 1-56 | 0.2-065 |© L
CNMG190608-XM 08 |1665| 0204 |e L]
CNMG190612-XM 1.2 |1665| 02-06 |oO ®
CNMG190616-XM 16 |1-665| 0.2-065 |0 °
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L A***_PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr; 95°
- ’
A230 A237 A238 A252 A253 A324
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General turning  negative inserts

CNMG i 1.C S d
A 09 03 9.7 9.525 | 3.18 3.81
O  Ideal machining conditions 1204 | 129 | 127 | 476 | 5.16
€3 Normal machining conditions 1606 | 161 |15.875]| 6.35 | 6.35
Turning inserts €%  Unfavourable machining conditions 1906 | 193 | 1905] 635 | 7.94
_g’ CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
=
E 80° P COO&RB%% B8 080
— /™ s M 06 oosasgoalo
: s dI K (@R R
N o0 O &
? S co88a0 O
B all z
faa) NNy M NH-—Nmm - '—-—k"-‘J
IS0 rl s | f [ERESERSNesCn0BESsaRERRE e
g883332228283/83288822/2E2 |28
> > > > > > >>>>>>>>>>>> x> ==
g‘ CNMG090304-DM 04 (04-40| 0.1-03 L[] L]
§ CNMG090308-DM 0.8 |0.5-4.0|0.15-0.50 L[] L]
CNMG090312-DM 1.2 |0.5-3.0] 0.1-04 o
CNMG120404-DM 04 (04-55]| 0.1-03 L[] L]
DM CNMG120408-DM 0.8 |0.5-5.5|0.15-0.50 L[] ® e O
CNMG120412-DM 1.2 |0.8-5.5|0.18-0.60 L[] L] (o]
~ CNMG120416-DM 1.6 |1.0-5.5]0.23-0.65 (e} L]
c CNMG160608-DM 0.8 |0.5-7.2|0.15-0.50 o °
Medium Cut
CNMG160612-DM 1.2 |0.8-7.2]|0.18-0.60 L[] L]
CNMG160616-DM 1.6 |1.0-7.210.23-0.65 [ ] °
CNMG190608-DM 0.8 |0.5-8.6|0.15-0.50 [ ] °
g' CNMG190612-DM 1.2 |0.8-8.6|0.18-0.60 ] L]
§ CNMG190616-DM 1.6 |1.0-8.6]|0.23-0.65 ]
EG CNMG120404-EG 0.4 |0.5-4.0|0.05-0.30 e ]
1 CNMG120408-EG 0.8 [0.5-4.0| 0.1-04
CNMG120412-EG 1.2 |0.5-4.0] 0205 ]
Medium Cut
D EM CNMG120404-EM 0.4 |0.5-4.0|0.05-0.30 LN ] L[]
CNMG120408-EM 0.8 |0.5-5.7|0.15-0.45 LN ] °
CNMG120412-EM 1.2 |0.5-5.7]0.25-0.60 LI ] [ ]
— S CNMG160608-EM 0.8 (0.5-7.2|0.15-0.45 e L[]
S = Medium Cut
= g CNMG160612-EM 1.2 |0.5-7.2]|0.25-0.60 LN ] L[]
=
9 5 ® Exstock  © Ondemand HC' Coated carbide
= E YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
E DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L A***_PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
. [ 4
3]
=
=
A230 A237 A238 A252 A253 A324
System code A48 Grade selection A42 Technical info A501 Cutting data A366
<
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Negativeinserts  Ge@neral turning

O Ideal machining conditions CNMG L 1.C S d
€ Normal machining conditions 1204 | 129 127 | 476 | 5.16 A
Turning inserts 4% Unfavourable machining conditions
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P IOOO&BGE SERs Q&0 o
ole /™ o M O 008680060 £
- b
- dI K OBHBH =
N [6]0)] @F+)
s s 008BBO 06
et H
m NN ™M Moy NH-—NU“IU\ — '—.—H
150 e | oa, fo[ER@sEslesstee s @R o ol o
38338228 3338882 8/2E(2 |38
> > > > > > > > > > > >>>>>>>F55 |F>
M CNMG120404-ZM 0.4 10.5-3.0|0.05-0.30 [ ]
CNMG120408-ZM 08 |054.0| 0.1-05 (s ]
o
- g
Medium Cut =
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S*¥**_PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
o
£
& 5
(&)
A230 A237 A238 A252 A253 A324
= 5
Ss
£ E
¥ 0
=
B
o
£
System code > A48 Grade selection .~ A42 Technicalinfo *  A501 Cutting data A366
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General turning  negative inserts

O  Ideal machining conditions CNMG L 1.C S d
€3 Normal machining conditions 1204 | 129 | 127 | 476 | 5.16
Turning inserts g% Unfavourable machining conditions 16 06 | 16.1 [15.875| 635 | 6.35
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&HH SH& 080
M Oe GISIXIXINIO) @LY @)
K (@FEE AR
N QO O &
S Qo8B0 O &
H
M NN DMy Nx-—mmm — .—,_"‘.3
150 rloa f [BrE@sSguadanenecesag Rl |ss
38833322258283/1833288222E2 |28
> > > > > > > > > > > >>>>>>>>> 5> ==
NM CNMG120404-NM 0.4 (0.2-3.0|0.05-0.30 o e
@, CNMG120408-NM 0.8 |0.2-40| 0.1-05 oe e ® o
= CNMG120412-NM 1.2 |0.2-40| 0206 o e
Medium Cut
CNMG120404-TC 0.4 |0.5-5.0|0.08-0.40 ] L[]
TC CNMG120408-TC 0.8 |0.5-5.0|0.15-0.50 ° [}
CNMG120412-TC 1.2 |0.5-5.0] 0.2-0.6 ] ]
. CNMG120416-TC 1.6 |0.5-5.0]10.20-0.65 ] o
CNMG160608-TC 0.8 1-7 10.15-0.50 L] L[]
Medium Cut
CNMG160612-TC 1.2 1-7 0.2-0.6 ] 3
CNMG160616-TC 16 1-7 |0.20-0.65 ] e}
CNMG120408-TK 0.8 (0.2-04| 0.2-04 o
CNMG120412-TK 1.2 |0.2-0.4] 0.2-045 o]
CNMG120416-TK 16 |0.2-04| 0.2-05 °
Medium Cut
@ Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S**.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°

A237

A238

A253

A324

System code A48 Grade selection

As6

A42

Technical info |

A501

>

ZCC

CT

Cutting data

A366



Negativeinserts  Ge@neral turning

CNMG L 1.C S d

1204 | 129 | 127 | 476 | 5.16
16 06 | 16.1 |15.875| 6.35 | 6.35
1906 | 193 | 1905 | 635 | 794

@ Ideal machining conditions
€3  Normal machining conditions

Turning inserts 4% Unfavourable machining conditions 2509 | 2579 | 254 | 9525 | 9.12
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P [OOOBBE D8 o880
== M (@13 QO&ER OI%] @)
K osee
N @)@ o
g s 0088 08
= H
mmNmNN’"""NmNH-—Nmm -—.-«-.-—-—E
IS0 e | oa f BESHBESs L3R ecRRa PR S
388383222 833382882 8/2E(2 |28
SESFFEEEFFEEEEFErErErEEERE O|FF
CNMG120408-DR 0.8 | 0.7-7.0 | 0.2-05 o e LI ° ®
CNMG120412-DR 12 1-7 10.25-0.70 o e L] L] ]
CNMG120416-DR 1.6 | 1.5-7.0 |0.32-0.75 (o} L[] (o} L[]
DR CNMG160608-DR 08 | 0.7-80 | 0.2-0.5 [ ] L[] o
N~ CNMG160612-DR 1.2 1-8 |0.25-0.70 ] ® 0 ] L[]
f 1
/O\ CNMG160616-DR 16 | 1.5-80 | 0308 L] [ ] o (s}
=
CNMG190608-DR 0.8 |0.7-10.0| 0.2-0.5 L] L[] [o} °
Roughing
CNMG190612-DR 12 1-10 |0.25-0.70 o e ] (o] L[]
CNMG190616-DR 1.6 |1.5-100| 03-08 U B o ]
CNMG190624-DR 24 2-10 (0.32-0.90 s} L[] o
CNMG250924-DR 24 2-15 0.4-1.0 [ 3
CNMG120408-SNR 0.8 1-3 0.1-04 ] ]
CNMG120412-SNR 12 13 0.2-0.6 ® [ ]
CNMG160608-SNR 0.8 2-6 0.1-04 ] ] [e}
CNMG190616-SNR 1.6 2-7 0.2-0.6 o ]
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
A230 A237 A238 A252 A253 A324
System code A48 Grade selection .~ A42 Technical info A501 Cuttingdata .~ A366
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General turning  negative inserts

CN#* i 1.C S d
A 1204 | 129 | 127 | 476 | 5.6
16 06 16.1 |15.875]| 6.35 | 6.35
QO Ideal machining conditions 1906 | 193 [ 1905 | 635 | 7.94
€ Normal machining conditions 2507 | 2579 254 | 7.94 | 9.12
o Turning inserts &% Unfavourable machining conditions 2509 | 2579 | 254 19525 | 912
g CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
= P 0OOBGS 88 |oso
_ M o8 COSBLBO080
K (@F 225
N QO (@F)
B § s 008880 o8
B=a H
MmNMNNmmNmNHFNmmOFm“-—!
150 | oa f ggﬂgmmﬂgegﬂﬂeesﬁmﬁgﬂﬁﬂ 55
= HeERELEsRER2RRRE_L 252 |58
& > > 3> > > > > > > > > >|> > > > > > >|> >|> | >
= CNMM120412-DR 1.2 | 1.0-75 |0.25-0.70 o e e e OO
= DR CNMM160612-DR 1.2 | 1.095 |0.25-0.70 [ ] L]
P CNMM160616-DR 1.6 | 1.5-9.5 |0.32-0.90 L[] °
1 ’ CNMM190612-DR 1.2 1-12 10.25-0.70 o e ] ®
CNMM190616-DR 1.6 |1.5-12.0|0.32-0.90 [ ] .
Roughing
CNMM190624-DR 24| 212 |0.35-1.20 o e .
c CNMM250924-DR 24 120-125]| 0.21.2 [ ] e O
CNMG120408-ER 0.8 | 2.0-7.6 |0.15-055 o
ER CNMG120412-ER 1.2 | 2.0-76 |0.25-0.80 o
{ O ! CNMG160612-ER 1.2 2-10 |0.35-0.80 o]
RSV
g‘ CNMG160616-ER 16 | 2-10 |0.45-1.00 o]
% Roughing | CNMG190612-ER 1.2 |2.0-11.4|0.35-1.00 o (o] o
= CNMG190616-ER 1.6 |2.0-11.4|0.45-1.10 e}
ER CNMM250724-ER 24 120125 0314 L]
CNMM250732-ER 3.2 |20-125]|0.45-1.80 [s]
CNMM250924-ER 24 120125 0314 ° (o}
CNMM250932-ER 3.2 |2.0-125]|045-1.80 ]
D Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
c HC* Coated cermet
E o HW Uncoated carbide
—
=
£E
Y é Tool holder
-
£ DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
Kr: 95° Kr: 75° Kr; 95° Kr: 75° Kr: 95° Kr: 95°
» Py
A230 A237 A238 A252 A253 A324
x
3]
=
=
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A58

>

ZCC

CT



Negativeinserts  Ge@neral turning

CNMM L 1.C S d
12 04 12.9 127 4.76 5.16
O Ideal machining conditions 16 06 16.1 [15875| 6.35 | 6.35
€3  Normal machining conditions 19 06 193 [19.05 | 635 | 7.94
Turning inserts 4% Unfavourable machining conditions 2509 | 2579 | 254 | 9525 | 9.12
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P [OOOBBE D8 o880
= M (@13 OOBBBO0BI0
K osee
N @)@ o8
& s 00BHBO 08
= H
fae) NNy DN NH-—Nmm - '—.—E
IS0 e | oa f BESHBESs L3R ecRRa PR S
2883802225 83/33888222E5(2 |28
> > x> > > > > > > > > > > >> x5 |
CNMM120408-LR 0.8 1-5 0.1-05 ° [}
CNMM120412-LR 12 26 0.2-0.7 ] [} ]
CNMM120416-LR 1.6 | 2.0-6.5 |0.25-0.80 L[]
LR CNMM160608-LR 0.8 1-7 0.2-0.6 ] [ ]
H CNMM160612-LR 1.2 | 1.0-7.5 | 0.2-07 L] L[]
CNMM160616-LR 1.6 | 1.0-8.5 |0.25-0.80|C e 0 e
Roughing | CNMM190612-LR 1.2 |2.0-10.5| 0.2-0.7 L] L[]
CNMM190616-LR 1.6 |2.0-10.5| 03-1.0 L] ] ]
CNMM190624-LR 24 |2.0-105| 0.3-1.1 L] [s}
CNMM250924-LR 24 120125 0312 (o} [ ]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S**.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr; 95°

A237

A238

A253

A324

System code A48 Grade selection .

Ad2

Technical info

A501

Cutting data

A366
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General turning  negative inserts

@)

Ideal machining conditions

CNMM L 1.C

1204 | 129 | 127

476 | 5.16

16 06 | 16.1 |15.875| 6.35 | 6.35

€3 Normal machining conditions 1906 | 193 | 1905 ] 635 [ 7.94
Turning inserts €%  Unfavourable machining conditions 2509 | 2579 | 254 ]9.525 ) 9.12
g CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
=
E 80° P COO&RB%% B8 080
— /™ == M 06 oosasgoalo
: K (@R R
N o0 O &
& s 00BBS0 o®
B |2 H
faa) NN ey MM NH-—Nmm — '—-—H
150 r|oa f |BpBlRbzgde nnBoegRRB Q2 55
3883832285833 3838222E2 |38
> > > > > > > > >>>>>>> x> ==
g‘ Basic CNMM120404 04 | 05-70] 0105
§ - CNMM190612 1.2 |0.5-10.5| 0.1-0.8
’ CNMM190616 1.6 |0.5-10.5| 0.1-1.0
Medium Cut
CNMM120408-HDR 0.8 17 0.2-0.6 L[] °
CNMM120412-HDR 1.2 1-7 0.3-0.8 (e} L]
c CNMM120416-HDR 16 1-7 04-1.0 L[] °
CNMM160612-HDR 1.2 | 1.5-75| 0308 L[] L]
CNMM160616-HDR 16 | 1.5-85| 04-1.0 o °
CNMM160624-HDR 24 |15-105]| 0.8-1.2 (o] (o]
g' CNMM190608-HDR 08 |2.0-125]| 0307 (]
= Roughing
E CNMM190612-HDR 1.2 |2.0-12.5|0.35-0.80 ] .
CNMM190616-HDR 1.6 |2.0-12.5| 05-1.1 0O e e e}
CNMM190624-HDR 24 120-125]| 08-1.2 [ ] .
CNMM250924-HDR 24 120125 0814 ls] °
HPR CNMM190616-HPR 1.6 |2.0-10.5| 05-1.0 o
D CNMM190624-HPR 24 120105 0.7-14 [ ] o
CNMM250924-HPR 24 (2.0-125]| 0.7-14 LI ]
Roughing
= 5 ® Ex stock © On demand HC' Coated carbide
E = YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
= § HC?* Coated cermet
K L HW Uncoated carbide
=
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
x
% A230 A237 A238 A252 A253 A324
=
System code A48 Grade selection A42 Technical info A501 Cutting data A366
<

A60



Negativeinserts G@neral turning

CN** L 1.C S d
1204 | 129 | 127 | 476 | 5.16
16 06 | 16.1 |15.875| 6.35 | 6.35

©  Ideal machining conditions

€3 Normal machining conditions

Turning inserts &% Unfavourable machining conditions 1906 | 193 | 1905 | 635 | 7.94
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOSBHE 88 @]1@)
M (@1%) Q088630080
K CBHBB
N o0 o8
S 0088 B0O o8
H
o L=
50 | w| ¢ |BoogRpBRsgafsessssgngs oo
28gidd5585852880828207 &8
CNMA120404 04 10.2-5.0|0.05-040 (o]
CNMA120408 0.8 |0.2-5.0|0.05-0.50 e o0
CNMA120412 1.2 |0.2-5.0| 0.1-06 LN o}
Flat CNMA120416 1.6 |0.2-5.0|0.10-0.65 ] (s}
@ ' CNMA 160608 08 |02-7.0| 0.1-05 (o}
CNMA160612 1.2 |0.2-7.0| 0.1-06 [ ] [ ]
CNMA160616 1.6 |0.2-7.0|0.15-0.65 o [ ]
CNMA190612 1.2 |0.2-8.0|0.15-0.70 o [ ]
CNMA190616 1.6 |0.2-8.0|0.15-0.70 [ ] [ ]
CNMG120404 0.4 |0.1-5.0|0.05-0.50
CNMG120408 0.8 |0.1-5.0| 0.1-06 o] o
Basic [ cymG120412 12 [0.1-50] 0107 o
= CNMG160612 1.2 |0.1-7.0| 0.1-0.7
J CNMG190608 08 |0.1-8.0| 0.1-0.7
CNMG190612 1.2 |0.1-8.0| 0.1-0.8
CNMG1920616 16 |0.1-8.0| 0.1-1.0
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***_PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
= [
A230 A237 A238 A252 A253 A324
System code A48 Grade selection Ad2 Technical info A501 Cutting data A366
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General turning  negative inserts

DN** & 1.C S d
A O Ideal machining conditions 1104 | 116 [ 9525 | 476 | 3.8]
€ Normal machining conditions 1504 | 155 | 127 | 476 | 5.16
T“r“ing inserts €8  Unfavourable machining conditions 1506 | 155 | 127 | 635 | 5.16
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
-g P |IOCOOHHHE DB O8I0
E M o8 008880080
K (@R k)
N o0 o8
S CO0RHBBO 08
B H
WG DNMX110404-WG 04 | 0.2-1.5 |0.08-0.30 o]
E‘ - DNMX110408-WG 0.8 | 05-3.5 |0.150.50 [ ] °
§ /% 7 | DNMX150408-WG 08 | 0550 |0.15-0.70 )
DNMX150608-WG 0.8 | 0.5-5.0 |0.15-0.70 (] o
Wiper DNMX150612-WG 1.2 | 0.8-6.0 |0.20-0.75 (3]
ADF DNMG150604-ADF 0.4 | 05-6.0 |0.15-0.50 (s} [
DNMG150608-ADF 0.8 | 0.1-4.0 |0.08-0.50 o L
c A®&Y | DNMG150612-ADF 12 | 0540 [0.15-050
Finishing
DNMG110404-DF 0.4 |0.15-2.00/0.08-0.25 e o
DNMG110408-DF 0.8 |0.15-2.00| 0.1-03 e o
g DF DNMG110412-DF 1.2 |0.35-1.50]0.15-0.50 [s]
E . DNMG150404-DF 0.4 |0.15-2.00|0.08-0.25 [ ] °
- T / DNMG150408-DF 0.8 |0.15-2.00| 0.103 [ ] °
DNMG150412-DF 1.2 |0.35-1.50]0.15-0.50 o
Finishing | DNMG150604-DF 04 | 0.8-6.0 |0.18-0.60 e o
DNMG150608-DF 0.8 |0.15-2.00| 0.1-03 .
D DNMG150612-DF 1.2 | 0.2-25 |0.10-0.35
SF DNMG110404-SF 0.4 |0.05-0.50(0.05-0.25 ®
DNMG150404-SF 0.4 |0.05-0.50|0.05-0.25 ®
g DNMG150408-SF 0.8 |0.05-0.500.10-0.35 e
e 5 DNMG150604-SF 0.4 |0.05-0.50|0.05-0.25 .
g E Finishing | DNMG150608-SF 0.8 |0.05-0.50|0.10-0.35 °
.1 o] @ Ex stock © On demand HC' Coated carbide
b= E YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
E DDJINR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***.PDSNR/L A***.PDUNR/L
Kr:93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr; 93°
) Je - "' y "?
E -
A231 A240 A241 A254 A255 A326 A327
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A62




Negativeinserts  General turning

O Ideal machining conditions DNMG L 1.C S d
€ Normal machining conditions 1104 | 116 | 9525 | 476 | 3.81
Turning inserts 4% Unfavourable machining conditions 1506 | 155 | 127 | 635 | 5.16
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M o8 QO&EBO08B0
K OBHBH
N o0 @F+)
S QOBBB0O @F%)
H
™ s e A NH-—NU“IU\ - '—.—H
150 rle | f [ER@SEEENERerBoe RIS SN =8
2823302285 88/32888222E2 |28
SEEFEEEEFEEEEIEEEEEFEFEFE |
XF DNMG110404-XF 04 (0.5-2.0|0.1-0.25| @
DNMG110408-XF 0.8 (0.5-2.0|0.1-0.30|
‘ DNMG150604-XF 04 (0.5-25|0.1-0.25| e [}
DNMG150608-XF 0.8 [0.5-25|0.1-030| @ °
Finishing DNMG150612-XF 1.2 |0.5-25(0.1-0.35| @ L[]
DNMG110404-XM 04 (1-3.85| 0204 |e o
XM DNMG110408-XM 0.8 |1-385| 0204 |e o
_DNMG110412-XM =~~~ |12 |1-385| 0206 (e  ©
’ _DNMG150604XM =~ | 04 |1-525| 0204 (e e
DNMG150608-XM 0.8 |1-525|02-04 |e °
Medium cu-t STORIP ESPFRCPHIITR FARRRISPORIeRo nsafusinaitinain
1.2 |1-5.25( 0206 |® L[]
DNMG150616-XM 1.6 | 1-5.25(0.2-065| ® °
® Exstock  © Ondemand HC' Coated carbide
HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DDJINR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S*_PDSNR/L A***.PDUNR/L
. p ’'y
o e ® -
System code > A48 Grade selection .~ A42 Technicalinfo *  A501 Cuttingdata .~ A366
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General turning  negative inserts

DNMG X 1.C S d
A O ideal machining conditions 1104 | 116 | 9525] 476 | 3.8]
€ Normal machining conditions 1504 | 155 12.7 | 476 | 5.16
T“r“ing inserts €8  Unfavourable machining conditions 1506 | 155 | 127 | 635 | 5.16
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
-g P | OQOOSBDE 88 O8O0
S
= M @1%) COSBaa0080
K CL8B
N o0 o8
S COBBB0O (@F}
B :
mmNmNNmmNmNH-—Nmmo-—m'—-—H
IS0 r| & f leneRl8z8cns22CS8aRSERE |88
BEREEREZRE2388888882%2 a8
3 3> 3= 3 5 > 3 3= 3= > > |3 > > > > > >|>>|> |ZF
DNMG110404-DM 04 |04-5.0]| 0.1-03 L[] °
E‘ DNMG110408-DM 0.8 |0.5-5.0]|0.15-0.50 ] °
§ DNMG110412-DM 1.2 |0.8-5.0]0.18-0.50 [ ] °
DM DNMG150404-DM 04 |04-6.0] 0.1-03 L] L]
[ / DNMG150408-DM 0.8 | 0.5-6.0]|0.15-0.50 [ ] ®
DNMG150412-DM 1.2 |0.8-6.0|0.18-0.60 (o} L]
Medium Cut| DNMG150604-DM 0.4 1-6 [0.23-0.65 [ ] .
c DNMG150608-DM 0.8 | 0.5-6.0]0.15-0.50 O e ° [
DNMG150612-DM 1.2 |0.8-6.0|0.18-0.60 0 e L]
DNMG150616-DM 1.6 1-6 [0.23-0.65 0 e .
DNMG110404-PM 04 |04-5.0]| 0.1-03 ]
DNMG110408-PM 0.8 | 0.5-5.0]|0.15-0.50 o] ]
o
c DNMG110412-PM 1.2 |0.8-5.0]0.18-0.50 o
E PM DNMG150404-PM 04 |04-60| 0.1-03
a7 DNMG150408-PM 0.8 | 0.5-6.0]|0.15-0.50 ° L[] °
# DNMG150412-PM 1.2 |0.8-6.0|0.18-0.60 o
DNMG150416-PM 1.6 1-6 [0.23-0.65 o
Medium Cut
DNMG150604-PM 04 |04-6.0] 0.1-03 .
D DNMG150608-PM 0.8 | 0.5-6.0]|0.15-0.50 o e
DNMG150612-PM 1.2 |0.8-6.0|0.18-0.60 .
DNMG150616-PM 1.6 1-6 [0.23-0.65 °
® Ex stock © On demand HC' Coated carbide
7 S YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
o 'ﬁ HC* Coated cermet
£ E HW Uncoated carbide
(W] S
@ O
b='c
2= Tool holder
DDINR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***_.PDSNR/L A***_PDUNR/L
Kr:93° Kr: 93° Kr: 63° Kr:93° Kr: 62°30' Kr: 62°30' Kr: 93°
.n. o @ - ’ @ /
5 A231 A240 A241 A254 A255 A326 A327
(3]
=
=
System code A48 Grade selection A42 Technical info A501 Cutting data A366

Ae64




Negativeinserts  Ge@neral turning

O Ideal machining conditions DNMG L 1.C S d
€ Normal machining conditions 15 06 15.5 127 | 635 | 5.16
Turning inserts 4% Unfavourable machining conditions
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M o8 QO&EBO08B0
K OBHBH
N [6]0)] @F+)
S QOBBB0O @F%)
H
m NN ™M Moy NH-—NU“IU\ — '—.—H
150 | oa “HE R EE S EE B
38338228 3338882 8/2E(2 |38
> > > > > > > > > > > >>>>>>>F55 |F>
M DNMG150612-ZM 1.2 |1.0-5.5(0.15-0.60 [s} L[]
Medium Cut
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S*=_PDSNR/L S***.PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr:93°
- p ; e
= | 5 x z >
A231 A240 A241 A254 A255 A326 A327
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  A501 Cutting data A366
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General turning  negative inserts

DN** L 1.C S d

A O ideal machining conditions 1104 | 116 | 9525] 476 | 3.8]
15 04 15.5 12.7 4.76 5.16

€ Normal machining conditions

T“r“ing inserts €8  Unfavourable machining conditions 1506 | 155 | 127 | 635 | 5.16
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
-g P | OQOOSBDE 88 O8O0
S
= M @1%) COSBaa0080
K CL8B
N o0 o8
S COBBB0O 08
B :
mmNmNNmmNmNH-—Nmmo-—m'—-—H
IS0 r| & f leneRl8z8cns22CS8aRSERE |88
BEREEREZRE2388888882%2 a8
3 3> 3= 3 3 > 3 3= 3= > > |3 > > > > > >|>>|> |ZF
DNMG110404-EF 0.4 |0.1-1.5]|0.05-0.20 o L[]
E‘ EF DNMG110408-EF 0.8 |0.1-1.5] 0.1-04 (e} L[]
§ DNMG150404-EF 04 |0.1-1.5]|0.05-0.30 [ ]
@ DNMG150408-EF 0.8 |0.1-1.5] 0.1-04 L[]
T DNMG150604-EF 0.4 |0.1-1.5]0.05-0.30 [ ]
Finishing | DNMG150608-EF 0.8 |0.1-1.5| 0.1-0.4 @ °
DNMG150612-EF 1.2 |0.1-1.5]0.15-0.50 [ ]
c M DNMG150604L-FM 0.4 |0.5-3.0]0.05-0.30 ° [ ]
DNMG150604R-FM 0.4 |0.5-3.0|0.05-0.30 ] [ ]
@ DNMG150608L-FM 0.8 |0.5-3.0] 0105 . [ ]
DNMG150608R-FM 0.8 |0.5-3.0] 0.1-05 ] [ ]
Finishing
o
c NF DNEG150404-NF 0.4 |0.2-3.0]0.05-0.30 (o]
E DNEG150408-NF 0.8 |0.2-3.0] 0.1-04 (o]
I
NJ;?" DNEG150604-NF 0.4 |0.2-3.0|0.05-0.30 (SN ]
DNEG150608-NF 0.8 |0.2-3.0] 0.1-04 0 e
Finishing
NGF DNEG150608-NGF 0.8 |0.2-3.0]|0.05-0.40
D ) DNEG150612-NGF 1.2 |0.2-3.0] 0105
J "/
Finishing
c
E o ® Ex stock © On demand HC' Coated carbide
= o YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
= § HC® Coated cermet
il 2 HW Uncoated carbide
£
Tool holder
DDINR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***-PDSNR/L A**.PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr:93° Kr: 62°30' Kr: 62°30' Kr: 93°
p -
o o ® .' y ‘¢
x
% A231 A240 A241 A254 A255 A326 A327
&
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negativeinserts G@neral turning

DNMG L 1.C S d
O Ideal machining conditions 1104 | 116 19525 | 476 | 381
€ Normal machining conditions 1504 | 155 | 127 | 476 | 5.16
Turning inserts &% Unfavourable machining conditions 1506 | 155 | 127 | 635 | 516
DN** negative insert HC' (CVD) HC' (PVD) HT | HC® HW
P [OCOOSBBE S8 o880
— M Q& 008830080
""" K CBL8B
N @]@] o8
g 3 00BBBO 08
H
mmNmNNmmNmej-—Nmmgu—m'—t—H
1SO r| oa f g;ggnmﬂﬂs;ﬂﬂ?ﬁ?ﬁmﬁoﬂgﬂ 55
b g =
LEREEEEERRR28288288822 |58
3 > > 3 3 > > > > > > >3 > > > > > >> 5> |> >
EG DNMG150604-EG 04 1-3 |0.05-0.30 L] L[]
DNMG150608-EG 0.8 1-3 0.1-04 ® O LI ]
: DNMG150612-EG 12 13 0.2-06 e e L[]
Medium Cut
DNMG110404-EM 0.4 |]0.5-44|0.05-0.30 ® ]
DNMG110408-EM 0.8 |0.5-4.4|0.10-045 '] ]
EM DNMG150404-EM 0.4 |]0.5-6.4|0.05-0.30 o (o}
DNMG150408-EM 0.8 |10.5-6.4|0.10-0.45 o] °
DNMG150412-EM 1.2 |0.5-64| 0.1-0.6 e}
Medium Cut| DNMG150604-EM 0.4 |0.2-6.4|0.05-0.30 o e
DNMG150608-EM 0.8 |0.5-6.4|0.10-0.45 o e
DNMG150612-EM 1.2 |0.5-64| 0.1-0.6 e e
DNMG150412-NM 1.2 |0.2-4.0| 0.2-0.6 (o]
DNMG150608-NM 0.8 |0.2-4.0| 0.1-04 [ ]
DNMG150612-NM 1.2 |0.2-4.0| 0.2-0.6 o e
Medium Cut
TC DNMG150608-TC 0.8 |0.5-5.0|0.15-0.40
DNMG150612-TC 1.2 |0.5-5.0( 0.2-0.6
Medium Cut
@ Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DDJNR/L PDJINR/L PDNNR/L MDJNR/L MDPNN S**_PDSNR/L A***.PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
y 'y
A231 A240 A241 A254 A255 A326 A327
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General turning  negative inserts

O  Ideal machining conditions DNMG L 1.C S d
& Normal machining conditions 1506 | 155 12.7 | 635 | 5.16
Tl.lrl'ling inserts g% Unfavourable machining conditions
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&HH SH& 080
M @1 OO&&8 080
K o &6
N QO O &
S O0OBS O &
H
M NN DMy Nx-—mmm — .—,_"‘.3
150 Plw | F [BEBSEEASS BLEce RS n R lsE
38338322858 3)133888232E2 a8
> > > > > > > > > > > >>>>>>>>> 5> ==
TK DNMG150608-TK 0.8 |0.2-04] 0204 o
' DNMG150612-TK 1.2 |0.2-0.4] 0.2-045 O
Medium Cut
DR DNMG150608-DR 0.8 1-6 0.2-05
DNMG150612-DR 1.2 1-6 [0.25-0.70 ]
DNMG150616-DR 1.6 1-6 [0.32-0.75
Roughing
DNMG150608-SNR 0.8 |0.2-6.0] 0.1-05 [ ]
DNMG150612-SNR 1.2 |0.2-6.0] 0206 o}
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***-PDSNR/L S**_PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
A231 A240 A241 A254 A255 A326 A327
System code A48 Grade selection A42 Technicalinfo .~ A501 Cutting data A366

A68
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Negativeinserts  Ge@neral turning

O Ideal machining conditions DN** L 1.C S d
€ Normal machining conditions 15 06 15.5 127 | 635 | 5.16
TI.II'niI"Ig inserts 4% Unfavourable machining conditions
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M O QO&BEBRO0S0O
K OBHBH
N [6]0)] @F+)
S QOBBB0O @F%)
H
m NN ™M Moy NE-—Nmm —_ F.—H
150 e | oa, gﬁﬂgmmi‘ﬂsﬁﬂﬂeseaﬁﬁ?ﬂgﬂ sE
38338228 3338882 8/2E(2 |38
> > > > > > > > > > > >>>>>>>F55 |F>
Flat DNMA150604 04 |02-60| 0.1-0.3 e o
P~ DNMA150608 08 |02-6.0| 0.1-06 [ ] [ ]
J DNMA150612 1.2 |0.2-6.0|0.15-0.70 [ [ ]
DNMA150616 16 |0.2-6.0| 0.2-08 o
Medium Cut
ER DNMG150608-ER 08 26 |0.15-0.55
- DNMG150612-ER 12 2-6 |0.25-0.80
/_‘/
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S**_PDSNR/L S***_PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
. A :
A231 A240 A241 A254 A255 A326 A327
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning  negative inserts

O  Ideal machining conditions DNMM L 1.C S d
& Normal machining conditions 1506 | 155 12.7 | 635 | 5.16
Tl.lrl"ling inserts g% Unfavourable machining conditions
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&HH SH& 080
M @1 GISIXIXINIO) @LY @)
K (@FEE AR
N QO O &
S OO0BHBLEO O &
H
M NN DMy Nx-—mmm — .—,_"‘.-J-
150 Plw | F [BEBSEEASS BLEce RS n R lsE
38338322858 3)133888232E2 a8
> > > > > > > > > > > >>>>>>>>> 5> ==
DR DNMM150608-DR 0.8 |0.7-6.0]0.20-0.55 [ ] °
& DNMM150612-DR 1.2 1-6 [0.25-0.70 ] LI ]
J DNMM150616-DR 1.6 |1.5-6.0/0.32-0.90 [ ] ®
Roughing
ER DNMM150608-ER 0.8 |0.7-6.0]|0.20-0.55 (s}
— DNMM150612-ER 1.2 1-6 [0.25-0.70 o
. 8,
Roughing
HDR DNMM150608-HDR 08 | 1-7 |0.25-0.60 e o
DNMM150612-HDR 1.2 1-7 0.3-0.8
DNMM150616-HDR 16 |1.5-7.0] 04-1.0
Roughing
LR DNMM150608-LR 0.8 2-6 0.1-0.6 [ ]
'. DNMM150612-LR 1.2 2-6 0.2-0.8
ﬁ DNMM150616-LR 16 | 2-6 |0.25-1.00 e o
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DDINR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***-PDSNR/L S***_PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
p .
A231 A240 A241 A254 A255 A326 A327
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A70



Negativeinserts  Ge@neral turning

O Ideal machining conditions SNMG L 1.C S d
€ Normal machining conditions 0903 | 95259525 | 3.18 | 3.81
Turning inserts 4% Unfavourable machining conditions 1204 | 127 | 127 | 476 | 5.16
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P IOOO&BGE SERs Q&0
e~ T - M 0% 0088B0080
FA o K 0886
W N 00 0%
> - ' s 008860 0%
[—— H
MmNmNNmmNmej-—NLﬁm -—,.,,\F.—H
150 r e fo[ER@sEslesstee s @R o ol o
38338228 3338882 8/2E(2 |38
> > > > > > > > > > > >>>>>>>F55 |F>
ADF SNMG120404-ADF 04 | 0550 | 0.1-03 [ ] [ ]
SNMG120408-ADF 0.8 | 05-5.0 |0.12-0.50 [ ] ]
ﬁ SNMG120412-ADF 12 1-5 0206 [ ] ®
Finishing
SNMG120408-DF 08| 0315 | 0.1-04
SNMG120412-DF 1.2 |0.35-1.50|0.15-0.50
[~
Finishing
SF SNMG090304-5F 0.4 10.05-0.50|0.05-0.20 [
r—— | SNMGO090308-SF 0.8 |0.05-0.50|0.10-0.35 (s}
£ O SNMG120404-SF 0.4 10.05-0.50|0.05-0.20 O
SNMG120408-SF 0.8 |0.05-0.50|0.10-0.35 o
Finishing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
T ¥ 5 4
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***_PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
.' ..
A258 A259 A329
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning  negative inserts

SNMG i 1.C S d
©  ideal machining conditions 09103 | 9525 | 9525 | 3.18 | 3481
€ Normal machining conditions 1208 | 127 | 127 | 476 | 5.16
Turning inserts & Unfavourable machining conditions 1506 |15.875/15.875] 6.35 | 635
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P |IOCOOHHHE 8B O8I0
J—— N - M o 008BB00GI0
<3 i K 0BBB
"‘(-\ gdL
W N 00 e
AT s s 00BBB0 oo
H
mmNMNNmmNmNH-—Nmmo'—m"-—H
| v |B3EBREZEBRR e ERREARRE |5k
R seanRBlR8R2888|zEz a8
> > > > > > > > > > > >|> > > > > > >|> >|>  |>= >
SNMGO090304-EF 0.4 |0.5-2.0|0.05-0.30 ° L[]
SNMGO090308-EF 0.8 |0.5-2.0]|0.05-0.40 ] L[]
EF SNMG090312-EF 1.2 |0.5-2.0(0.05-0.45 )
SNMG120404-EF 0.4 |0.8-3.0]0.05-0.30 L[]
SNMG120408-EF 0.8 |0.8-3.0] 0.1-04
.{. SNMG120412-EF 1.2 |0.8-3.010.15-045
Finishing
SNMG150608-EF 0.8 1-4 0.1-04 o
SNMG150612-EF 1.2 1-4 10.15-045
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
T . 4 -
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***.pSKNR/L
Kr: 75° Kr: 45° Kr: 75°
> &
A258 A259 A329
System code A48 Grade selection A42 Technicalinfo * A501 Cutting data A366
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Negativeinserts  General turning

Turning inserts

(@]

Ideal machining conditions

€3 Normal machining conditions

€8  Unfavourable machining conditions

SNMG L

1.C

1204 | 127

12.7

476 | 5.16

1506 [15.875

15.875

6.35 | 6.35

19 06 | 19.05

19.05

6.35 | 7.94

HC' (CVD)

HC' (PVD) HT

HC

HW

90°

adL

OO0 BH %

BE (©F)

[@1%)

O

0GB a00L8s

OBHSB

@)

O

OB

O

0&BBB0O

ITwnZIXI=S|0

ISO

YB6315
YBC152
YBC252
YBC352
YBM153
YBM253
YBD102
YB7315
YBD152
YBD152C
YBG101

YBG102

YBG105
YBG205
YB9320
YPD201
YBS103
YNG151
YNT251

YNG151C

YD101
YD201

XF

SNMG120404-XF

0.4

0.5-2.5

0.1-0.25

SNMGI20MOXE..

0.8

ko

UE R

e e |YBC103

e | e [YBC203

Finishing

M

Medium Cut [~

SNMG120404-XM
SNMG120408-XM

0.4

0.8

1-4.2
1-4.2

0.2-0.4

0.2-0.4

SNMG120412-XM

1.2

1-4.2

0.2-0.6

SNMG120416-XM

1.6

1-4.2

0.2-0.65

SNMG150608-XM

0.8

1-5.25

0.2-0.4

SNMG150612-XM

1.2

1-5.25

0.2-0.6

SNMG150616-XM

SNMG__1 90608-XM

0.8

1.6

1-5.25
1-6.65

0.2-0.65

SNMG190612XM @ |
SNMG190616-XM

1.6

Y

1563 | 9
1-6.65 | 0.

SNMG190624-XM

24

1-6.65

oioloioioleejoleleio

cioicioie|e|e|oje|eio

® Ex stock

© On demand

Tool holder

HC'
HT

HC?
HW

Coated carbide
Uncoated cermet
Coated cermet
Uncoated carbide

DSBNR/L

PSBNR/L

PSDNN

PSKNR/L PSSNR/L

MSRNR/L

L N

LA N

MSKNR/L

MSDNN

S***_PSKNR/L

Kr: 75°

Kr: 45°

K 75°

System code >

A48

Grade selection

Ad2

Cutting data

A366

A73
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General turning  negative inserts

SNMG i 1.C S d
09 03 | 9525 | 9525 | 3.18 3.81
O  Ideal machining conditions 1204 | 127 127 | 476 | 5.16
€3 Normal machining conditions 1506 |15.875]|15.875]| 6.35 | 6.35
Turning inserts €%  Unfavourable machining conditions 1906 | 1905) 1905 ] 635 | 7.94
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P COO&RB%% B8 Q&8I0
- ST o M 08 00BBs0080
=N K OBBG
I adI
w N 00 oo
AT Ey 3 00888J o8
H
faa) NN NN NH-—Nmm - ~—.—|:-J
IS0 rloa, f gﬁgommﬂgeﬁﬂﬂeesﬁﬁﬁgfﬁﬂ 55
g883332228283/83288822/2E2 |28
> > > > > > >>>>>>>>>>>> x> ==
SNMG090304-PM 04 (04-45]| 0.1-03 (o]
SNMG090308-PM 0.8 |0.5-4.5|0.15-0.50 o L[] °
SNMG090312-PM 1.2 |0.6-4.5| 0.2-06 o
PM SNMG120404-PM 04 (04-6.0] 0.1-03 L[] o o
@ | SNMG120408-PM 08 [0.5-6.0(0.15-0.50 e o °
I | SNMG120412-PM 1.2 |0.8-6.0]0.18-0.60 e o 3
Medium Cut| SNMG120416-PM 16 1-6 |0.23-0.65 (e} o o]
SNMG150608-PM 0.8 |0.7-7.5]0.14-0.50 o o
SNMG150612-PM 1.2 |0.8-7.5|0.18-0.60 o] ° L]
SNMG190612-PM 1.2 |1.0-7.510.20-0.65 o °
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***_.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
P ) %
A258 A259 A329
System code A48 Grade selection A42 Technicalinfo * A501 Cutting data A366

A74
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Negativeinserts  Ge@neral turning

SNMG L 1.C S d

0903 | 9525|9525 | 3.18 | 3.81
1204 | 127 | 127 | 476 | 5.16
15 06 |15.875]|15.875| 6.35 | 6.35

@ Ideal machining conditions

€3  Normal machining conditions

Turning inserts 4% Unfavourable machining conditions 1906 | 1905 [ 1905 | 635 | 7.94
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P [OOOBBE D8 o810
o= R - M o8 008880080
LA K 0868
adI
W N 00 0%
5 r3 S C08BBO 08
L H
mmNmNN’""‘NmNH-—Nmm -—.-«-.-—-—E
IS0 e | a f BESHBESs L3R ecRRa PR S
388383222 833382882 8/2E(2 |28
> > > > > > > > > > > > x> x> |5 >
SNMGO090304-DM 04 |04-45| 0.1-03 ° [}
SNMG090308-DM 0.8 |0.5-4.5|0.15-0.50 ] [}
SNMG120404-DM 04 |04-6.0| 0.1-03 L] L[]
_EE._ SNMG120408-DM 0.8 |0.5-6.0|0.15-0.50 ] [ 2!
@ )| | SNMG120412-DM 1.2 |0.8-6.0(0.18-0.60 e o
W | SNMG120416-DM 16 [ 16 |0.23-065 o e
Medium Cut| SNMG150608-DM 0.8 |0.8-75| 0.1-05 L] L[]
SNMG150612-DM 1.2 |0.8-7.5|0.18-0.60 L] [ ]
SNMG190612-DM 12 1-9 |0.18-0.60 L] [ ]
SNMG190616-DM 1.6 1-9 |0.23-0.65 (o} [ ]
EG SNMG120408-EG 0.8 |0.54.0| 0.1-05 L] e e
. SNMG120412-EG 1.2 |0.5-4.0( 0.2-06 [ ]
Medium Cut
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
750 Kr: 75" Kr: 45° Kr: 75" Kr: 45° Kr: 75° Ki: 75
. 2
- = 5 > ¢
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S*** PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
¢ L/ -
A258 A259 A329
System code A48 Grade selection .~ A42 Technical info A501 Cuttingdata .~ A366

A75

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

A

Drilling

O

Technical
Information

Index

General turning  negative inserts

SNMG L 1.C S d
1204 | 127 | 127 | 476 | 5.16

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts g% Unfavourable machining conditions 1506 |15.875[15.875| 6.35 | 6.35
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P |IOOCO&BHEH SH& 080
ol ™ - M 08 ooassdogo
L N i gdi K Q8aa
w N 0o o®
o 9 3 00BHBO oo
——| H
M NN NN MMy NH-—Nmm — .—,_!
150 e oa, f [BrE@sSguadanenecesag Rl |ss
38833322258283/1833288222E2 |28
> > > > > > > > > > > >>>>>>>>> 5> ==
SNMG120404-EM 0.4 (0.50-6.35|0.05-0.30 o [ ]
SNMG120408-EM 0.8 [0.50-6.35|0.20-0.45 e L[]
SNMG120412-EM 1.2 |0.50-6.35]0.25-0.60 '] ]
SNMG120416-EM 1.6 |0.50-6.35|0.30-0.75 (o]
Medium Cut| SNMG150612-EM 1.2 | 0.5-8.0 |0.25-0.60 o e °
SNMG150616-EM 1.6 | 0.5-8.0 |0.30-0.75 o]
TC SNMG120404-TC 0.4 | 05-5.0 |0.08-0.25 °
SNMG120408-TC 0.8 | 05-5.0 |0.15-0.40 ]
- SNMG120412-TC 1.2 | 05-5.0 | 0205 [ ]
SNMG150616-TC 1.6 17 0.2-0.7 ]
Medium Cut
TK SNMG120412-TK 1.2 | 0.2-04 | 0.2-045 ]
Medium Cut
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr; 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°

’,

A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***_PSKNR/L
Kr: 75° Kr: 45° Kr: 75°

A258 A259 A329

System code A48 Grade selection .~ A42 Technicalinfo * A501 Cutting data A366

>
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Negativeinserts  Ge@neral turning

SNMG L 1.C S d
12 04 12.7 127 4.76 5.16
O Ideal machining conditions 1506 |15875[15875| 6.35 | 6.35
€3  Normal machining conditions 1906 | 19.05 [ 1905 | 635 | 7.94
Turning inserts 4% Unfavourable machining conditions 2509 | 254 | 254 | 9525 | 9.12
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P [OOOBBE D8 o880
o= R - M o8 008880080
A adI
L\ N 00 o6
L 3 s 00BBBO o8
k] H
fae) NNy DN NH-—Nmm - '—.—E
150 e | oa f [BSES8s82a 208889880 R2 |5
2883802225 83/33888222E5(2 |28
> > x> > > > > > > > > > > >> x5 |
SNMG120408-NM 0.8 | 0.5-5.0 | 0.1-04 o e le]
SNMG120412-NM 1.2 | 0.5-5.0 |0.15-0.50 o
Medium Cut
SNMG120408-DR 0.8 | 0.7-7.0 | 0.2-05 [ ] [ ] L[]
SNMG120412-DR 12 1-7 10.25-0.70 L] o0 [o} °
DR SNMG120416-DR 1.6 | 1.5-7.0 |0.32-0.75 2] ] ° L[]
| ‘r"'-"‘“‘:‘ SNMG150612-DR 12 18 |0.25-0.70 L[] (o] [}
‘| 'O s SNMG150616-DR 16 | 1.5-80 | 0308 (o} L[] (o} o
SNMG190612-DR 1.2 1-10 |0.25-0.70 L] [N ) ]
Roughing
SNMG190616-DR 1.6 |1.5-10.0| 0308 |o e e 00 [} @
SNMG190624-DR 24 2-10 (0.32-0.90 [ 3]
SNMG250924-DR 24 2-15 04-1.2 o)
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
» & _
- d > |«
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***_PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
.' ..
A258 A259 A329
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning  negative inserts

SNMG & 1.C S d
©  ideal machining conditions 1208 | 127 | 127 | 476 | 5.16
€ Normal machining conditions 1500 |15875|15875] 635 | 633
Turning inserts & Unfavourable machining conditions 1906 | 19.05] 1905) 635 | 7.94
SN** negative insert HC' (CVD) HC' (PVD) HT | HC HW
90° P OOOHBHBH DB 080
S N - M 08 o ©6e logo
SEAN K 0BBY
"‘(-\ gdL
[ 2 s N o0 o8
AT KT s O 669 oo
H
mmNmNNmmNmNH'—Nme"'m'—'—H
|| ¢ BEEERREIEEaTERERRRSIRE s
sl esernabon|nlilacdzzlz |28
> > >>>>>>>>>>>>>>>>>>> |>>
ER SNMG120408-ER 0.8 | 2.0-7.6 |0.20-055 o 0
;“-'é"" SNMG120412-ER 1.2 | 2076 | 0306 g o
E ~ %' | SNMG150612-ER 1.2 | 2096 | 0306 0 0
SNMG190612-ER 1.2 |20-11.4| 0306 (o}
Roughing
SNMG190616-ER 1.6 |2.0-11.4|0.35-0.80 al o
SNMG120408-SNR 0.8 1-4 0.2-06 L] [ ]
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
0' ..
A258 A259 A329
System code A48 Grade selection .~ A42 Technicalinfo * A501 Cutting data A366
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Negativeinserts  Ge@neral turning

SNMM L 1.C S d

15 06 |15.875]|15.875| 6.35 | 6.35
1906 | 19.05 | 1905 | 635 | 7.94
2507 | 254 | 254 | 7.94 | 9.12

@ Ideal machining conditions
€3  Normal machining conditions

Turning inserts 4% Unfavourable machining conditions 2509 | 254 | 254 | 9525 | 9.12
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P [OOOBBE D8 o880
o= R - M o8 008880080
N K 0BV
A adI
L\~ N 00 o6
% 3 s 00BHHO o8
k] H
fae) NNy DN NH-—Nmm - '—.—E
IS0 e | oa f BESHBESs L3R ecRRa PR S
388383222 833382882 8/2E(2 |28
> > x> > > > > > > > > > > >> x5 |
SNMM150612-DR 12 1-7  10.25-0.60 [}
SNMM150616-DR 1.6 | 1.5-9.0 |0.32-0.90 o o e
DR SNMM190608-DR 0.8 |2.0-10.5|0.25-0.50 [s}
5 - - SNMM190612-DR 1.2 |2.0-10.5|0.25-0.60 ] [ ]
. I SNMM190616-DR 1.6 |2.0-10.5|0.35-0.90 L] L[]
SNMM190624-DR 24 |2.0-10.5| 04-1.1 o0 0
Roughing
SNMM250716-DR 1.6 |25-125| 04-1.0 L[]
SNMM250724-DR 24 |25-125| 05-1.2 (s} [ ]
SNMM250924-DR 24 |25-125| 05-1.2 LN
ER SNMM250724-ER 24 |2.8-18.0|0.45-1.40 L[] 0 e
SNMM250732-ER 3.2 |12.8-18.0(0.32-1.40 [ 3
SNMM250924-ER 24 |2.8-18.0|0.45-1.40 [ Je] lo]
SNMM250932-ER 3.2 |12.8-18.0(0.55-1.80 [}
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
‘.‘.I . -
T a 5 4 3
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN
Ki; 75* Kr: 45°
-
A258 A259
System code A48 Grade selection .~ A42 Technical info A501 Cuttingdata .~ A366
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General turning  negative inserts

SNMM L 1.C S d
12 04 12.7 12.7 4.76 5.16
@ Ideal machining conditions 15 06 |15.875/15.875| 635 | 635
€3 Normal machining conditions 1906 | 19.05 ) 1905 | 635 [ 7.94
Turning inserts €%  Unfavourable machining conditions 2509 | 254 | 254 19525 9.12
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P COO&RB%% B8 080
- ST o M 08 00BBs0080
=N K OBBG
I adI
w N 00 oo
AT Y s 00888J o8
H
faa) NN NN NH-—Nmm - ~—.—|:-J
IS0 rloa, f gﬁgommﬂgeﬁﬂﬂeesﬁﬁﬁgfﬁﬂ 55
g883332228283/8388822/2E2 |28
> > > > > > > > >>>>>>> x> ==
SNMM120408-LR 0.8 1-6 0.1-0.5 (o} L]
SNMM120412-LR 12 1-6 0.2-0.6 (e} L]
SNMM120416-LR 16 16 |0.25-0.70 o
SNMM150612-LR 1.2 | 1.5-7.0| 0.1-05 L]
SNMM150616-LR 16 | 1.5-70 | 0.1-05 o o
SNMM190612-LR 1.2 2-10 |0.25-0.70 (o} [ ]
Roughing
SNMM190616-LR 16 2-10 0.3-1.0 (e} L]
SNMM190624-LR 24 2-10 0.3-1.1 o ]
SNMM250924-LR 24 13.0-125]| 03-1.2 o} { I
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
.2 v
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***_PSKNR/L
Kr; 75° Kr: 45° Kr: 75°
-
A258 A259 A329
System code A48 Grade selection A42 Technicalinfo * A501 Cutting data A366

Aso

o~

ZCC-CT



Negativeinserts  Ge@neral turning

SNMM L 1.C S d
12 04 12.7 127 | 476 | 5.16
15 06 |15.875|15.875| 6.35 6.35
© Ideal machining conditions 1906 | 19.05 ) 19.05 | 635 | 7.94
€ Normal machining conditions 2507 | 254 | 254 | 794 | 9.12
Turning inserts &% Unfavourable machining conditions 2509 | 254 | 254 | 9525 | 9.12
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOODBHBE e O8O
- N - M o1 QOBHHOONBI0
= 4 _\\ GdI— ----- . K O$€3$
. N 00 0%
7 S S 008BH0 o)
H
mmNmNNm"‘NmNH-—Nme-—m'—.—H
IS0 r| o a f 9;22&3222;&2229%@2225.‘9 SE
BERREEEZR88888288822 |aa
> > > > > > > > > > > >>>>>>>>>555> |>>
SNMM120408-HDR 0.8 16 0.1-06 [ ]
SNMM120412-HDR 1.2 | 1.56.0 | 0207 (e}
SNMM150608-HDR 0.8 1-7 0.2-06
HOR SNMM150612-HDR 1.2 1-7  |0.25-0.70 [ ]
3 M SNMM150616-HDR 1.6 | 1.5-9.0 |0.32-1.00 ]
W | SNMM190612-HDR 1.2 [2.0-105|0.25-0.70 o
Roughing | SNMM190616-HDR 1.6 |2.0-10.5|0.35-1.00 ] lo]
SNMM190624-HDR 24 12.0-105| 04-1.2 ® [ ]
SNMM250724-HDR 24 125-125| 0514 [ ]
SNMM250924-HDR 24 |25-125| 05-1.4 L] L[]
@ Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
- o 3 ‘s ke
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***.pSKNR/L
Kr: 75° Kr: 45° Kr: 75°
¢ L/ -
A258 A259 A329
System code A48 Grade selection .~ A42 Technical info Cutting data A366
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General turning  negative inserts

O  Ideal machining conditions SNMM L 1.C S d
€3 Normal machining conditions 1906 | 19.05 [ 19.05 [ 635 | 7.94
Turning inserts g% Unfavourable machining conditions 2509 | 254 | 254 | 9525 | 9.12
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P |IOOCO&BHEH SH& 080
ol ™ - M 08 ooassdogo
L N i gdi K Q8aa
W N oo o8
o 9 3 008880 oo
——| H
m NN Mo NH-—mmm — '—-—'."3
150 e | a f EEECEREs e R s R TR s
3823332228283/183328822/252 |28
> > > > > > > > > > > >>>3>>>>>> 5> ==
SNMM190616-HPR 16 |2.0-10.5]0.35-1.00 L[]
SNMM190624-HPR 24 (2.0-10.5| 04-1.2 (o} L]
SNMM250924-HPR 24 (2.0-125]| 05-14 o e e
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L MSKNR/L
Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75° Kr: 75°

A242

A244

A245

A256

A257

A258

System code

As2

A48

Grade selection

A42

Technicalinfo

A501

Cutting data

A366



Negativeinserts  Ge@neral turning

SNMG L 1.C S d
@ Ideal machining conditions 1204 | 127 127 | 476 | 5.16
€3 Normal machining conditions 20T 254 | 254 | 794 | 912
Turning inserts &% Unfavourable machining conditions 2509 | 254 | 254 | 9525 | 9.12
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOOSBHE else] @]:@)
— ™ - M 08 0OBBHOOBIO
= A OBHB
N e K
e B = N 00 O
9 S s 00BBBO 08
Eid H
mmNMNNmmNmNH'—NmeH—mFFH
IS0 rl e | f |I2nPRARZdER2Z2SS8RR22RE |58
LEREEEEERRR28288288822 |58
3 > > 3 3 > > > > > > >3 > > > > > >> 5> |> >
Basic | SNMG120408 08 |05-6.0(0.1-0.6 e o
[ ﬁ SNMG120412 1.2 |0.5-6.0|0.1-0.7 o (e}
IL SNMG250724 24 19 |0.1-1.1
SNMG250924 24 19 |0.1-1.1
Medium Cut
@ Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
= 3 -
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***_PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
0' ..
A258 A259 A329
Systemcode . A48 Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning  negative inserts

SN** i 1.C S d
12 04 12.7 12.7 4.76 5.16
@  ideal machining conditions 1506 |15875[15.875| 6.35 | 635
€3 Normal machining conditions 1906 | 19.05 ) 1905 | 635 [ 7.94
Turning inserts €%  Unfavourable machining conditions 2507 | 254 | 254 | 7.94 | 9.12
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P COO&RB%% B8 080
- ST o M 08 00BBs0080
=N K OBBG
I adI
A N 00 os
AT Y s 00BHHO o8
H
gegnnadrsvallsagsesglags |o o
50 | = | f GegidossaraalceaiasElclc |28
g883332228283/8388822/2E2 |28
> > > > > > > > >>>>>>> x> ==
SNMA120408 0.8 | 0.5-5.0 |0.1-0.5 L]
SNMA120412 1.2 | 0.5-5.0 |0.2-0.7 00 @O0
SNMA120416 1.6 | 0.5-5.0 |0.2-1.0 o e 0
. SNMA150608 0.8 | 0.8-7.0 |0.1-05 o
SNMA150612 1.2 | 0.8-7.0 |0.2-0.7 L[]
 E—
SNMA190612 1.2 | 0.8-7.0 |10.2-0.7 ]
SNMA190616 1.6 | 0.8-7.0 10.3-0.8 ]
SNMM250724-1 24 |20-125]|03-1.2 o e
Basic
e
| i
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr; 75° Kr: 45° Kr: 75° Kr: 75°
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***_PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
l' .
A258 A259 A329
System code A48 Grade selection A42 Technicalinfo * A501 Cutting data A366
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Negativeinserts  Ge@neral turning

O Ideal machining conditions SNMM L 1.C S d
€ Normal machining conditions 1906 | 19.05 | 1905 | 635 | 7.94
Turning inserts 4% Unfavourable machining conditions 2509 | 254 | 254 | 9525 | 9.2
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P IOOO&BGE SERs Q&0
I ——— - M o6 008660080
FA o K 0886
T N 00 08
> - ' s 008860 0%
[—— H
mmNmmmmmNmNH-—Nmm -—m'—.—H
150 r|owm | f [ERESEEENERerBo8SRIE SN s E
38338228 3338882 8/2E(2 |38
EE>F>FEr > >x>>>>>>F=F5F |5
SNMM190612 1.2 |1.5-10.5|0.2-0.7 5]
Basic [ snmm190616 1.6 |0.5-10.5/0.2-1.0 )
a8 SNMM250924 24 (2.0-125(0.3-1.2 °
e
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L MSKNR/L
Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75° Kr: 75°
.2 ’ 4
A242 A244 A245 A246 A256 A257 A258
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  A501 Cutting data A366
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General turning  negative inserts

O  Ideal machining conditions SNUN L 1.C S
€3 Normal machining conditions 12 04 12.7 12.7 4.76
Turning inserts g% Unfavourable machining conditions 1904 | 19.05 | 19.05 | 476
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P |IOOCO&BHEH SH& 080
- Y M 08 ooassdogo
4l 1 K 0B8e
T N oo oo
U S S Qo8B0 O &
——| H
gegnaaarynallsyssssalagy
e “I*| " |5Bc000s55ra5aaaa8z 2k (B8
e e e R RRREAREeRE 8=z [aa
EFE>EF>>>>>>>>>>>>>>>FF |5
SNUN120408 0.8 (0.7-6.0] 0.2-05 L[]
Flat SNUN120412 1.2 |0.7-6.0]|0.25-0.60 o o
SNUN190412 1.2 |0.9-6.0]|0.25-0.60 ls}
[
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
CSKNR/L CSRNR/L CSDNN
Kr: 75° Kr: 75° Kr: 45°
A296 A297 A299
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  AS501 Cutting data A366

As6



Negativeinserts  Ge@neral turning

O Ideal machining conditions TN* L 1.C S d
€ Normal machining conditions 1604 | 165 | 9.525 | 476 | 3.81
Turning inserts 4% Unfavourable machining conditions 22 04 22 127 | 476 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M o8 QO&BEBRO0S0O
K OBHBH
N o0 @F+)
S QOBBB0O @F%)
H
m NN N Ng-—mmm — .—,_H
150 r e fo[ER@sEslesstee s @R o ol o
2823302285 88/323888222E2 |28
SEEFEEEIFEEEIEEErrFEFEFE O |FF
WG TNMX160408-WG 0.8 | 0.5-5.0 |0.15-0.70 L]
TNMX160412-WG 1.2 | 0.8-6.0 |0.20-0.75 (o]
-
—
Wiper
ADF TNMG160404-ADF 04 | 0.5-5.0 |0.05-0.30
" TNMG160408-ADF 0.8 | 05-5.0 | 0.1-04 o0 e ®
. TNMG160412-ADF 1.2 | 0.5-5.0 | 0.2-05
Finishing
DF TNMG160404-DF 0.4 |0.15-2.00|0.08-0.25 ] L[]
TNMG160408-DF 0.8 |0.15-2.00| 0.1-03 L] [}
- TNMG160412-DF 1.2 10.35-1.50|0.15-0.50 [ ] [ ]
B | TNMG220408-DF 08 | 0315 | 0.1-04 e o
Finishing TNMG220412-DF 1.2 |0.35-1.50|0.15-0.50 ]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJNR/L
Kr:91° Kr: 91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr:93°
o ; > &
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***_PTFNR/L
Kr:91° Kr: 90°
r
A263 A330
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning  negative inserts

O  Ideal machining conditions TNMG L 1.C S d
€3 Normal machining conditions 1604 | 165 [ 9525 | 476 | 3.81
Turning inserts g% Unfavourable machining conditions
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
60° 5 P OOO&HH SH& 080
WV, M Oe GISIXIXINIO) @LY @)
K (@FEE AR
N 0O O &
S Qo8B0 O &
H
mmNnﬁNmfﬂmNmNH-mmm '-m‘_"!
150 e oa, f |epucgusdenunecegRRBoR2 58
38338322858 3)133888232E2 a8
> > > > > > > > > > > >>>>>>>>> 5> ==
SF TNMG160404-SF 0.4 (0.05-1.00|0.05-0.30 o ]
TNMG160408-SF 0.8 |0.05-1.00|0.05-0.40 °
N
=
Finishing
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJINR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
L™ -
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***.PTFNR/L
Kr:91° Kr: 90°
o
A263 A330
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  AS501 Cutting data A366
<
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Negativeinserts  Ge@neral turning

TNMG L 1.C S d
11 03 11 6.35 | 3.18 | 2.26
16 04 | 16.5 | 9.525 | 4.76 | 3.81

@ Ideal machining conditions

€3 Normal machining conditions

Turning inserts &% Unfavourable machining conditions 2204 | 22 | 127 | 476 | 516
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P [OCOOSBBE S8 o880
M Q& 008830080
K CBL8B
N @]@] o8
S C088BR0O o8
H
mmNMNNmmNmNH'—NmeH—mFFH
IS0 rl e f 1en2RRRZSErR222SS8AR22RE |58
LEREEEEERRR28288288822 |58
3 > > 3 3 > 3 > > > > >3 > > > > > >> 5> |> >
TNMG110304-EF 0.4 ]0.1-1.0|0.05-0.20 ]
TNMG110308-EF 0.8 |10.1-1.0|0.05-0.40 ]
TNMG160404-EF 0.4 10.1-1.5|0.05-0.30 L] ]
TNMG160408-EF 0.8 |0.1-1.5| 0.1-04 L[] ®
TNMG160412-EF 1.2 |0.2-2.5(0.15-0.40 o ]
Finishing | TNMG220404-EF 0.4 [0.5-2.5(0.05-0.25 o ®
TNMG220408-EF 0.8 |05-25| 0.1-04 o L]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTINR/L MTJNR/L
Kr: 91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
T | £ = e
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***.PTFNR/L
Kr: 91° Kr: 90°
r
A263 A330
Systemcode . A48 Grade selection .~ A42 Technicalinfo .~ AS501 Cuttingdata .~ A366
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General turning  negative inserts

O  Ideal machining conditions TNMG L 1.C S d
€3 Normal machining conditions 1604 | 165 [ 9525 | 476 | 3.81
Turning inserts g% Unfavourable machining conditions 22 04 22 12.7 | 476 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
60° P OOO&HH SH& 080
WV, M Oe GISIXIXINIO) @LY @)
K (@FEE AR
N QO O &
S Qo8B0 O &
H
mmNmNNMMNmNHFNmm --‘.,,.,F.—""3
150 r|oa | f |E2E8EBIJS N8OS RRBInRIR 52
38833322258283/1833288222E2 |28
> > > > > > > > > > > >>>>>>>>> 5> ==
M TNMG160404L-FM 04 (0.5-3.0] 0.1-03 ° [ ]
TNMG160404R-FM 04 |0.5-3.0] 0.1-03 (o} L] L[]
A TNMG160408L-FM 0.8 |0.5-3.0|0.15-0.50 o ® ]
* | TNMG160408R-FM 0.8 |0.5-3.0]0.15-0.50 [ ] [ ] L[]
Finishing
TNMG160404-XM 04 | 1-56 | 0.2-04 |e lo]
XM TNMG160408-XM 08 | 1-56 | 0204 |e °
TNMG160412-XM 12 | 1-56 | 0206 |® [ ]
TNMG160416-XM 16 | 1-56 | 0.2-065 |© L]
TNMG220408-XM 08 | 1-7.7 | 0204 |e ]
Medium Cut
TNMG220412-XM 1.2 | 1-7.7 | 02-06 |e® ®
TNMG220416-XM 16 | 1-7.7 | 0.2-0.65 | O L]
@ Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJINR/L
Kr:91° Kr: 91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
& G Z ” %
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S**.PTFNR/L
Kr:91° Kr: 90°
o
A263 A330
System code A48 Grade selection A42 Technicalinfo * A501 Cutting data A366
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Negativeinserts  Ge@neral turning

TNMG L 1.C S d
©  Ideal machining conditions 1103 Ll 635 | 318 | 226
€2 Normal machining conditions 1604 [ 165 |9.525 | 476 | 381
Turning inserts &% Unfavourable machining conditions 2204 | 22 | 127 | 476 | 516
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOSBHE 88 @]1@)
M (@1%) Q088630080
K CBHBB
N o0 o8
S 0088 B0O o8
H
o L=
150 (| & | ¢ [BEBEZRRERS2dNe888888000 |55
2Bgigyz52022228585m252 28
TNMG110308-DM 0.8 |0.3-3.0 0.1-04 o L[]
TNMG160404-DM 04 |04-5.0| 0.1-03 [ [ ] [ ]
D_M TNMG160408-DM 0.8 |0.5-5.0|0.15-0.50 L L[]
¢ ‘ % TNMG160412-DM 1.2 |0.8-5.0|0.18-0.60 ] [ ]
o | TNMG220404-DM 04 |04-66| 0.1-03 s o
Medium Cut| TNMG220408-DM 0.8 |10.5-6.6|0.15-0.50 ® [ ]
TNMG220412-DM 1.2 |0.8-6.6|0.18-0.60 [ [ ]
TNMG220416-DM 1.6 |1.0-6.6|0.23-0.65 [ [ ]
TNMG110304-PM 04 |04-3.0| 0.1-03 [ ]
TNMG110308-PM 0.8 |0.4-3.0(0.15-040 [ ]
FM TNMG160404-PM 04 |04-50| 0.1-03 [ [ ] [ [ ]
& TNMG160408-PM 0.8 |0.5-5.0(0.15-0.50 . [ ] . [ ]
| — TNMG160412-PM 1.2 |0.8-5.0|0.18-0.60 L] [ ] o ]
Medium Cut| TNMG220408-PM 0.8 |0.5-6.6|0.15-0.50 o [ ] [ [ ]
TNMG220412-PM 1.2 |0.8-6.6|0.18-0.60 o [ ] [ [ ]
TNMG220416-PM 1.6 |1.0-6.6|0.23-0.65 (2] (]
e Exstock  © Ondemand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTINR/L MTINR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
"" o ’ .’ -'
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***_PTFNR/L
Kr: 91° Kr: 90°
»
-
A263 A330
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning  negative inserts

O  Ideal machining conditions TNMG L 1.C S d
€3 Normal machining conditions 1604 | 165 [ 9525 | 476 | 3.81
Turning inserts g% Unfavourable machining conditions
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
60° P OOO&HH SH& 080
WV, M @1 GISIXIX I N @XY @)
K (@FEE AR
N 0O O &
S OOBHE O &
H
mmNmNNmmNmNH-Nmm -—m‘—-—!
IS0 rloa f e;ggmﬁgge;aﬂeesaﬁﬁeggg 55
38338322858 3)133888232E2 a8
> > > > > > > > > > > >>>>>>>>> 5> ==
M TNMG160404-ZM 0.4 |0.5-5.0]|0.08-0.30 L]
TNMG160408-ZM 0.8 |0.5-5.0] 0.1-04 L]
‘ TNMG160412-ZM 1.2 |0.5-5.0] 0.1-06 ®
Medium Cut
TNMG160408-SNR 08 | 1-56 | 0.1-05 [ ]
Roughing
® Exstock © On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTINR/L
Kr: 91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
| G 2 \" L
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***_PTFNR/L
Kr:91° Kr: 90°
o
A263 A330
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  AS501 Cutting data A366
<

A92



Negativeinserts  Ge@neral turning

© Ideal machining conditions TNMG L 1.C 5 d
€ Normal machining conditions 1604 | 165 [ 9525 | 476 | 3.81
Turning inserts 4% Unfavourable machining conditions 22 04 22 127 | 476 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
5 P IOOO&BGE SERs Q&0
] M o8 008880080
K OBHBH
od N 00 08
S QOBBB0O @F%)
H
m NN N Ng-—mmm — .—,_H
IS0 r| e | f [BR@SEoERsteeBces @R o ol cE
2823302285 88/323888222E2 |28
> > > > > > > > > > > >>>>>>>F55 |F>
EG TNMG160404-EG 04 |05-40| 0.1-03 L[]
TNMG160408-EG 0.8 |05-4.0| 0.1-04 e e o e
é TNMG160412-EG 1.2 |0.5-4.0(0.15-0.50 ]
Medium Cut
TNMG160404-EM 0.4 |]0.5-4.8|0.05-0.30 ® O °
TNMG160408-EM 0.8 |0.5-4.8|0.10-045 e e ]
TNMG160412-EM 1.2 |0.5-4.8| 0.1-0.6 LI ]
TNMG220408-EM 0.8 |10.5-6.6|0.10-0.45 e e ]
Medium Cut| TNMG220412-EM 1.2 |0.5-6.6| 0.1-0.6 o e ]
TNMG220416-EM 1.6 |0.5-6.6(0.10-0.65 [ ] ]
TC TNMG160404-TC 0.4 ]0.5-3.0|0.05-0.20 L] ]
TNMG160408-TC 0.8 |0.5-3.0|0.08-0.25 ] L]
‘ TNMG160412-TC 12| 13 | 0103 e o
TNMG220412-TC 1.2 1-6 |0.15-0.40 ] °
Medium Cut
TNMG220416-TC 1.6 1-6 0.2-05 L]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJNR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr; 93° Kr: 93°
o - ’ 4
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***_PTFNR/L
Kr: 91° Kr: 90°
r
A263 A330
System code A48 Grade selection .~ A42 Technical info A501 Cuttingdata .~ A366
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General turning  negative inserts

TNMG L 1.C S d
A O ideal machining conditions 1604 | 165 | 9.525] 476 | 381
€ Normal machining conditions 22108 22 27 | 476 | 516
Turning inserts & Unfavourable machining conditions 2706 | 275 |15875] 635 | 6.35
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
-g . P | OQOOSBDE 88 O8O0
S
= &g M @1%) COSBaa0080
B K 0BBH
] N o0 o8
S COBBB0O 08
B :
mmNmNNmmNmNH'—NmeFm'—'—H
(o] Bl B f e;ﬂﬁmmﬂﬂegﬂﬂeesamseﬂgﬂ 55
BEREEEEZRE2388888882%2 a8
> > > > > > > > > > > >|> > > > > > >|> >|>  |> >
TNMG160408-DR 0.8 | 0.7-6.0 |0.20-0.55 L] ° L[] L]
_‘E" DR TNMG160412-DR 12| 16 |025-065 e o o e
§ A TNMG220408-DR 0.8 | 0.7-7.0 |0.20-0.55 ° o
fa\
A TNMG220412-DR 1.2 1-7  |0.25-0.65 (] L] L[]
TNMG220416-DR 1.6 | 1.5-7.0 |0.32-0.75 ® (e} L[]
Roughing
TNMG270608-DR 0.8 |1.5-12.0/0.350.55
TNMG270612-DR 1.2 2-12 |0.35-0.75 o
C ® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
o Tool holder
e
= DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJINR/L
5 Kr: 91° Kr: 91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
S ! " 2
D A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***_PTFNR/L
Kr:91° Kr: 90°
c
™ O
S
£E ‘
¥ o S
@
b= e
A263 A330
x
3]
=
=
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  AS501 Cutting data A366
<

A94



Negativeinserts G@neral turning

TN=* L 1.C S d
©  Ideal machining conditions 1604 | 1635 | 9325 | 476 | 381
€3 Normal machining conditions 22 04 22 127 | 476 | 516
Turning inserts &% Unfavourable machining conditions 2706 | 275 |15.875] 635 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
& P OOOSBHE S8 o880
= M (@1%) 008830080
K CBL8B
En N o0 o8
] S 0088 B0O o8
H
mmNMNNmmNmNtﬁd-—Nmmgu—m'—-—H
IS0 r a, f g;ggmmﬂﬂs;ﬂﬂ?ﬁ?ﬁmﬁoﬂgﬂ 55
b v =
LeEEE 8222850828888 2882%2 58
3= 3 3= 3 3= 3 3= 3 3= 3= 3 3|3 3> 3= > 3> > >> > |> >
TNMM160408-DR 0.8 | 0.7-6.0 |0.20-0.55 o L[]
DR TNMM160412-DR 1.2 16 |0.25-0.70 o
Ve, TNMM220408-DR 0.8 | 0.7-8.0 |0.20-0.55 o 5]
@ . | TNMM220412-DR 12| 18 |025070 °
==
TNMM220416-DR 1.6 | 1.5-8.0 |0.32-0.90 (s}
Roughing
TNMM270612-DR 1.2 |2.5-11.0|0.250.70 (e}
TNMM270616-DR 1.6 |25-11.0| 03-09 ]
ER TNMG160408-ER 0.8 | 2.0-5.6 |0.15-0.55 [s}
i TNMG160412-ER 1.2 | 20-56 |0.15-0.60 ]
b
“ ‘\ TNMG220408-ER 0.8 | 2.0-7.7 |0.15-0.55 ls]
e
TNMG220412-ER 1.2 | 20-7.7 |0.15-0.60 ]
Roughing
LR TNMM160408-LR 0.8 1-5 0.1-0.5 ® [ ]
/ TNMM160412-LR 1.2 | 1.56.0 | 0.1-06 lo}
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General turning

Negative inserts

Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTINR/L MTINR/L
Kr: 91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°

A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***.PTFNR/L
Kr:91° Kr: 90°

o

&

A330

System code } A48

A96

Gradeselection » A42

Technicalinfo * A501

Cuttingdata A366



Negativeinserts  Ge@neral turning

O Ideal machining conditions TNMM L 1.C S d
€ Normal machining conditions 22 04 22 127 | 476 | 5.16
Turning inserts 4% Unfavourable machining conditions 27 06 | 27.5 [15.875| 6.35 | 6.35
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
& P IOOO&BGE SERs Q&0
M o8 QO&EBO08B0
K OBHBH
N o0 @F+)
S QOBBB0O @F%)
H
m NN ™M Moy NH-—NU“IU\ — '—.—H
IS0 rle| f [BE@SESESSTELsces @R o ol oE
2823302285 88/323888222E2 |28
SEEFEEEIFEEEIEEErrFEFEFE O |FF
HDR | TNMM220412-HDR 1.2 |2-9|0.25-0.80 o
TNMM220416-HDR 1.6 |2-9|0.35-1.00 o
. TNMM270616-HDR 16 |2-6|0.35-1.00 [ ]
[=e
TNMM270624-HDR 24 (2-7| 0412 [ ] lo}
Heavy
Turning
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJINR/L MTINR/L MTFNR/L
Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93° Kr:91°
D dE - .
A247 A248 A249 A260 A261 A262 A263
System code > A48 Grade selection .~ A42 Technicalinfo *  A501 Cutting data A366
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General turning  negative inserts

TNMG L 1.C S d
A 16 04 16.5 | 9.525 | 4.76 3.81
O  Ideal machining conditions 22 04 22 127 | 476 | 5.16
€3 Normal machining conditions 2706 | 275 [15875] 6.35 | 6.35
Turning inserts €%  Unfavourable machining conditions 33 09 33 ]1905]9525| 7.94
2 TN** negative insert HC' (CVD) HC! (PVD) HT | HE HW
=
E P OCOO&BHBE 88 Q&8I0
M O%B COBHEO0BI0
K (@R R
N o0 @
S co88a0 O
B z
gegnnadrsvallsagsesglags |o o
50 | % | ' |lcecod0z25raalceaaasloll 2]
g883332228283/8388822/2E2 |28
e e
g‘ TNMG160404 04 | 0.2-4.0 |0.05-0.20 (o]
§ TNMG160408 0.8 | 0.2-4.0 |0.08-0.30 L[] L]
s TNMG160412 1.2 | 0.2-40| 0.1-04 ]
Basic " rnmG220404 04 | 02-6.0 [0.05-020 o
& TNMG220408 08 | 0.2-6.0 | 0.1-03
[ | TNMG220416 16 | 0.2-6.0 | 0.1-05 o
Medium Cut| TNMG270612 12 | 0.2-9.0| 0.1-05 o
c TNMG270616 16 | 0.2-9.0| 0.1-05 o
TNMG330916 16 |0.2-11.0| 0.1-05 o]
TNMG330924 24 (0.2-11.0] 0.1-0.7
® Ex stock © On demand HC' Coated carbide
E’ YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
= HC? Coated cermet
5 HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJINR/L MTINR/L
Kr: 91° Kr: 91° Kr: 60° Kr: 90° Kr: 90° Kr: 937 Kr: 93°
S | G 2 17 s
c
™ O
L =] A233 A247 A248 A249 A260 A261 A262
c
c &
38 MTFNR/L S***-PTFNR/L
= Kr:91° Kr: 90°
o
A263 A330
x
[}
=
£
System code A48 Grade selection A42 Technicalinfo * A501 Cutting data A366
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Negativeinserts  Ge@neral turning
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TN=* L 1.C S d
©  Ideal machining conditions 1604 | 1635 | 9325 | 476 | 381
€2 Normal machining conditions 22 04 22 127 | 476 | 5.16
Turning inserts &% Unfavourable machining conditions 2706 | 275 |15875] 635 | 635
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOSBHE 88 @]1@)
M (@1%) Q088630080
K CBHBB
N o0 o8
S 0088 B0O o8
H
o L=
150 (| & | ¢ [BEBEZRRERS2dNe888888000 |55
2Bgigyz52000228585m252 28
TNMA160404 04 102-4.0|0.05-0.20 o [ ]
TNMA160408 0.8 |0.2-4.0(0.08-0.30 e o0
Flat TNMA160412 1.2 |0.2-40| 0.1-04 o [ ]
TNMA160416 1.6 |0.5-4.0|0.05-0.50 ] (]
3 TNMA220404 04 10.2-6.0|0.05-0.20 [ ]
= TNMA220408 0.8 |0.2-6.0| 0.1-03 ® [ ]
TNMA220412 1.2 |0.2-6.0| 0.1-04 (I
TNMA220416 16 |0.2-6.0| 0.1-05 o
TNMM160404 0.4 |0.2-7.0|0.05-0.60
Basic TNMM160408 0.8 |0.5-7.0(0.05-0.60
TNMM220408 0.8 |0.5-7.0|0.05-0.60
-~ TNMM220412 1.2 1-7 0.1-06
T— TNMM220416 1.6 |0.5-7.0|0.05-0.60
TNMM270616 1.6 |0.5-6.5|0.05-0.70
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTINR/L MTINR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
"’ e ’ f -'
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***_PTENR/L
Kr:91° Kr: 90°
~
-
A263 A330
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning  negative inserts

VN** L 1.C S d
1604 | 166 | 9.525 | 4.76 | 3.81

O  Ideal machining conditions
€3 Normal machining conditions

Tl.lrl"ling inserts g% Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&HH B& O8[0
M @1 GISIXIXINIO) @LY @)
K (@FEE AR
N 0O O
S OO0BHBLEO O &
H
M NN DMy Nx-—mmm — .—,_"‘.-J-
150 e oa, f [BrE@sSguadanenecesag Rl |ss
38338322858 3)133888232E2 a8
> > > > > > > > > > > >>>>>>>>> 5> ==
ADF VNMG160404-ADF 04 | 05-25 | 0.103 L] [
VNMG160408-ADF 0.8 | 05-25 | 0.1-05 ® [ ]
i
Finishing
DF VNMG160404-DF 0.4 |0.25-1.50|0.07-0.30
VNMG160408-DF 08 | 0315 | 0.104 [ ] ]
_t
Finishing
EF VNMG160404-EF 04 | 0.1-1.5 |0.05-0.25 ]
VNMG160408-EF 0.8 | 0.2-25 |0.08-0.35
% VNMG160412-EF 1.2 | 0.2-25 |0.10-0.45 o
Finishing
NF VNEG160404-NF 04 | 02-4.0 |0.05-0.30 ] ls]
VNEG160408-NF 0.8 | 0.2-4.0 |0.05-0.50 L] lo}
Finishing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DVVNN DVINR/L MVVNN MVINR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A234 A235 A264 A265
System code A48 Grade selection A42 Technical info A501 Cutting data A366
=
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Negativeinserts  Ge@neral turning

O Ideal machining conditions VN** L 1.C S d
€ Normal machining conditions 1604 | 166 | 9525 | 476 | 3.81
TI.II'niI"Ig inserts 4% Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M O QO&BEBRO0S0O
K OBHBH
N [6]0)] @F+)
S QOBGHBO @F%)
H
m NN ™M Moy NE-—Nmm —_ F.—H
150 r | oa fo[ER@sEslesstee s @R o ol o
38338228 3338882 8/2E(2 |38
> > > > > > > > > > > >>>>>>>F55 |F>
NGF VNEG160408-NGF 08 | 02-3.0 | 0.1-03 [ ]
VNEG160412-NGF 12 | 0.2-3.0 | 0.1-05 [a]
i~
Finishing
SF VNMG160404-SF 0.4 10.05-3.00|0.05-0.20 ®
VNMG160408-SF 0.8 |0.05-3.00|0.05-0.35
Finishing
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DVVNN DVINR/L MVVNN MVINR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A234 A235 A264 A265
System code A48 Grade selection .~ A42 Technical info A501 Cuttingdata .~ A366
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General turning  negative inserts

O  Ideal machining conditions VNMG L 1.C S d
€3 Normal machining conditions 1604 | 166 [ 9525 | 476 | 3.81
Turning inserts g% Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&HH SH& 080
M Oe GISIXIXINIO) @LY @)
K (@FEE AR
N QO O &
S Qo8B0 O &
H
) [ Il M B R NH-—mmm — .—._"‘.3
IS0 ¢ a f oﬁmommﬂﬂo?—‘mmooogﬁggmmm —
: GepJ00ss5raaleaeogngecte |25
e a2 RRRREAREeE 8=z [aa
> > > > > > > > > > > >>>3>>>>>> 5> ==
XF VNMG160404-XF 0.4 |0.5-25|0.1-0.25| e
VNMG160408-XF 0.8 |0.5-25|0.1-030| e
¢s VNMG160412-XF 1.2 |0.5-25]|0.1-0.35| @
Finishing
XM VNMG160404-XM 04 ]156|0204 |e lo]
VNMG160408-XM 08 ] 1560204 |e ]
& | wwcrcoszxm |12 [ 156 [020s]e e
VNMG160416-XM 16 | 1-56 |0.2-065|0 o]
MEdiLIl’TICUt o N - bl i s e et b M AN i L. -
® Exstock © On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DVVNN DVINR/L MVVNN MVINR/L
o Ke7230t 0 Ke93° | Ke72°30° ) Ke93°
A234 A235 A264 A265
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  AS501 Cutting data A366
<
A102 '_



Negativeinserts G@neral turning

O Ideal machining conditions VNMG L 1.C S d
€ Normal machining conditions 1604 | 166 | 9525 | 476 | 3.81
Tl.ll'nil"lg inserts 4% Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M o8 QO&BEBRO0S0O
K OBHBH
N [6]0)] @F+)
S QOBBB0O @F%)
H
m NN N Ng-—mmm — .—,_H
150 e | oa f |epeguecgevneeegRRBRC 55
38338228 3338882 8/2E(2 |38
D= D= D= D= D= D= e = e D= D = | D= D D= e 3= 3= 3= D) 3= > >
Basic | VNMG160404 0.4 |0.2-6.0|0.05-0.60 o
VNMG160408 0.8 |0.2-6.0|0.08-0.60 o
= -
Medium Cut
DM VNMG160408-DM 0.8 |10.5-4.0|0.15-0.50 ®
VNMG160412-DM 1.2 |0.8-4.0|0.18-0.60
=
v
Medium Cut
EM VNMG160404-EM 04 10.2-3.0|0.05-0.30 ° ]
VNMG160408-EM 0.8 |0.5-4.0|0.10-045
Medium Cut
NM VNMG160412-NM 1.2 |0.2-4.0|0.05-0.40 [ ]
Medium Cut
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DVVNN DVINR/L MVVNN MVINR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A234 A235 A264 A265
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General turning  negative inserts

O  Ideal machining conditions VNMG L 1.C S d
€3 Normal machining conditions 16 04 166 | 9525 | 476 | 381
Tl.lrl"ling inserts g% Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&HH SH& 080
M @1 OO&&8 080
K (@FEE AR
N QO O &
S QO&BH O &
H
M NN DMy Nx-—mmm — .—,_"‘.-J-
150 rloa f [BrE@sSguadanenecesag Rl |ss
38338322858 3)133888232E2 a8
> > > > > > > > > > > >>>>>>>>> 5> ==
PM VNMG160404-PM 0.4 |0.4-4.0]0.13-040 [ ] ° [ ] o}
= VNMG160408-PM 0.8 |0.5-4.0|0.15-0.50 ] ] [ ] [ ]
"-i:d' VNMG160412-PM 1.2 |0.8-4.0|0.18-0.60 ® [ ]
Medium Cut
TC VNMG160404-TC 0.4 |0.5-2.0]|0.05-0.20 ®
VNMG160408-TC 0.8 |0.5-2.0]|0.08-0.25
‘ VNMG160412-TC 1.2 |0.5-3.0|0.08-0.30
Medium Cut
M VNMG160404-ZM 0.4 |0.5-3.0]|0.08-0.30 o]
VNMG160408-ZM 0.8 |0.5-3.0] 0.1-04
Medium Cut
SNR VNMG160408-SNR 0.8 |0.2-2.0] 0.1-04
VNMG160412-SNR 1.2 |0.2-2.0] 0.1-05
A=
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DVVNN DVINR/L MVVNN MVINR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A234 A235 A264 A265
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A104




Negativeinserts G@neral turning

©  Ideal machining conditions
€3 Normal machining conditions

WNMG L 1.C S d

06 T3 6.5 | 9525 | 397 | 3.81
06 04 6.5 | 9525 | 476 | 3.81
08 04 8.7 127 | 476 | 5.16

Turning inserts &% Unfavourable machining conditions
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P [OCOOSBBE DB O8O0
=2 M 0o 00B8BH0080
E K 0008
ody N Q0 0O
I S C088BR0O o8
H
o L=
150 r o r (2282 QRBRSHA5888 88800 |5
sieidlazaianzsaiacazte 6
ADF WNMGO080404-ADF 04 | 02-25 |0.05-030 L] L] ]
A WNMGO080408-ADF 0.8 | 05-25 |0.05-040 L] o e ]
@‘ WNMGO080412-ADF 1.2 | 0.5-2.5 |0.05-0.50 L] L[]
Finishing
DF WNMG060404-DF 0.4 10.15-2.00|0.08-0.25 [ ] [ ]
WNMG060408-DF 0.8 |0.15-2.00| 0.1-03 [ [ ]
& WNMGO080404-DF 0.4 10.15-2.00|0.08-0.25 [ [ ]
ﬁ WNMGO080408-DF 0.8 |0.15-2.00| 0.1-03 [ ] [s]
Finishing | WNMG080412-DF 1.2 | 0.2-2.5 |0.10-0.35 ] L[]
WNMG060404-SF 0.4 10.05-0.50|0.05-0.20 [
SF WNMGO060408-SF 0.8 |0.05-0.50|0.05-0.35 L]
WNMGO6T304-SF 0.4 10.05-0.50|0.05-0.20 ®
é WNMGO6T308-SF 0.8 |0.05-0.50|0.05-0.35 [
Finishing WNMGO080404-SF 0.4 10.05-0.50|0.05-0.20 [
WNMGO080408-SF 0.8 |0.05-0.50|0.05-0.35 [

® Ex stock © On demand

YBC152F, YBC252F, YBM153F, YBM253F available

HC' Coated carbide
HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide

Tool holder
DWLNR/L PWLNR/L MWLNR/L S***.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
(7~ ./ =
s
A236 A251 A266 A332
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General turning  negative inserts

WN** L 1.C S d

06 T3 6.5 | 9.525| 3.97 | 3.81
06 04 6.5 | 9.525 | 476 | 3.81
08 04 8.7 127 | 476 | 5.16

©  ideal machining conditions

€ Normal machining conditions

Turning inserts €8  Unfavourable machining conditions
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOHBHBH tpor 080
= M 0B 008660080
I K FEEE
ad} N 00 08
- S CO8BEB0O O &
H
9] 8]
150 r| s | f [BRERRRER8cdNE8888Ega |55
WG WNMGO080408-WG 0.8 |0.5-5.0/0.15-0.70 (] L]
. WNMG080412-WG 1.2 |0.8-6.0|0.20-0.75 (] o
fO4
Wiper
EF WNMG060404-EF 0.4 |0.1-1.5/0.05-0.30 [ ]
WNMG060408-EF 0.8 |0.1-1.5| 0.1-0.4 o °
@ WNMGO06T308-EF 0.8 |0.1-1.5] 0.1-04 °
S | WNMG080404-EF 0.4 |0.1-1.5/0.05030 . .
Finishing | WNMG080408-EF 0.8 |0.1-1.5| 0.1-04 [ ]
NF WNEG080404-NF 04 |0.2-3.0/0.05-0.30 o e
g WNEG080408-NF 0.8 |0.2-2.5(0.05-0.30
Finishing
NF WNMG060408-NF 0.8 |0.2-2.5/0.05-0.30 L]
Finishing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S***.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
-
’ /
a3
A236 A251 A266 A332
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A106




Negativeinserts  General turning

O Ideal machining conditions WNMG L 1.C S d
€ Normal machining conditions 06 04 6.5 19.525| 476 | 3.81
Turning inserts 4% Unfavourable machining conditions 0804 | 87 127 | 476 | 5.16
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
30 P IOOO&BGE SERs Q&0
2 S
Y% i M o8 QO&EBO08B0
i K 088e
N o0 @F+)
— S QOBBB0O @F%)
H
mmNmmmmmNmNH-—Nmm -—m'—.—H
IS0 r | oa | f ggﬂgmmgésgﬂﬂeseaﬁﬁeggg 5%
2833825253332 88° 8262 |38
> > > > > > > > > > > >>>>>>>F55 |F>
XF WNMG060404-XF 04 (0.5-2.0|0.1-0.25| @
WNMG060408-XF 0.8 (0.5-2.0|0.1-030| @
A WNMGO080408-XF 0.8 |0.5-25(0.1-030|e
WNMG080412-XF 1.2 |0.5-25|0.1-035| e
Finishing
WNMG060404-XM 04 | 1-21 | 0204 |e o
XM WNMG060408-XM 0.8 | 1-21 (0204 |e [}
WNMGO60#12-XM |12 | 1-21 |0206fe e
_WNMGOBO40AXM =~ | 04 | 1-28 | 0204 (e o = |.
WNMG080408-XM 0.8 4 0.2-04 |e °
1.2 0.2-06 |® L[]
WNMG080416-XM 1.6 0.2-065|0 o]
® Exstock  © Ondemand HC' Coated carbide
HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DWLNR/L MWLNR/L S*.PWLNR/L
s
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  A501 Cutting data A366
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General turning  negative inserts

WNMG L 1.C S d

A ©  ideal machining conditions 0673 | 65 |9525( 397 | 3.81
06 04 6.5 | 9.525 | 476 | 3.81

€ Normal machining conditions

T“r“ing inserts €8  Unfavourable machining conditions 0804 | 87 127 | 476 | 5.16
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
-g P | OQOOSBDE 88 O8O0
= S
= == M @1%) COSBaa0080
I K 0B
ad} N 00 08
- S COBBB0O 08
B :
mmNmNNmmNmNH-—Nmmo-—m'—-—H
IS0 r| & f leneRl8z8cns22CS8aRSERE |88
BEREEREZRE2388888882%2 a8
3 3> 33 5 > 3 3= 3= > > |3 > > > > > >|>>|> |ZF
WNMG060408-DM 0.8 |0.5-3.0]|0.15-0.50 L[] ]
E‘ DM WNMG060412-DM 1.2 |0.8-3.0|0.18-0.60 o e .
§ ' WNMGO06T308-DM 0.8 |0.5-3.0]0.15-0.15 o
.-—?F.. WNMG080404-DM 04 |0.5-4.0] 0.1-04 L] L]
WNMGO080408-DM 0.8 | 0.5-4.0]0.15-0.50 [ ] e e ']
Medium Cut
WNMG080412-DM 1.2 |0.8-4.0|0.18-0.60 0 e .
WNMG080416-DM 1.6 1-4 0.23-0.65 [ ] .
c EG WNMGO080408-EG 0.8 | 0.5-4.0]|0.05-0.40 0 e
E WNMG080412-EG 1.2 |0.5-4.0]0.05-0.60 o e LI ]
Medium Cut
o
c WNMGO060404-EM 0.4 |0.5-3.0]0.05-0.30 o e
E WNMG060408-EM 0.8 |0.5-3.0] 0.1-05 °
EM WNMGO06T304-EM 0.4 |0.5-3.0]|0.05-0.30 ]
WNMGO6T308-EM 0.8 |0.5-3.0] 0.1-05 L]
T WNMGO6T312-EM 1.2 |0.5-3.0] 0.1-0.7 o ]
Medium Cut| WNMGO080404-EM 0.4 1-4 10.05-0.30 [ [ ]
D WNMGO080408-EM 0.8 1-4 0.1-05 [ ] [ ]
WNMG080412-EM 1.2 1-4 0.1-0.7 [ [ ]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
- 5 HC* Coated cermet
S = HW Uncoated carbide
c ®
£ E
K Rel Tool holder
=
i DWLNR/L PWLNR/L MWLNR/L S***_PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
a3
A236 A251 A266 A332
x
3]
=
=
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A108




Negativeinserts  Ge@neral turning

O Ideal machining conditions WNMG L 1.C S d
€ Normal machining conditions 06 04 6.5 9525 | 476 | 3.81
Turning inserts 4% Unfavourable machining conditions 0804 | 87 127 | 476 | 5.16
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
30 P IOOO&BGE SERs Q&0
2 S
D% == M o8 O &88 080
i K 088e
od] N 00 08
— S O DBB @F%)
H
m NN ™M Moy NE-—Nmm —_ F.—H
150 el oa : eﬁﬂgmmﬂﬂeﬁﬂﬂeeeaﬁﬁﬁﬂﬁﬂ 55
2823302285 88/323888222E2 |28
> > > > > >>>> |
WNMG060408-PM 0.8 |]0.5-3.0|0.15-0.50 L] L[] L] ]
PM WNMG060412-PM 1.2 |0.8-3.0(0.18-0.60 ] o (o]
fa) | wNMGo80404-PM 0.4 |0.4-4.0|0.12-0.40 e o e o
e | WNMG080408-PM 0.8 |0.5-4.0/0.15-0.50 e oo e o
Medium Cut| WNMG080412-PM 1.2 |0.8-4.0(0.18-0.60 L] ] L] °
WNMG080416-PM 1.6 1-4 |10.23-0.65 [} ° L[]
M WNMG080408-ZM 0.8 |05-40| 0.1-05
i WNMG080412-ZM 1.2 |1.0-55(0.15-0.60
Medium Cut
SNR WNMG080408-SNR 08| 13 | 01-05 o e 0O
% WNMGO080412-SNR 12 13 0.2-0.6
/Eﬁg\
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S***.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
A236 A251 A266 A332
System code A48 Grade selection .~ A42 Technical info A501 Cuttingdata .~ A366
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General turning  negative inserts

Technical
Information

Index

O  Ideal machining conditions WNMG L 1.C S d
€3 Normal machining conditions 08 04 8.7 12.7 | 476 | 5.16
Tl.lrl'ling inserts g% Unfavourable machining conditions
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&HH SH& 080
S
= M Oe GISIXIXINIO) @LY @)
T K 0BG
od] N oo oo
L3 S Qo8B0 O &
H
M NN DMy Nx-—mmm — .—,_"‘.-J-
150 Plw | F [BEBSEEASS BLEce RS n R lsE
38338322858 3)133888232E2 a8
> > > > > > > > > > > >>>>>>>>> 5> ==
WNMGO080404-NM 0.4 |0.2-3.0]0.05-0.30 ]
WNMG080408-NM 0.8 |0.2-3.0] 0.1-03 e e O
WNMGO080412-NM 1.2 |0.2-4.0] 0.1-04 ]
Medium Cut
TC WNMGO080404-TC 0.4 |0.5-3.0]|0.08-0.25 ®
WNMG080408-TC 0.8 |0.5-4.0]0.15-0.40
‘ WNMGO080412-TC 1.2 |0.5-4.0] 0206
Medium Cut
TK WNMGO080408-TK 0.8 |0.2-04] 0.2-04 ]
WNMG080412-TK 1.2 |0.2-0.4] 0.2-0.45
ﬁ WNMG080416-TK 1.6 |0.2-04]| 0205 o
Medium Cut
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S***_PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
L / f
S
A236 A251 A266 A332
System code A48 Grade selection A42 Technical info A501 Cutting data A366
=
A110 y
ZCC-CT



Negativeinserts  Ge@neral turning

WN*=* L 1.C S d
O Ideal machining conditions 06 T3 6.5 |9525] 397 | 3.81
€ Normal machining conditions 06 04 6.5 |9525| 476 | 3.81
Turning inserts &% Unfavourable machining conditions 0804 | 87 | 127 | 476 | 5.16
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P [OCOOSBBE S8 o880
S
== M Q& 008830080
I K 0BBY
ody N Q0 0O
- S C088BR0O o8
H
mmr\lmr\lr\lm"‘"r\lu-\:-"ltr"al"‘-—Nmm.;,--ﬂ«.-—-—H
IS0 r| a f 1en2RRRZSErR222SS8AR22RE |58
ReEE S EERL 28288888252 |58
3 > > 3 3 > > > > > > >3 > > > > > >> 5> |> >
DR WNMG060408-DR 0.8 |0.7-3.5|0.20-045 L] L[] ° [}
WNMG060412-DR 1.2 |0.8-3.5|0.25-0.55 ] [ ] o (s}
WNMGO080408-DR 0.8 |0.7-5.0(0.20-0.55 L] L[] L] ]
WNMG080412-DR 12 1-5 |0.25-0.70 o e L] L] °
Roughing
WNMG080416-DR 1.6 |1.5-5.0|0.32-0.75 (o] L[] L] (o}
WNMA060408 0.8 |0.5-3.0] 0.1-03 [ ] [}
WNMAO060412 1.2 |0.5-3.0(0.15-0.30 ]
Flat WNMAO6T308 0.8 |0.5-3.0] 0.1-03
& WNMA080404 04 |105-4.0|0.08-0.25 (o] o]
“ WNMAO080408 0.8 |0.5-4.0|0.15-0.30 o e
WNMAO080412 1.2 |0.5-5.0(0.15-0.30 LN ]
WNMAO080416 1.6 |0.5-5.0( 0.2-0.5 o]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S*.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
A236 A251 A266 A332
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning  negative inserts

O  Ideal machining conditions RNMG L 1.C S d
€3 Normal machining conditions 1204 | 127 12.7 | 476 | 5.16
Tl.lrl'ling inserts g% Unfavourable machining conditions
RN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
s P OOO&GH StEod 080
BI.C M 06 008880080
od K (@FEE AR
N ©l®) O &
L S @IOIXIXIXIO) O &
H
mmNmNmmmNmNHFNmm '-m"-—!
) % | £ HE@SEbasenenEcs <l R0l s
38338322858 3)133888232E2 a8
> > > > > > > > > > > >>>>>>>>> 5> ==
Basic | RNMG120400 0.5-7.0/0.1-1.8 o o
(]
Medium Cut
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
MRDNN MRGNR/L
A267 A268
System code A48 Grade selection A42 Technicalinfo .~ A501 Cutting data A366
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Negativeinserts  Ge@neral turning
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O Ideal machining conditions KNUX L ALl S
€ Normal machining conditions 16 04 9525 | 476
TI.II'niI"Ig inserts 4% Unfavourable machining conditions
KN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
" P IOOO&BGE SERs Q&0
: ; M O QO&BEBRO0S0O
o | brn K (@F5Ecxst]
55%'7“ = N 00 o)
4
Remh i S 008BBO oL
H
MmNmNNmmNmej-—NLﬁm -—,.,,\F.—H
IS0 ta |bm| r | a, - 2;25““‘232;229993&22252 sE
38338228 3338882 8/2E(2 |38
> > > > > > > > > > > >>>>>>>F55 |F>
KNUX160405L11 16 |2.2|0.5|0.2-6.0|0.05-0.70 [ ] o}
KNUX160405L12 16 |2.2|0.5|0.2-6.0|0.05-0.70
KNUX KNUX160405R11 16 |2.2|0.5|0.2-6.0|0.05-0.70 L[] o
KNUX160405R12 16 |2.2|0.5|0.2-6.0|0.05-0.70
-/ KNUX160410L11 16 [2.2| 1 |0.2-6.0|0.05-0.70
s KNUX160410L12 16 |2.2| 1 |0.2-6.0|0.05-0.70 o
Finishing
KNUX160410R11 16 |2.2| 1 |0.2-6.0|0.05-0.70 [ ]
KNUX160410R12 16 22| 1 |0.2-6.0|0.05-0.70
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
Tool holder
CKJINR/L CKNNR/L
Kr: 93° Kr: 63°
A290 A291
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning  negative inserts

O  Ideal machining conditions CN*== L 1.C S d
€3 Normal machining conditions 19 07 193 | 19.05| 7.94 | 7.93
Turning inserts g% Unfavourable machining conditions 1911 | 193 [1905| 11 7.8
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&HH SH& 080
M Oe GISIXIXINIO) @LY @)
K (@FEE AR
N QO O &
S Qo8B0 O &
H
12) NN NN MMy Nx-—mmm — F.—':-J‘
150 Plw | F [BEBSEEASS BLEce RS n R lsE
38338322858 3)133888232E2 a8
> > > > > > > > > > > >>>>>>>>> 5> ==
RF CNMG191140-RF 4 |1.0-5.510.20-0.60 ]
Finishing
RF CNMM190740-RF 4 |1.0-5.510.20-0.60
a CNMM191140-RF 4 |1.0-5.510.20-0.60
Finishing
RH CNMM190740-RH 1.5-7.010.35-1.20
a CNMM191140-RH 4 11.5-7.0]0.35-1.20 [ ] L]
Roughing
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC® Coated cermet
HW Uncoated carbide
Tool holder
PCLNR/L
- Kr:95°
T A318
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General tu rning

LNUX L 1.C 5 d
1919 | 19.05 10 | 19.05 | 6.35
30 19 30 10 | 19.05 | 6.35

@  Ideal machining conditions
€ Normal machining conditions

TI.II'niI"Ig inserts 4% Unfavourable machining conditions
LN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
L P OOOGHEE G Q&0
M O QO&BEBRO0S0O
@ s K 08B
; 2d |90 N [6]0)] OF%]
0 [T fw S 008880 o)
I
H
M = =
ISO r| a fo[BROZ8RRERe2RnSCS8RRBTn o2
p UBLUUOU==o0Rooloobuo®onmlocelo |28
oo da B2 (a e
B - e e e D B e e mile B B D e e e | B g e 0 S
LNUX191940-RF 4 11,0-5,5|0,20-0,60 [ [ ]
RF LNUX301940-RF 4 11,0-6,0|0,20-0,70 [ ] [s]
Heavy
Turning
LNUX191940-RH 4 11,5-7,0|0,35-1,20 [
RH
LNUX301940-RH 4 11,5-8,0|0,35-1,40
Heavy
Turning
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
PLANR/L PLFNR/L
Kr: 90° Kr: 90°
A316 A317
System code A48 Grade selection .~ A42 Technical info A501 Cuttingdata .~ A366

A115

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

A

Drilling

O

Technical
Information

Index

General turning rositive inserts

O  Ideal machining conditions ccar L 1.C 5 d
& Normal machining conditions 06 02 6.4 635 | 2.38 28
Turning inserts g% Unfavourable machining conditions 0973 | 97 |9525| 397 | 44
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P |IOOCO&BHEH & 080
NP 7Y M 08 00 eooodo
dF“? K 0B8N
%] ;
il N Q0 @F:]
Fa S 00 880 oo
H
mmNmNNMMNmNHFNmm ._m.—,_"‘-J-
150 rloa f BEbcEcgsoeEce R rlolsE
38833322258283/1833288222E2 |28
> > > > > > > > > > > >>>>>>>>> 5> ==
SF CCGT060202-SF 0.2 (0.05-2.00|0.05-0.18 ° ]
CCGT060204-SF 0.4 (0.05-2.00|0.05-0.35 L[] °
@ CCGTO09T304-SF 0.4 |0.05-2.00|0.05-0.35 ] L3
Finishing
USF CCGT060202L-USF 0.2 (0.05-2.00|0.05-0.18
CCGT060204L-USF 0.4 |0.05-2.00|0.05-0.35
E CCGTO9T301L-USF 0.1 | 0.2-2.0 |0.01-0.08 ]
CCGTO09T302L-USF 0.2 | 0.2-20 |0.05-0.18
Finishing | €CGTO9T304L-USF 04 | 02-20 (0.05-0.20
USF CCGTO9T304R-USF 04 | 0.2-2.0 |0.05-0.20
Finishing
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC S***_.SCLCR/L S¥**_SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A269 A270 A306 A307 A334 A352 A353
E***.SCLCR/L
Kr; 95° )
-~
.
T A355 )
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A116

>

ZCC-CT



rositiveinserts  General turning

ccmT L 1.C S d
©  Ideal machining conditions 0602 | 64 | 635 | 238 | 28
€3 Normal machining conditions 0973 | 97 |9525] 397 | 44
Turning inserts &% Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOOSBHE else] @]:@)
PN 1] M oo 006860080
d§~r K 0888
%] i
] N 00 )
S S C088BR0O o8
H
mmNMNNmmNmNtﬁd-—Nmmcpm-—-—H
IS0 & f 1en2RRRZSErR222SS8AR22RE |58
LEREEEEERRR28288288822 |58
3 > > 3 3 > > > > > > >3 > > > > > >> 5> |> >
CCMT060204-AHF 04 | 02-25 |0.05-0.20 L] L] ® ]
AHF CCMT060208-AHF 08 | 03-25 |0.05-030 o L]
CCMTO09T302-AHF 0.2 |0.08-2.00|0.04-0.15 [
E CCMTO09T304-AHF 04 | 0.2-3.0 |0.05-030 o e lo}
— CCMTO9T308-AHF 08 | 0.3-3.0 |0.05-040 L ] o e
Finishing | CCMT120404-AHF 0.4 | 0540 [0.05030] o o e
CCMT120408-AHF 08 | 0.8-40 |0.08-040 [ ] ]
CCMT060202-HF 0.2 |0.06-1.70|0.03-0.11 [ [ ]
CCMT060204-HF 04 | 0.1-1.7 |0.05-017 ] L] o
HF CCMT060208-HF 08 | 0.1-1.7 |0.05-030 (o} L[] L]
"m“ CCMT09T302-HF 0.2 |0.08-2.00|0.04-0.15 e o o
—~ CCMTO09T304-HF 0.4 10.11-2.00|0.06-0.23 . [ ]
T
— CCMTO09T308-HF 0.8 |0.15-2.00|0.08-0.30 L] ]
Finishing
CCMT120404-HF 0.4 10.14-2.40|0.07-0.27 L] [}
CCMT120408-HF 0.8 | 0.2-3.0 |0.08-030 ] (e}
e Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A***.SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A269 A270 A306 A307 A334 A352 A353
E***.SCLCR/L
_ Kr95"®
T A5
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General turning rositive inserts
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CCMT i 1.C S d
©  ideal machining conditions 0602 | 64 | 635 | 238 | 28
€ Normal machining conditions 0973 | 97 19525] 397 | 44
Turning inserts & Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P |IOCOOHHHE 8B O8I0
ol M 06 006860080
d§~f K o8B
o ;
v . N o0 o8
s S COBBB0O (@F}
H
mmNmNNmmNmNH'—NmeFm'—'—H
150 r| @ f |SR2RQRENE BRBRE8 RS aRa |55
BEREEREZRE2388888882%2 a8
> > > > > > > > > > > >|> > > > > > >|> >|>  |> >
CCMT060202-EF 0.2 |0.06-1.70|0.03-0.11 ° ]
COMTDG0204-6F . | 04 | 0117 (005017108 W 9 & ®
CCMTO9T302-EF | 02 |008-200/004015| | A
CCMTO9T304-EF 0.11-2.00|0.06-0.23 L ] L[]
CCMTO09T308-EF 0.15-2.00 .30 ] [ ]
Finishing | €CMT120404-EF 0.4 |0.14-2.40(0.07-0.27 @ °
CCMT120408-EF 0.8 | 0.2-3.0 | 0.1-03 [ [ ]
XF CCMT060202-XF 0.2 | 0.5-1.5 |0.08-0.15 .
CCMT060208-XF 0.8 | 05-15 |0.08-0.20|»
E CCMTO09T302-XF 0.2 | 05-2.0 |0.080.15|» ®
CCMTO09T308-XF 0.8 | 05-2.0 |0.08-0.25|®
Finishing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A***.SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr; 90° Kr; 95°
A269 A270 A306 A307 A334 A352 A353
E***.SCLCR/L
.. Ke9s®
&
I e
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  AS501 Cutting data A366

A118




rositiveinserts  General turning

ccmT L 1.C S d
@ Ideal machining conditions 06 02 6.4 6.35 238 28
€3 Normal machining conditions 0973 | 97 |9525| 397 | 44
Turning inserts &% Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOOSBHE else] @]:@)
PN 1] M oo 006860080
3 ; i K CBL8B
%] i
v N @]@] o8
S S C088BR0O o8
H
mmNmNNmmNmN“f‘d'—Nmmcu—mFt—H
IS0 r a f 1en2RRRZSErR222SS8AR2E2RE |58
LEREEYEERR3B288288828%2 |aa
3 > > 3 3 > 3 > > > > >3 > > > > > >> 5> |> >
CCMT060204-EM 04 | 0.2-24 |0.06-017 o e ]
EM | ccMToso20sEm |08 | 0424 008023] eo .
ccmTosTsoaEM |04 Jo2s30jo0s023| e | =]
. CCMTO09T308-EM 08 | 05-3.0 | 0.1-03 e e ®
C ] 0.4 .6 |0.09-0.27 ] ]
CCMT120408-EM 08 | 0636 |0.12-036 e e °
CCMT120412-EM 1.2 |0.72-3.60|0.14-0.43 o
CCMTO09T304-XM 0.4 1-25 01503 | e o
XM CCMTO09T308-XM 08 1-25 |0.15-035|e [ ]
g CCMTO09T312-XM 1.2 1-25 01504 | e °
J CCMT120404-XM 0.4 1-3.0 | 015403 |o o
Medium Cut| CCMT120408-XM 0.8 1-3.0 |0.15-035|0 o
CCMT120412-XM 12 1-3.0 | 01504 |0 s}
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A¥*.SCLCR/L S***.SCFCR/L S¥**_.SCLCR
Kee9o® | Km95® .. K90 o Kees® | Ke95® o Keoo® Kr95®
A269 A270 A306 A307 A334 A352 A353
E***-SCLCR/L
Kr:95°
ol
&
ST e o
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  A501 Cutting data A366
g
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General turning rositive inserts

CCMT i 1.C S d
©  ideal machining conditions 0602 | 64 | 635 | 238 | 28
€ Normal machining conditions 0973 | 97 |9525]| 397 | 44
T“r“ing inserts €8  Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P |IOCOOHHHE 8B O8I0
ol M 06 006860080
dg-r K o8B
o i
N N 00 08
s S COBBB0O 08
H
MmNmNNmmNmNH-—Nmmot—-m'—n—H
IS0 r a, f leneRl8z8cns22CS8aRSERE |88
BEREEREZRE2388888882%2 a8
> > > > > > 3 > > > > >|> > > > > > >|> >|>  |> >
CCMT060204-HM 04 | 0.2-24 |0.06-0.17 L] ° ® @ L]
HM CCMT060208-HM 0.8 | 0.2-3.0 |0.08-0.20 L] ° ] °
'-Q CCMTO09T304-HM 0.4 |0.25-3.00|0.08-0.23 [ ] ° L ]
. CCMTO09T308-HM 0.8 | 05-3.0 | 0.103 ] L] [ ] L[]
CCMT120404-HM 04 | 03-3.6 |0.09-0.27 [ ] ® (] L[]
Medium Cut
CCMT120408-HM 0.8 | 06-36 |0.12-0.36 L] L] ] ]
CCMT120412-HM 1.2 |0.72-3.60]0.14-0.43 [ ] o O
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-5C A***.SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
(& e, N . :
e - &
A269 A270 A306 A307 A334 A352 A353
E***.SCLCR/L
Kr: 95° )
a
T A355 )
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

cCH* L 1.C S d
@ Ideal machining conditions 06 02 64 6.35 | 2.38 28
€ Normal machining conditions 0913 9.7_|9525| 397 44
Turning inserts &% Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOOSBHE else] @]:@)
PN 7] M 00 006860080
d§~r K 0888
%] i
] N 00 0%
S S C088BR0O o8
H
mmNmNNmmNmej-—Nmmgu—m'—t—H
IS0 & f 1en2RRRZSErR222SS8AR22RE |58
b U e
LEREEEEERRR28288288822 |58
3 > > 3 3 > > > > > > >3 > > > > > >> 5> |> >
Basic | ccMwo9T304 04 | 0.1-50 |0.05-0.50 o
Q CCMW120404 04 | 0.2-5.0 |0.05-0.50 o 0
/ CCMW120408 0.8 | 0.5-5.0 |0.08-0.50 (o]
Medium Cut
TC CCMT060204-TC 04 | 05-3.0 | 0.1-03 o] L]
CCMTO09T304-TC 04 | 05-3.0 | 0.1-03 o] L]
. CCMTO09T308-TC 0.8 | 05-3.0 | 0.1-04 e °
CCMT120404-TC 0.4 1-4 0.1-03 ] °
Medium Cut
CCMT120408-TC 0.8 1-4 0.1-04 L] ]
CCMTO060204-HR 04 | 0.5-3.0 |0.05-0.24 L] [}
HR CCMTO060208-HR 0.8 | 0.8-3.2 |0.09-0.26 L] e} °
Q CCMT09T304-HR 04 | 02-40 [0.05-0.30 e o °
Y | cCMT09T308-HR 0.8 14 [0.12-035 e o e o
Roughing | CCMT120408-HR 08 | 1.2-48 |0.14-042 ] [ ] ]
CCMT120412-HR 1.2 |1.44-4.80|0.17-0.50 L] L[] (o}
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-5C SCLCR/L-SC A¥**.SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A269 A270 A306 A307 A334 A352 A353
E***.SCLCR/L
_ Km95®
o
“
T A3%S
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General turning rositive inserts

CCGX L 1.C S d

A ©  ideal machining conditions 0602 | 64 | 635 | 238 | 28
09 T3 9.7 | 9525 | 397 4.4

€ Normal machining conditions

T“"“ing inserts €8  Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
g’ CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
= [ 80°77 P |IOCOOHHHE 8B O8I0
= N M 08 ocosaedogo
d§f= K o8B
o i
T N 00 08
S S COBBB0O 08
B :
MmNmNNmmNmNHn—NmMQ-—mF-—H
IS0 r| & f leneRl8z8cns22CS8aRSERE |88
BEREEREZRE2388888882%2 a8
3 3> 3= 3 5 > 3 3= 3= > > | > > > > > >|>>|> |Z=
CCGX060202-LC 0.2 |0.3-3.0]|0.05-0.15 [ ] L[]
_E‘ LC CCGX060204-LC 04 |05-3.0| 0.1-03 . °
§ \) CCGX09T302-LC 0.2 |0.5-4.0] 0.1-0.2 [ ] [ ]
’-__._| / CCGX09T304-LC 04 |0.5-5.0] 0.1-03 [ ] [}
CCGX09T308-LC 0.8 | 0.5-5.0]0.15-0.60 [ ] L[]
Alum
Machining | CCGX120404-LC 04 |05-70| 0.1-03 ° °
CCGX120408-LC 0.8 |0.5-7.0]0.15-0.60 [ ] [ ]
C CCGX060202-LH 0.2 |0.3-3.0]0.05-0.15 [ [ ]
CCGX060204-LH 04 |0.5-3.0] 0.1-03 ® [ ]
CCGX060208-LH 0.8 |0.6-3.0]|0.15-0.40 ]
'LH_._ CCGX09T302-LH 0.2 |0.4-5.0]|0.05-0.15 [ ®
() ! | ccexosT30a-LH 04 |05-5.0( 0.1-03 ° °
(2)] — 4
£ B | CCGX09T308-LH 0.8 |0.5-5.0/0.15-0.60 ° °
S Alum CCGX120402-LH 0.2 |0.4-7.0|0.05-0.15 o o]
o Machining
CCGX120404-LH 04 |0.5-7.0] 0103 ] [ ]
CCGX120408-LH 0.8 |0.5-7.0]|0.15-0.60 [ ] [ ]
CCGX120412-LH 1.2 |0.5-7.010.15-0.80 o ®
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
D HC? Coated cermet
HW Uncoated carbide
G
™ O
o
£ E
¥ 0
@
b= e
x
[
=
=
System code A48 Grade selection A42 Technical info A501 Cutting data A366
g
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Positive inserts  General tu rning

Tool holder

S***.SCLCR

SCLCR/L

SCACR/L-SC

SCLCR/L-SC

A***.SCLCR/L

S***.SCFCR/L

SCACR/L

Kr: 90°

Kr: 95°

Kr: 90°

Kr: 95°

Kr: 95°

Kr: 90°

Kr: 95°

S

A270

A306

A334

A352

A353

A269

E***-SCLCR/L
Kr9s®

A355

System code A48

Grade selection *

Ad2

Technicalinfo

Cutting data

A366
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General turning rositive inserts

O  Ideal machining conditions Cp=* L 1.C 5 d
& Normal machining conditions 06 02 6.4 635 | 2.38 28
Turning inserts g% Unfavourable machining conditions 0973 | 97 |9525| 397 | 44
CP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&HH SH& 080
M Oe GISIXIXINIO) @LY @)
K (@FEE AR
N QO O &
S Qo8B0 O &
H
M NN NN MMy Nx-—mmm — .—,_"‘.-J-
150 el a f [BrE@sSguadanenecesag Rl |ss
38833322258283/1833288222E2 |28
> > > > > > > > > > > >>>>>>>>> 5> ==
HEF CPMT060204-HF 0.4 | 0.1-1.5 |0.04-0.18 o o] o
CPMT060208-HF 0.8 | 0.1-1.5 |0.05-0.25 lo}
CPGT060202-SF 0.2 (0.05-2.00|0.05-0.25 o
CPGT060204-5F 0.4 |0.05-2.00|0.05-0.35 L]
CPGTO09T304-5F 0.4 |0.05-2.00|0.05-0.35
Finishing
Flat CPGWO060204 04 | 05-15 |0.05-0.40 o
Medium Cut
HM CPMTO09T304-HM 04 | 0.2-3.5 |0.05-0.35 L[]
Q CPMTO09T308-HM 0.8 | 0.2-3.5 |0.10-0.55 o]
.
Medium Cut
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
S*¥*.SCLPR/L C***.SCLPR/L
Kr: 95° Kr: 95°
ol
o
A348 A354
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A124




rositiveinserts  General turning

O Ideal machining conditions DC** L 1.C S d
€ Normal machining conditions 07 02 7.8 6.35 238 2.8
Turning inserts 4% Unfavourable machining conditions 1173 | 116 | 9525 | 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M o8 QO&BEBRO0S0O
K OBHBH
N [6]0)] @F+)
S QOBBB0O @F%)
H
MmNmNNmmNmej-—NLﬁm -—,.,,\F.—H
150 r e fo[ER@sEslesstee s @R o ol o
38338228 3338882 8/2E(2 |38
> > > > > > > > > > > >>>>>>>F55 |F>
AHF DCMT070204-AHF 04 | 02-25 |0.05-0.20 ] (SO } [
DCMT11T302-AHF 0.2 | 0.5-3.0 |0.05-0.15 (s ] [ oo
A5V | pcmT11T304-AHF 04 | 0530 [0.05030[ e - s
o DCMT11T308-AHF 0.8 | 0.5-3.0 |0.05-0.40 [ ] [ ] oo
Finishing
DCGT070202-SF 0.2 |0.05-1.50|0.05-0.15 o0
SF DCGT070204-SF 0.4 10.05-1.50|0.05-0.20 L]
E DCGT070208-SF 0.8 |0.05-1.50|0.05-0.30 [
DCGT11T302-SF 0.2 |0.05-2.00|0.05-0.15 o °
] DCGT11T304-SF 0.4 |0.05-2.00|0.05-0.20 o0
Finishing
DCGT11T308-5F 0.8 |0.05-2.00|0.05-0.30 [
e Exstock  © Ondemand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-5C SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
5 c V g y
A271 A272 A273 A308 A309 A310 A3
S***.SDQCR/L A***.SDUCR/L S***.SDZCR/L E***-.SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
n
o S
A336 A337 A338 A357
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366

A125

Turning

Milling

N

Drilling

O

Technical
Information

Index



General turning rositive inserts

O  Ideal machining conditions DCMT L 1.C 5 d
A €3 Normal machining conditions 07 02 7.8 635 | 2.38 28
Turning inserts g% Unfavourable machining conditions 1173 | 116 [9525] 3.97 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
) 55° P |IOOCO&BHEH SH& 080
o
£ S \ {7 M 0 ooassologslo
S - e
E K (@F R s
N 00 o
) S Qo8B0 O &
H
m NN DMy NH-—mmm — '—-—'."3
150 e oa, f [BrE@sSguadanenecesag Rl |ss
38338322858 3)133888232E2 a8
> > > > > > > > > > > >>>>>>>>> 5> ==
EF DCMT070202-EF 0.2 (0.06-1.50|0.03-0.11 o o
DCMT070204-EF 0.4 (0.08-1.50|0.05-0.17 ° L[]
E‘ ’ DCMT11T302-EF 0.2 |0.08-2.00|0.04-0.15 lo} [ ]
§ DCMT11T304-EF 0.4 (0.11-2.00|0.06-0.23 L] L[]
Finishing DCMT11T308-EF 0.8 |0.15-2.00|0.08-0.30 ] {3 ]
DCMT070202-HF 0.2 |0.06-1.50|0.03-0.11 o ]
HF DCMT070204-HF 0.4 |0.08-1.50|0.05-0.17 L[] L]
R D070 NE e B8 G0 TORI0N00 0. B B
C ‘“—g/ DCMT11T302-HF | 02 |008-200/004015| © & b
s g DCMT11T304-HF 0.4 |0.11-2.00|0.06-0.23 L] L] L[]
DCMT11T308-HF 0.8 [0.15-2.00|0.08-0.30 [ ] ]
XF DCMT070202-XF 0.2 | 0.5-1.5 |0.08-0.15 lo]
= DCMT070204-XF 04 | 05-1.5 |0.08-0.15(c
r= ‘ DCMT070208-XF 08 | 0515 |0.080.25 0
E DCMT11T304-XF 04 | 05-20 |0.08-0.15|¢0
Finishing DCMT11T308-XF 0.8 | 05-20 |0.08-0.25(|c
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-5C SDHCR/L-SC SDJCR/L-5C SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 937 Kr: 62°30'
c
© © .
S s
=
ﬁ g t“'q - 2 - ¥
= e - € e = ®
S***.SDQCR/L A**.SDUCR/L S***.SDZCR/L E***-SDQCR/L
E Kr; 107°30' Kr: 93° Kr: 85° Kr: 107°30'
i = / -
E = = h =
E
= A336 A337 A338 A357
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  AS501 Cutting data A366
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rositiveinserts  General turning

O Ideal machining conditions DMt L 1.C S d
€ Normal machining conditions 07 02 7.8 6.35 238 2.8
Turning inserts 4% Unfavourable machining conditions 1173 | 116 | 9525 | 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M o8 QO&EBO08B0
K OBHBH
N o0 @F+)
S QOBBB0O @F%)
H
MmNMNNmmNmNH'—Nmm -—m'—.—H
150 r | oa f [ER@sEslesste e @R o ol 58
2823302285 88/32888222E2 |28
SEEFEEEEFEEEEIEEEEEFEFEFE |
EM DCMT070204-EM 0.4 ]0.19-2.25|0.06-0.17 o e ]
DCMTO070208-EM 0.8 |0.38-2.25|0.08-0.23 ® O ]
' DCMT11T304-EM 0.4 ]|0.25-3.00|0.08-0.23 e e ]
DCMT11T308-EM 08 | 05-3.0 | 0.1-03 o e ]
Medium Cut
XM DCMT11T304-XM 04 1-2.5 0.15-03 | e
DCMT11T308-XM 0.8 1-25 |0.15-035]|e
@ DCMTIIT3I2-XM (12| 1-25 | 01504 (e
FrE . r( IOAOSNETINUSUUUIIN (SO WRTUTO Do . . . . . . ..
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-5C SDJCR/L-SC SDNCN-SC
o Keoo® o Ke93 Kr62°30° _oKeoo® | Kel07°30' ) Ke93° | Kr62°30'
(“‘q o) -~
= @ o, e @
A271 A272 A273 A308 A309 A310 A311
S¥*.SDQCR/L A***.SDUCR/L S***.SDZCR/L E***-SDQCR/L
2, KEIOT20 Kr: 93° K8 |l [REENGEDDY,
" A337 A338
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  A501 Cutting data A366
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General turning rositive inserts

O  Ideal machining conditions DCMT L 1.C 5 d
€3 Normal machining conditions 07 02 7.8 635 | 2.38 28
Turning inserts g% Unfavourable machining conditions 1173 | 116 [9525] 3.97 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
55° P |IOOCO&BHEH SH& 080
o
S A 7 M 06 ocoegasdogo
5 K (@FEE AR
| N 0o 08
) S Qo8B0 O &
H
m NN DMy NH-—Nmm — .—._"‘.3
150 e oa, f |epucgusdenunecegRRBoR2 58
38833322258283/1833288222E2 |28
> > > > > > > > > > > >>>>>>>>> 5> ==
HM DCMT070204-HM 0.4 (0.19-2.25|0.06-0.17 o e ° ] L[] [ ]
Q- 7 DCMT070208-HM 0.8 |0.38-2.25|0.08-0.23 L[] L] ] L[]
'-)/ DCMT11T304-HM 0.4 (0.25-3.00|0.08-0.23 0 e ® ] L[] L]
DCMT11T308-HM 08 | 05-30 | 01-03 ] L] L[] L[] °
Medium Cut
DCMT11T312-HM 1.2 | 0.6-3.0 |0.12-0.36 o le} o]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-SC SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
5 ?
A271 A272 A273 A308 A309 A310 A311
S***.SDQCR/L A***.SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30" Kr: 93° Kr: 85 Kr: 107°30"
T o
> v / 3
- - \r_, )
A336 A337 A338 A357
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  AS501 Cutting data A366
<
A128 IU_ I



rositiveinserts  General turning

O Ideal machining conditions DC** L 1.C S d
€ Normal machining conditions 07 02 7.8 6.35 238 2.8
Turning inserts 4% Unfavourable machining conditions 1173 | 116 | 9525 | 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M o8 QO&BEBRO0S0O
K OBHBH
N o0 @F+)
S QOBBB0O @F%)
H
MmNmNNmmNmej-—NLﬁm -—,.,,\F.—H
150 e | oa f |epeguecgevneeegRRBRC 55
2823302285 88/323888222E2 |28
SEEFEEEIFEEEIEEErrFEFEFE O |FF
Flat DCMW11T304 0.4 |0.5-5.0(0.05-0.20 o
DCMW11T308 0.8 |0.4-5.0| 0.1-04 (o]
&
Medium Cut
HR DCMT11T304-HR 04 1-4 0.1-0.3 o °
“ ; DCMT11T308-HR 0.8 1-4 10.12-0.35
/
E/ DCMT11T312-HR 12 |1.2-4.0/0.14-042
Roughing
DCGX070201-LC 0.1 ]0.3-4.0|0.05-0.10 ]
Lc DCGX070202-LC 0.2 |0.3-4.0|0.05-0.15 ] ]
@} DCGX070204-LC 04 |05-40| 0.1-03 L] [ ]
DCGX11T7T302-LC 0.2 |0.3-5.5|0.05-0.15 L] ]
Alum DCGX11T304-LC 04 |05-55| 0.1-03 ® °
Machining | peGX11T308-LC 08 [0.5-5.5]0.15-060 . .
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-5C SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30 Kr: 90° Kr: 107°30' Kr; 93° Kr: 62°30'
(.:-’ > -~
- ® o @ @&
A271 A272 A273 A308 A309 A310 A311
S***.SDQCR/L A***.SDUCR/L S***.SDZCR/L E***.SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
_
e
1/ P / 5
! =
o : \_/ &
A336 A337 A338 A357
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning rositive inserts

O  Ideal machining conditions DCGX L 1.C 5 d
€3 Normal machining conditions 07 02 7.8 635 | 2.38 28
Turning inserts g% Unfavourable machining conditions 1173 | 116 [9525] 3.97 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
55° P |IOOCO&BHEH SH& 080
o
S A 7 M 06 ocoegasdogo
s K (@FEE AR
| N 00 06
) S Qo8B0 O &
H
mmNmNNMMNmNHFNmm --‘.,,.,F.—""3
150 el oa f egﬂgmﬁﬂﬂ.‘i’;ﬂﬂeesﬁﬁﬁeﬂgﬂ 55
38833322258283/1833288222E2 |28
> > > > > > > > > > > >>>>>>>>> 5> ==
DCGX070202-LH 0.2 (0.3-4.0|0.05-0.15 ] [ ]
LH DCGX070204-LH 04 (0.5-4.0| 0.1-03 L] [ ]
/&% / | bcGx070208-LH 0.8 |0.5-4.0(0.15-0.60 o °
DCGX11T302-LH 0.2 |0.3-5.5]|0.05-0.15 L] L[]
Alum DCGX11T304-LH 04 (0.5-55]| 0.1-03 ] ]
Machining | nCGX11T308-LH 08 |0.5-5.5(0.15-0.60 ® °
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-5C SDJCR/L-S5C SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
n ol V (;1 y
A271 A272 A273 A308 A309 A310 A311
S***.SDQCR/L A***.SDUCR/L S**.SDZCR/L E***.SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
. |
A336 A337 A338 A357
System code A48 Grade selection A42 Technicalinfo * A501 Cutting data A366
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rositiveinserts  General turning

O Ideal machining conditions DPGT L 1.C S d
€ Normal machining conditions 07 02 7.8 6.35 238 2.8
Turning inserts 4% Unfavourable machining conditions 1173 | 116 | 9525 | 397 | 44
DP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M o8 QO&BEBRO0S0O
K OBHBH
N [6]0)] @F+)
S QOBBB0O @F%)
H
mmNMNNmﬂm‘NmmEFNmmg-—m;EE
|+ | |BBEEBEEEERE05EERRRERES 23
gggm mmmmmmmggmgmmzzz B |
D= D= D= D= D= D= e = e D= D = | D= D D= e 3= 3= 3= D) 3= > >
DPGT070202-SF 0.2 |0.05-2.00|0.05-0.15 ] [
DPGT070204-SF 0.4 10.05-2.00|0.05-0.30 L[] °
@ DPGT11T304-SF 0.4 |0.05-2.00| 0.1-03 [ ] .
DPGT11T308-5F 0.8 |0.05-2.00| 0.1-0.4 ] o
Finishing
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
S***_SDQPR/L S***.SDUPR/L C***.SDQPR/L
Kr: 107°30" Kr: 93° Kr: 107°30'
”
~M .Q =)
A349 A350 A356
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning rositive inserts

RC** & 1.C S d
08 03 8 8 3.18 3.36
10713 10 10 397 36
12 04 12 12 476 | 444
O Ideal machining conditions 16 06 16 16 635 | 55
€3 Normal machining conditions 20 06 20 20 6.35 6.5
TUfninQ inserts €%  Unfavourable machining conditions 25 07 25 25 794 | 77
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
7° P  OOO&B%E 8B O8I0
oILC [ M 08 008880080
Mﬁ“i K OBBB
N o0 o8
—
L S CO8BEBB0O Q€3
H
mmNMNNmmNmNH-—Nmmopmt—,_!
ISO a f E-lomuB S - BuDo2Sae 2l NsE
8RR 2228528188888882E2 |58
P> > >>>>>>>>>>>>>>>> > >
: RCMTO0803MO 0.5-3.0 |0.1-0.4 . ]
Bfa_s_’F RCMT10T3MO 0540 [0.1-05 o .
@ | rcmT120aMO 08-5.0 [0.1-06 o e e o
v RCMT1606MO 16 |0.1-0.8 e o o e
Medium Cut| RCMT2006MO 1.2-8.0 |0.1-1.0 L] L]
RCMT2507MO 1.4-10.010.1-1.2 o o
LH RCGX0803MO-LH 14 |0.2-05
OI I RCGX1204MO-LH 1.2-5.0 |0.2-06
Alum
Machining
® Exstock  © Ondemand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SRDCN SRGCR/L
A288 A289
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

RCMX L 1.C S d
08 03 8 8 3.18 3.36
10 03 10 10 3.18 44
12 04 T2 i 4 4.76 44
16 06 16 16 6.35 5.5
O Ideal machining conditions 20 06 20 20 6.35 6.5
€3  Normal machining conditions 25 07 25 25 7.94 7.2
Turning inserts g% Unfavourable machining conditions 32 09 32 32 9.52 10.2
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
7° P IOO0O&&GEE S 080
sl ‘r M 08 00B&&00s[0
SN T K 0BBG
A i
o [~ N 00 0B
L S QOBBa0 @)
H
MmNMNNmmNmNH'—Nmm ---,,,\'-.—H
IS0 a : 25325522952295’92&29221‘ 55
REREEREZR588828888822 |58
S5 EEEO|FF
RCMXO0803MO 0.5-4.0| 0.1-05 [ ]
Basic | RCMX1003MO 0.5-5.0| 0.1-0.6 °
; \ RCMX1204MO 1-6 0.1-0.8 [}
\ " RCMX1606MO 1-7 0.2-09 [} lo} o]
" RCMX2006MO 1-9 0.2-1.0 [} ]
Light
Roughing RCMX2507MO 2-10 |0.25-1.20 °
RCMX3209MO 2-13 |0.25-1.40 [ ]
Basic | RCMX2507MO-1 29 | 01-04
&/
Light
Roughing
Basic | RCMX3209MO-PV 3-12 | 01-04 o e
Light
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General turning rositive inserts

O  Ideal machining conditions SCMT L 1.C S d
A €3 Normal machining conditions 09 T3 | 9525 | 9.525 | 3.97 44
Turning inserts g% Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
) 9 P OOO&HH SH& 080
£ s M ;(? M o8 oosssooslo
= . 7 N o
E ~ AN ot 1 K oBae
. N 00 08
r L S S Qo8B0 O &
H
M NN DMy Nx-—mmm — .—,_"‘.-J-
150 e oa, f [BrE@sSguadanenecesag Rl |ss
38338322858 3)133888232E2 a8
> > > > > > > > > > > >>>>>>>>> 5> ==
AHF SCMTO09T304-AHF 0.4 | 05-3.0 |0.05-0.30 L] L] e}
. SCMTO09T308-AHF 0.8 | 0.5-3.0 |0.05-0.40 L] ] L[]
. -
L =
= —_—
Finishing
EF SCMTO09T302-EF 0.2 (0.07-2.00|0.05-0.15
SCMTO09T304-EF 0.4 (0.11-2.00|0.06-0.23
u SCMTO09T308-EF 0.8 [0.15-2.00|0.08-0.30
c Finishing
EM SCMTO09T304-EM 0.4 (0.25-3.00|0.08-0.23 al o L[]
—— SCMTO09T308-EM 08 | 05-30 | 0.1-03 LN °
= SCMT120404-EM 04 | 03-36 |0.09-0.27 1 O ]
c SCMT120408-EM 0.8 | 06-36 |0.12-0.36 o G [ ]
E Finishing SCMT120412-EM 1.2 |0.72-3.60|0.14-0.43 (o] L[]
XF SCMTO09T304-XF 04 | 05-20 |0.08-0.25|e
E SCMTO09T308-XF 0.8 | 05-20 |0.08-0.30|e lo]
D Finishing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
- HW Uncoated carbide
™ O
S
_E £ Tool holder
S
E L SSBCR/L SSDCN SSKCR/L SSSCR/L S***.SSKCR/L
= Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75°
A279 A280 A281 A282 A339
x
3]
=
=
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

O Ideal machining conditions SCMT L 1.C S d
€ Normal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 44
TI.II'!'IiI"Ig inserts 4% Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
90 P IOOO&BGE SERs Q&0
s g M 06 008860080
. o N L
~K D ot 111 K 0B88s
w il N 00 06
AT 'S s 008860 o)
H
MmNmNNmmNmNH'—Nmm — '—.—H
150 r | oa - ggﬂgmmi‘ﬂegﬂﬂeseaﬁﬁﬁﬂgﬂ 58
2823302285 88/32888222E2 |28
SEEFEEEEFEEEEIEEEEEFEFEFE |
HE SCMT09T302-HF 0.2 |0.15-2.00|0.05-0.15
: 7 SCMTO9T304-HF 0.4 10.11-2.00|0.05-0.23 [ ]
Q SCMTO9T308-HF 0.8 |0.15-2.00|0.05-0.30 L] ]
_—
Finishing
HM SCMTO09T304-HM 0.4 |0.25-3.00|0.08-0.23 ] [}
Y ““ SCMTO09T308-HM 08 | 05-3.0 | 0.1-03 L[] L]
ﬁ- SCMTIZ0004-HM = [04] 0336 100902718 e M= W BN W
SCMT120408-HM 08 | 0.6-3.6 |0.12-0.36 o ] L[] L]
Wt Gyt b s e DL, B ool M M Lo | O IO
SCMT120412-HM 1.2 10.72-3.60|0.14-0.43 L]
SCMTO09T304-XM 04 1-2.5 0.15-03 |o [o}
SCMTO09T308-XM 0.8 1-2.5 |0.15-035]|0 o]
SCMT09T312-XM 1.2 1-2.5 0.15-04 |o o
SCMT120408-XM 0.8 1-3.0 |0.15-035]|¢ o
Medium Cut
SCMT120412-XM 12 1-3.0 0.15-04 | o lo}
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
Tool holder
SSBCR/L SSDCN SSKCR/L SSSCR/L S***.SSKCR/L
Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75°
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N
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General turning rositive inserts

O  Ideal machining conditions SCH* L 1.C S d
€3 Normal machining conditions 09 T3 | 9525 9.525 | 3.97 | 44
Turning inserts g% Unfavourable machining conditions 1204 | 127 | 127 | 476 [5.55.56
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
90 P OOO&HH SH& 080
e g M 08 ocogasooslo
. 7 \ e
— N ad 1: 5 K (@FEorts]
v N 0o o8
r L s S Qo8B0 O &
H
mmNmNNMMNmNHFNmm --‘.,,.,F.—""3
150 r a f |[SEwmguwnilfolunocogRgduibln |5
i 388088352552828|3388823/25/2 |58
> > > > > > > > > > > >>>>>>>>> 5> ==
SCMTO09T304-HR 0.4 | 0.2-4.0 |0.05-0.40 o ° o]
. 'jR = SCMT09T308-HR 0.8 1-4 0.12-0.35 L[] L] ] L[]
@9 | scmrooT312-HR 12 | 12-40 [0.140.42 o
ey | scMT120404-HR 04 | 05-4.0 [0.05-0.50 o o
Roughing | SCMT120408-HR 0.8 | 1.248 |0.14-042 L]
SCMT120412-HR 1.2 |1.44-4.80|0.17-0.50 ]
LC SCGX09T304-LC 04 | 05-5.0 | 0.1-05
ﬁ SCGX09T308-LC 0.8 | 05-5.0 |0.15-0.60
(1._, £ SCGX120408-LC 0.8 1-7 0.15-0.60
Alum
Machining
@ Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SSBCR/L SSDCN SSKCR/L SSSCR/L S**.SSKCR/L
Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75°
S
A279 A280 A281 A282 A339
System code A48 Grade selection A42 Technicalinfo .* A501 Cutting data A366
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rositiveinserts  General turning

O Ideal machining conditions SCGX L 1.C S d
€ Normal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 44
Turning inserts 4% Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
%0 P IOOO&BGE SERs Q&0
oc =1 & M 06 0088B00B0
. / “ o
~D i K 0B88s
N > N Q0 o8
AT 3 s 008860 o)
H
MmNMNNmmNmNH'—Nmm -—m'—.—H
150 e | oa comcghalenenecog@RB R ISE
2823302285 88/323888222E2 |28
> > > > > > > > > > > >>>>>>>F55 |F>
LH SCGX09T302-LH 0.2 |0.5-4.0|0.05-0.15 (o} ]
f— SCGX09T304-LH 04 |05-40| 0.1-03 ]
a I . | SCGX09T308-LH 0.8 |0.5-4.0|0.15-0.60 ]
_——
SCGX120408-LH 0.8 |10.5-5.0|0.15-0.60 o ®
Alum
Machining
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SSBCR/L SSDCN SSKCR/L SSSCR/L S***.SSKCR/L
Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75°
A279 A280 A281 A282 A339
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  A501 Cutting data A366
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General turning rositive inserts

O  Ideal machining conditions SPMW L 1.C S d
€3 Normal machining conditions 09 T3 | 9525 | 9.525 | 3.97 44
Turning inserts g% Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
SP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
o P OOO&HH SH& 080
mc (= _g M o® oosasooslo
. o - e
~T\ ad I: | K OB
s N oo oo
r L S S Qo8B0 O &
H
mmNmNNMMNmNHFNmm ._m.—,_"‘-J-
IS0 el oa | f 9;23532295229922§22:‘.’Eﬂ 55
RERBREEZR5828288888(2E2 [aa
EFE>EF>>>>>>>>>>>>>>>FF |5
SPMW09T304 0.4 |0.5-4.0|0.1-04 o]
Flat | spmwosT308 08 |054.0[02-04 o
’ SPMW120408 08 1-6 |03-06 o
L
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
System code A48 Grade selection A42 Technical info A501 Cutting data A366
<
A138 g )



rositiveinserts  General turning

O Ideal machining conditions TBGH L 1.C S d
€ Normal machining conditions 06 01 687 | 397 1.59 2.2
Tl.ll'nil"lg inserts 4% Unfavourable machining conditions
TB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M O QO&BEBRO0S0O
K OBHBH
e N 00 0%
5 of— S QOBBB0O @F%)
H
MmNmNNmmNmej-—NLﬁm -—,.,,\F.—H
150 e | oa f |epeguecgevneeegRRBRC 55
38338228 3338882 8/2E(2 |38
> > > > > > > > > > > >>>>>>>F55 |F>
TBGHO060102L 0.2 |10.5-3.5|0.05-0.40 ° [ ]
TBGHO060104L 04 105-3.5|0.05-040 o [ ]
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning rositive inserts

TCGT & 1.C S d
A ©  ideal machining conditions 06T1 | 687 | 397 | 198 | 22
€ Normal machining conditions 09102 | 963 | 556 | 238 | 25
T“r“ing inserts €8  Unfavourable machining conditions 1103 n 635 | 318 | 28
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
-g P | OQOOSBDE 88 O8O0
= S
= M o8 COSBaa0080
K CL8B
” N oo e
7= S COBBB0O 08
B :
MmNmNNmmNmNH-—Nmmot—-m'—-—H
= | v | BEERARIEERATEERRRRAEAS s
R seanRBlR8R2888|zEz a8
3 3> 3= 3 5 > 3 3= 3= > > |3 > > > > > >|>>|> |ZF
TCGTO6T102-SF 0.2 |0.05-2.00|0.05-0.15 ®
E\ SF TCGT090202-SF 0.2 |0.05-2.00|0.050.15 o {s]
% TCGT090204-5F 0.4 |0.05-2.00| 0.1-0.3 ®
é TCGT090208-SF 0.8 |0.05-2.00|0.10-0.35 ®
TCGT110302-SF 0.2 |0.05-2.00|0.05-0.15 [s]
Finishing | TCGT110304-SF 0.4 |0.05-2.00( 0.1-03 e |eo
TCGT110308-SF 0.8 |0.05-2.00|0.10-0.35 {s]
c ® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
o Tool holder
c
= STGCR/L E***.STFCR/L
a Kr:91° Kr: 90°
=
=2
D A285 A361
G
™ O
o
£ E
¥ 0
@
b= e
x
[
=
=
System code A48 Grade selection A42 Technical info A501 Cutting data A366
g
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rositiveinserts  General turning

TCMT L 1.C S d
@ Ideal machining conditions 0902 | 963 | 556 | 238 2.5
€ Normal machining conditions 1102 n 6.35 | 238 28
Turning inserts &% Unfavourable machining conditions 1673 | 165 | 9525 | 397 | 44
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P [OCOOSBBE S8 o880
m 08 0O8EH0080
K CBL8B
od | N 00 )
7’ S C088BR0O o8
H
mmwawmmNmm‘ﬁ-—Nmmgu—m;-—E
- | | ¢ [BgEERRZEEREzEERRAREEAS st
PR e RRRB8R88R8=zzz |68
3 > > 3 3 > > > > > > >3 > > > > > >> 5> |> >
AHF TCMT110204-AHF 0.4 0.05-0.30 L] L]
TcmT110208-AHF | 08 | 0225 | 0104 |
é TCMTI6T304AHF | 04 | 0530 (005030
” " | TCMT16T308-AHF 0.8 .5-3. 0.1-04
T e [ e = S0 Qo A0S OOV DN SO
TCMT090202-HF 0.2 10.06-1.70|0.03-0.13 L] e}
TCMT090204-HF 04 | 0.1-1.7 |0.05-0.19 {s] [
HF TCMTO090208-HF 0.8 |0.15-1.70|0.10-0.25 (s}
“ TCMT110202-HF 0.2 |0.08-2.00|0.05-0.20 ®
. TCMT110204-HF 04 | 0.1-20 |0.05-030 [ ] (s
TITIE TCMT110208-HF 0.8 | 0.1-2.0 |0.05-035 L] L[]
Finishing
TCMT16T304-HF 0.4 10.11-2.00|0.05-0.23 (o] [ ]
TCMT16T308-HF 08 | 0235 |0.05-030
XF TCMT090204-XF 04 | 05-1.5 |0.08-0.20|®
TCMT110202-XF 02 | 05-2.0 |0.08-0.15 o
A TCMT110204-XF 04 | 0.5-20 |0.08-020|»
TCMT110208-XF 08 | 05-25 |0.08-025|e
Finishing | TCMT16T304-XF 04 | 05-25 |0.08-020|»
TCMT16T308-XF 0.8 | 05-25 |0.08-025|»
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S¥*_STFCR/L E***.STFCR/L
Kr: 90° Kr:91° Kr: 91° Kr: 60° Kr:91° Kr: 90°
e
=
Systemcode . A48 Grade selection .~ A42 Technicalinfo .~ AS501 Cutting data A366
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General turning rositive inserts

TCMT L 1.C S d
0902 | 963 | 556 | 238 25
11 02 11 6.35 | 2.38 2.8

©  ideal machining conditions

€ Normal machining conditions

Turning inserts & Unfavourable machining conditions 1673 | 165 |9525) 397 | 44
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P | OQOOSBDE 88 O8O0
: M 06 cooasdoslo
K CL8B
- N oo oo
7’ S COBBB0O (@F}
H
mmNmNNmmNmNH'—NmeFm'—'—H
150 r | a, f (B3R ang22BNBS8LRRShRb 52
BEREEREZRE2388888882%2 a8
> > > > > > > > > > > >|> > > > > > >|> >|>  |> >
TCMT090202-EF 0.2 (0.06-1.70|0.03-0.13
EF | Tcmrosozoakr | 04 | 0117 |005019|
\, | ToMTio2026F | 02 | 0220 |o0s013)
TCMT110204-EF 04 | 0.2-2.0 |0.05-0.20 [ ]
b TCMT16T304-EF 04 | 03-3.0 |0.05-0.23 [ ]
TCMT16T308-EF 0.8 | 03-3.0 | 0.1-04 L[]
EM TCMT090204-EM 0.4 (0.19-2.25|0.06-0.17 L[]
TCMT110204-EM 0.4 | 0.2-2.7 |0.05-0.30 [ ]
A TCMT110208-EM 0.8 | 0.8-2.7 |0.08-0.30 L[]
TCMT16T304-EM 0.4 (0.25-3.00|0.08-0.23 ] ]
Medium Cut
TCMT16T308-EM 0.8 | 05-3.0 | 0.103 LN ] °
XM TCMT16T304-XM 04 1-3.0 0.15-03 (o lo]
TCMTI6TI08XM | 08 | 130 [015035/0
A TCMTIETIIZXM | 12| 130 [01504 |0
Medium cm - PSSP TSI SPSARRIN FOPTSISTSUSIPRIRRS IR,
@ Exstock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S**.STFCR/L E***-STFCR/L
JKeoo® L Keot® L Keo1 | KeeOt  Keo1”® ) Km0
f//
=7
.
Systemcode . A48 Grade selection .~ A42 Technicalinfo *  AS501 Cutting data A366
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rositiveinserts  General turning

TC** L 1.C S d
09 02 9.63 5.56 2.38 25
O Ideal machining conditions 1102 11 6.35 2.38 28
€3  Normal machining conditions 1613 16.5 [ 9.525 | 3.97 44
Turning inserts 4% Unfavourable machining conditions 22 04 22 127 | 476 | 55
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P [OOOBBE D8 o880
S
M (@13 QO&BEBa008B0
K osee
gl 1 N 00 o8
7°F S Co8880 o8
H
fae) NNy DN N‘?‘*J)-—Nmm - '-.—E
IS0 e | a f BESHBESs L3R ecRRa PR S
2883802225 83/33888222E5(2 |28
SESFFEEEFFEEEEFErErErEEERE O|FF
Flat TCMW16T308 08 | 05-5.0 |0.05-060 )
=
L
Medium Cut
TCMT090204-HM 0.4 ]0.19-2.25|0.06-0.17 [ ] [ ] [ ] L[]
HM TCMT090208-HM 0.8 |0.38-2.25|0.08-0.23 (o} (e} o
TCMT110204-HM 04 | 0.2-2.7 |0.07-0.20 ® ] ° L[]
=2 TCMT110208-HM 08 | 05-27 | 0.1-03 L] L[] [}
V—
TCMT16T304-HM 0.4 |0.25-3.00|0.08-0.23 L] L[] L] ]
Medium Cut
TCMT16T308-HM 08 | 05-3.0 | 0.1-03 L] [ 3 L] ]
TCMT16T312-HM 1.2 | 0.6-3.0 (0.12-0.36 [o} [}
TCMT090204-HR 04 | 05-3.0 | 0.1-03 [o}
TCMTO090208-HR 0.8 | 0.5-3.5 |0.08-0.50 [s} o
HR TCMT110204-HR 04 | 05-3.0 | 0.1-04 [}
o TCMT110208-HR 0.8 1-4 0.1-0.5 L[]
s | TCMT16T304-HR 04 | 0540 | 0.1-04 L[]
Roughing | TCMT16T308-HR 0.8 1-4 0.12-0.35 L[]
TCMT16T312-HR 12 | 1.2-4.0 |0.14-042
TCMT220408-HR 08 | 1.2-48 |0.14-042 L[]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S¥*.STFCR/L E***.STFCR/L
Kr: 90° Kr:91° Kr:91° Kr: 60° Kr: 91° Kr: 90°
e -
o -
=
A283 A284 A285 A286 A341 A361
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General turning rositive inserts

O  Ideal machining conditions TCMT L 1.C S d
€3 Normal machining conditions 22 04 22 12.7 | 476 5.5
Tl.lrl"ling inserts g% Unfavourable machining conditions
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&HH SH& 080
S M @1 GISIXIXINIO) @LY @)
K (@FEE AR
A N oo oo
7°F= S OO0BHBLEO O &
H
mmNmNNMMNmNHFNmm ._m.—,_"‘-J-
150 rla | f BEES@RSdeswoScesdRBnlosE
38338322858 3)133888232E2 a8
> > > > > > > > > > > >>>>>>>>> 5> ==
TCMT220408 0.8 |1.2-4.8|0.14-042 [ ]
Basic
f )
L
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
System code A48 Grade selection A42 Technical info A501 Cutting data A366
<
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rositiveinserts  General turning

TCGX L 1.C S d
©  Ideal machining conditions 09002 | 963 | 556 | 238 | 25
€2 Normal machining conditions 11 02 L 6.35 | 2.38 28
Turning inserts &% Unfavourable machining conditions 1673 | 165 | 9525 | 397 | 44
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOSBHE 88 @]1@)
: m 08 00886000
K CBHBB
ad N o0 o8
7= S 0088 B0O o8
H
o L=
50 | w| ¢ |BoogRpBRsgafsessssgngs oo
2Bggyz52022228585m252 28
TCGX090202-LC 0.2 103-4.0|0.05-0.15 [ ] [

LC TCGX090204-LC 04 |05-40( 0103 [ [
TCGX110202-LC 0.2 |0.3-5.0(0.05-0.15 L ]
TCGX110204-LC 0.4 |0.5-5.0| 0.1-03 [ ] ®
TCGX110208-LC 0.8 |10.5-5.0|0.15-0.60 . [

Ma’tmng TCGX16T304-LC 04 |05-7.0| 0.1-03 °
TCGX16T308-LC 0.8 |0.5-7.0|0.15-0.60 [ [
TCGX090202-LH 0.2 10.3-4.0|0.05-0.15 o ]
TCGX090204-LH 04 |1054.0| 0.1-03 ®

LH TCGX110202-LH 0.2 |0.3-5.0|0.05-0.15 s} [

p .‘ . TCGX110204-LH 0.4 |0.5-5.0( 0.1-03 [

s’ | TCGX110208-LH 0.8 |0.5-5.0(0.15-060 [

Alum TCGX16T302-LH 0.2 |10.5-7.0|0.05-0.15 ®

Machining | y¢GX16T304-LH 04 [05-70| 0.1-03 o
TCGX16T308-LH 0.8 |0.5-7.0(0.15-0.60 (o] [

® Ex stock © On demand HC' Coated carbide

HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S* . STFCR/L E***-STFCR/L
Kr: 90° Kr: 91° Kr: 91° Kr: 60° Kr: 91° Kr: 90°
(> @ 2 =
A283 A284 A285 A286 A341 A361
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General turning rositive inserts

O  Ideal machining conditions TPGH L 1.C 5 d
€3 Normal machining conditions 0902 | 963 | 556 | 2.38 28
Turning inserts g% Unfavourable machining conditions 11 03 11 635 | 318 | 3.8
TP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&HH SH& 080
M Oe GISIXIXINIO) @LY @)
K (@FEE AR
dT e N oo oo
i 3 008BR0 o8
H
M NN DMy Nx-—mmm — .—,_"‘.-J-
150 Plw | F [BEBSEEASS BLEce RS n R lsE
38833322258283/1833288222E2 |28
> > > > > > > > > > > >>>>>>>>> 5> ==
TPGH090202L 0.2 (0.2-3.0|0.05-0.15 ] e e
TPGH090204L 0.4 (0.2-3.0|0.05-0.30 L] e e
TPGH110302L 0.2 (0.2-3.5|0.05-0.15 L] e e
Super TPGH110304L 04 |0.2-3.5|0.05-0.30 L] e e
Finishing
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

O Ideal machining conditions TPGT L 1.C S d
€ Normal machining conditions 0902 | 963 | 556 | 2.38 2.5
Turning inserts 4% Unfavourable machining conditions 11 03 11 635 | 318 | 28
TP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M o8 QO&BEBRO0S0O
K OBHBH
ol N 00 o)
i 3 008HBO 0D
H
m NN N Ng-—mmm — .—,_H
150 r e fo[ER@sEslesstee s @R o ol o
38338228 3338882 8/2E(2 |38
SEEFEEEIFEEEIEEErrFEFEFE O |FF
TPGT090202-5F 0.2 |0.05-2.00|0.05-0.15 °
SF TPGT090204-5F 0.4 10.05-2.00|0.05-0.25 o] L[] °
TPGT090208-5F 0.8 |0.05-2.00|0.05-0.35 [ ]
TPGT110302-SF 0.2 |0.05-2.00|0.05-0.15 ]
] TPGT110304-5F 0.4 ]|0.05-2.00|0.05-0.25 o
Finishing
TPGT110308-5F 0.8 |0.05-2.00|0.05-0.35
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
S***_STUPR/L C***.STUPR/L E***-STFPR/L
Kr:93° Kr: 93° Kr: 90°
A351 A360 A362
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning rositive inserts

VBMT i 1.C S d
O ideal machining conditions 1102 1 635 | 238 28
€ Normal machining conditions 1103 1 635 | 3.18 28
Turning inserts & Unfavourable machining conditions 1604 | 165 [9525| 476 | 44
VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P | OQOOSBDE 88 O8O0
M @1%) COSBaa0080
K CL8B
N o0 o8
S COBBB0O (@F}
H
mmNmNNmmNmNH'—NmWQ"'mF'—H
IS0 rloa enPRARZlER22|I2EERaRSERE |58
BEREEREZRE2388888882%2 a8
> > > > > > 3 > > > > >|> > > > > > >|> >|>  |> >
AHF VBMT160404-AHF 04 | 0.2-3.0 |0.05-0.30 L] ]
VBMT160408-AHF 008040 o
o |
) B M e T . ” L L
EF VBMT110302-EF 0.2 |0.06-1.70|0.03-0.13 L]
VBMT110304-EF 04 | 0.1-1.7 |0.05-0.19 [ [ ]
i& VBMT110308-EF 0.8 |0.13-1.70|0.07-0.26 [ ]
VBMT160404-EF 04 | 0.1-1.8 |0.05-0.20 ° L[]
Finishing | VBMT160408-EF 0.8 |0.14-1.80|0.07-0.27 ] [ ]
VBMT110202-XF 0.2 | 05-2.0 |0.08-0.20 a
XF VBMT110204-XF 04 | 05-2.0 |0.080.20| @
VBMT110302-XF 0.2 | 05-2.0 |0.08-0.20 o]
ﬁ B St A R T T I e~ WS DS SO S - - - - u -
VBMT110304-XF =~ | 04 )| 0520 0080208 ]
;S VBMT160404-XF 04 | 05-25 |0.080.20|®
Findshig: oo e kol L SRR SR SRR SRR SRR RS SR SRR UL
VBMT160408-XF 0.8 | 05-25 |0.08-0.25|e
@ Exstock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SVIBR/L SVABR/L SVVBN S***-SVQBR/L S***.SVUBR/L S**.SVXBR/L
JKeo3® [ Ke9ot | Ke72°80° | Ke107°30° ) Ke93® ) Ke93°
i
System code A48 Grade selection A42 Technicalinfo * A501 Cutting data A366
l < l
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rositiveinserts  General turning

O Ideal machining conditions vB** L 1.C S d
€ Normal machining conditions 11 02 L 6.35 238 2.8
Turning inserts 4% Unfavourable machining conditions 1604 | 165 | 9525 | 476 | 44
VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M o8 QO&BEBRO0S0O
K OBHBH
N o0 @F+)
S QOBBB0O @F%)
H
m NN N Ng-—mmm — .—,_H
150 e | oa f |epeguecgevneeegRRBRC 55
38338228 3338882 8/2E(2 |38
SEEFEEEIFEEEIEEErrFEFEFE O |FF
HE VBMT110202-HF 0.2 |0.2-2.0|0.05-0.15
VBMT110204-HF 04 |0.2-2.0|0.05-0.35 o]
ﬁ.&iﬂ VBMT110208-HF 0.8 |0.2-2.0|0.05-0.40
Finishing
NE VBET160404-NF 0.4 ]0.2-3.0|0.05-0.30 o]
VBET160408-NF 0.8 |]0.2-3.0|0.08-0.40
Finishing
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
SVJBR/L SVABR/L SVVBN S*¥_SVQBR/L S**.SVUBR/L S***_SVXBR/L
Kr: 93° Kr: 90° Kr: 72°30' Kr: 107°30' Kr; 93° Kr: 93°
1= i A
A274 A275 A276 A345 A346 A347
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning rositive inserts

O  Ideal machining conditions VBGT L 1.C 5 d
€3 Normal machining conditions 11 03 11 635 | 3.8 2.8
Tl.lrl'ling inserts g% Unfavourable machining conditions
VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&HH SH& 080
M @1 GISIXIXINIO) @LY @)
K (@FEE AR
N QO O &
S Qo8B0 O &
H
M NN DMy Nx-—mmm — .—,_"‘.3
150 e oa, f [BrE@sSguadanenecesag Rl |ss
38338322858 3)133888232E2 a8
> > > > > > > > > > > >>>>>>>>> 5> ==
SF VBGT110302-SF 0.2 |0.05-2.00|0.05-0.15 O o|e
VBGT110304-SF 0.4 |0.05-2.00|0.05-0.20 o|e
@
Finishing
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SVIBR/L SVABR/L SVVBN S***.SVXBR/L
Kr: 93° Kr: 90° Kr: 72°30' Kr; 93°
A274 A275 A276 A347
System code A48 Grade selection A42 Technicalinfo .~ A501 Cutting data A366

A150

>

=

C

C-

c

T



rositiveinserts  General turning

O Ideal machining conditions

VB** L 1.C S d

€ Normal machining conditions 11 03 1 6.35 3.18 2.8
Turning inserts 4% Unfavourable machining conditions 1604 | 165 | 9525 | 476 | 44
VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M o8 QO&BEBRO0S0O
K OBHBH
N o0 @F+)
S QOBBB0O @F%)
H
m NN ™M Moy NE-—Nmm —_ F.—H
150 r | oa - gﬁﬂgmmi‘ﬂsﬁﬂﬂeseaﬁﬁ?ﬂgﬂ 58
2823302285 88/32888222E2 |28
> > > > > > >>> |F>
NGF VBET160408-NGF 0.8 | 0.2-3.0 |0.08-0.30 [ ]
VBET160412-NGF 12 | 0.2-3.0 | 0.1-04 L[]
¥
Finishing
EM VBMT110304-EM 0.4 |0.15-2.00|0.07-0.20 L[] °
VBMT110308-EM 0.8 | 0.2-2.0 |0.09-0.27 (o] L] ]
<& | vemricosoaem |04 023270007020 e
VBMT160408-EM 0.8 |0.45-2.70|0.09-0.27 [ ] ]
R A M- ettt ol hoblidebeecl ekl | ... .. = . W
HM VBMT160404-HM 0.4 ]|0.23-2.70|0.07-0.20 L] [ ] ]
VBMT160408-HM 0.8 |0.45-2.70|0.09-0.27 L] L[] ® 00 L] o]
s kst a3t 208 it bl it Bl | .. SRR < S Al D R
S | VBMT160412-HM 1.2 10.54-2.70|0.11-0.32 L]
Medium Cut
XM VBMT160404-XM 04 1-25 |0.15-0.25|e o
VBMT160408-XM 0.8 1-2.5 0.15-03
= | BMT160412-XM 12| 125 [0.15035|e
Medium Cut|
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
SVJBR/L SVABR/L SVVBN S**_SVQBR/L S*¥**.SVUBR/L S*¥#*.SVXBR/L
oKeo3 f Ke90® ) Ke72°30° ) Ke107°30° ) Ke93° | Kr93®
= -
A274 A275 A276 A345 A346 A347
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366
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General turning rositive inserts

O  Ideal machining conditions VBMT L 1.C S d
€3 Normal machining conditions 1604 | 165 [ 9525 | 476 44
Tl.lrl'ling inserts g% Unfavourable machining conditions
VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&HH SH& 080
M @1 GISIXIXINIO) @LY @)
K (@FEE AR
N QO O &
S Qo8B0 O &
H
12) NN NN MMy NH-—Nmm — .—,_"‘.-J-
150 e oa, pricgnadenaneceg g B R s
38338322858 3)133888232E2 a8
> > > > > > > > > > > >>>>>>>>> 5> ==
HR VBMT160404-HR 04 | 05-3.0 | 0.103 [ ] °
VBMT160408-HR 0.8 | 0.9-36 |0.11-0.32 (o} L]
—
=" | VBMT160412-HR 1.2 |1.08-3.60|0.13-0.38 (] .
Roughing
SNR VBMT160408-SNR 08 | 0540 | 01-03
VBMT160412-SNR 1.2 | 0540 | 0306 [ ] o 0
-
Roughing
® Exstock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SVIBR/L SVABR/L SVVBN S***.SVQBR/L S**.SVUBR/L S***_SVXBR/L
Kr: 93° Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93° Kr: 93°
A274 A275 A276 A345 A346 A347
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A152

>
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rositiveinserts  General turning

O Ideal machining conditions VCGT L 1.C S d
€ Normal machining conditions 11 03 L 6.35 3.18 2.8
Turning inserts 4% Unfavourable machining conditions 1604 | 165 | 9525 | 476 | 44
VC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P IOOO&BGE SERs Q&0
M o8 QO&BEBRO0S0O
K OBHBH
N [6]0)] @F+)
S QOBBB0O @F%)
H
MmNmNNmmNmej-—NLﬁm -—,.,,\F.—H
150 vl oa f |epeguecgevneeegRRBRC 55
38338228 3338882 8/2E(2 |38
> > > > > > > > > > > >>>>>>>F55 |F>
HE VCGT110304-HF 04 | 0.2-2.0 |0.05-0.30 (o}
Finishing
NE VCGT160408-NF 08 | 02-20 | 0.1-04 ®
Finishing
SF VCGT110302-5F 0.2 |0.05-1.00|0.05-0.15 ]
VCGT110304-5F 0.4 |0.05-1.00|0.05-0.25 o [ ] (o}
@ VCGT160404-SF 0.4 |0.05-1.50|0.05-0.25 L]
Finishing
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?® Coated cermet
HW Uncoated carbide
Tool holder
SVVCN SVICR/L SVACR/L-SC SVICR/L-SC S***_SVQCR/L S**_S\VUCR/L C***.SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30' Kr: 93° Kr: 107°30"
- g /
A277 A278 A312 A313 A343 A344 A363
C***.SVUCR/L
. Km93®
T A4
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A153
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General turning rositive inserts

VICGX i 1.C S d
©  ideal machining conditions nos 11 635 | 318 | 28
€ Normal machining conditions 1608 | 166 | 9525 | 476 | 44
T“r“inngi"ing inserts €8  Unfavourable machining conditions 22 05 22 127 | 556 | 55
VC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P | OQOOSBDE 88 O8O0
M @1%) COSBaa0080
K CL8B
N o0 o8
S COBBB0O 08
H
MmNmNNmmNmNH-—Nmmot—-m'—n—H
IS0 r a, f e;ggmmﬂﬁe;ﬂﬂeesﬁmﬁoﬂﬁﬂ 55
BEREEREZRE2388888882%2 a8
> > > > > > > > > > > >|> > > > > > >|> >|>  |>= >
VCGX110301-LC 0.1 |0.3-3.0]|0.05-0.10 [ ] L[] L[]
VCGX110302-LC 0.2 |0.3-3.0]|0.05-0.15 [ ] o ]
L VCGX110304-LC 04 |0.5-3.0] 0.1-03 [ ] [ ]
" ar , | VCGX110308-LC 0.8 1-3 0.1-05 [ ] [}
VCGX160404-LC 04 |0.5-5.0] 0.1-03 [ ] L[]
Alum VCGX160408-LC 0.8 | 0.5-5.0]|0.15-0.60 ] L[]
Machining [*ycGx160412-LC 12 |05-5.0]0.15-0.80 o o
VCGX220530-LC 3 |0.5-7.0]0.25-1.00 [ ] [s I
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SVVCN SVICR/L SVACR/L-5C SVJCR/L-SC S***.SVQCR/L S***.SVUCR/L C***.SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr; 93° Kr: 107°30' Kr: 93° Kr: 107°30"
A277 A278 A312 A313 A343 A344 A363
C***.SVUCR/L
Kr:93° )
"/
\
A4 ]
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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>

ZCC-CT



rositiveinserts  General turning

VCGX L 1.C S d
11 02 11 6.35 2.38 28
O Ideal machining conditions 1103 11 6.35 3.18 28
€3  Normal machining conditions 1604 | 166 [ 9.525 | 4.76 44
TurninglMiIIing inserts 4% Unfavourable machining conditions 22 05 22 127 | 556 | 55
VC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P [OOOBBE D8 o880
M (@13 QO&BEBa008B0
K osee
N @)@ o
S Co8880 o8
H
mmNmNN’"""NmNH-—Nmm -—.-«-.-—-—E
IS0 e | a f BESHBESs L3R ecRRa PR S
388383222 833382882 8/2E(2 |28
SESFFEEEFFEEEEFErErErEEERE O|FF
VCGX110204-LH 04 |0.5-3.0| 0.1-03 L] °
VCGX110301-LH 0.1 ]0.5-3.0|0.05-0.10 e e
VCGX110302-LH 0.2 |0.3-3.0|0.05-0.15 ° [ Je]
LH VCGX110304-LH 04 |05-3.0| 0.1-03 L[] °
e VCGX110308-LH 0.8 |0.5-3.0|0.15-0.60 o ]
VCGX160402-LH 0.2 |0.5-5.0|0.05-0.10 L] ®
Alum VCGX160404-LH 04 |0.5-5.0| 0.1-03 L] ]
Machining
VCGX160408-LH 0.8 |]0.5-5.0|0.15-0.60 ® ]
VCGX160412-LH 1.2 |0.5-5.0(0.15-0.80 o °
VCGX220530-LH 3 |0.5-7.0|0.25-1.00 o [ Je]
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
SVVCN SVJCR/L SVACR/L-SC SVJCR/L-SC S***_SVQCR/L S***_SVVUCR/L C***.SVQCR/L
Kr: 72°30' Kr: 937 Kr: 90° Kr: 93° Kr: 107°30' Kr; 93° Kr: 107°30'
A277 A278 A312 A313 A343 A344 A363
C***.SVUCR/L
kro3
- /
T A4
System code A48 Grade selection .~ A42 Technical info A501 Cutting data A366

A155

Turning

Milling

N

Drilling

O

Technical
Information

Index



General turning rositive inserts

O  Ideal machining conditions VCMT L 1.C 5 d
A €3 Normal machining conditions 1103 11 635 | 3.8 28
Turning inserts g% Unfavourable machining conditions 16 04 16 | 9525]| 476 | 44
VC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
) P OOO&HH SH& 080
T M Oe GISIXIXINIO) @LY @)
S
= K (@FEE AR
N QO O &
S Qo8B0 O &
H
mmNmNNMMNmNHFNmm --‘.,,.,F.—""3
150 el oa f egﬂgmﬁﬂﬂ.‘i’;ﬂﬂeesﬁﬁﬁeﬂgﬂ 55
38833322258283/1833288222E2 |28
> > > > > > > > > > > >>>>>>>>> 5> ==
XF VCMT110302-XF 0.2 |0.5-2.0|0.08-0.20 o]
VCMT110304-XF 04 (0.5-2.0|0.08-0.20| @
E‘ e VCMT110308-XF 0.8 (0.5-2.0|0.08-0.25| e
§ VCMT160404-XF 04 |0.5-25]|0.08-020| e
Finishing VCMT160408-XF 0.8 (0.5-2.5|0.08-0.25| e
EF VCMT160404-EF 0.4 |0.5-2.5|0.05-0.20 [ ]
—_—l
c Medium Cut
EM VCMT160404-EM 0.4 |0.5-2.5|0.05-0.35
VCMT160408-EM 0.8 [0.5-2.5|0.10-0.45
(=)]
L
= Medium Cut
j -
()
XM VCMT160412-XM 1.2 | 1-25 |0.15-0.35| o lo]
Medium Cut |
D ® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
- HW Uncoated carbide
™ O
=
£E
¥ o
@
b= e
x
3]
=
=
System code A48 Grade selection A42 Technicalinfo * A501 Cutting data A366
<
A156 _

ZCC-CT



Positive inserts  General tu rning

Tool holder

C***.SVQCR/L

SVJCR/L

SVACR/L-SC

SVJCR/L-5C

S***.SVQCR/L

S***-SVUCR/L

Kr: 107°30'

SVVCN
Kr: 72°30'

Kr: 93°

Kr: 90°

Kr: 93°

Kr: 107°30'

Kr: 93°

A278

A313

A343

A363

A277

C***-SVUCR/L
kr93®

&

A364

System code

A48

Grade selection *

Ad2

Technicalinfo

Cutting data

A366
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General turning 1socode

— PCBN & PCD inserts

@)

N G A

12 04 08 T 020

20 -

2

(W)

1 2 3 4 5 6 7 8 9 10 By 12
Insert shape Clearance angle Tolerance class
] efe] O R EZ 0 !
LG
D E H O Code I.C [mm] m [mm] S [mm]
C h ~ D AT A +0,025 +0,005 40,025
C +0,025 +0,013 40,025
K L I:l M ‘ E +0,025 +0,025 +0,025
- E ¢ E F 40,013 +0,005 40,025
) Q . . A 20° 2° G +0,025 +0,025 +0,130
H 40,013 +0,013 40,025
' J +0,05-0,15 +0,005 40,025
v w Z Special = ~l}>r3o« e K +0,05-0,15 40,013 40,025
L +0,05-0,15 +0,025 40,025
M +0,05-0,15 +0,08-0,20 +0,130
i E O Spedial N 40,05-0,15 +0,08-0,20 +0,025
u +0,08-0,25 +0,13-0,38 +0,130
1 2 3
Fastening features (metric) Cutting edge length | [mm]
Insert shape Insert shape
> 65° 1.C Q
A : o | [ HTH AL S
C D 5 T Vv W
> 65° 3,97 06
C N U] 5,0
5,56 09
Q = 65° " = 65° 6,0
| | J 6,35 06 07 1 1
8,0
X Spedial 9,525 09 11 09 16 16 06
10,0
12,0
127 12 15 12 22 22 08
15,875 16 15 27
16,0 19
19,05 19 19 33
20,0
25,0 25 25
25,4 25
31,75
32
4 5

A158




150 code - PCBN & PCDinserts - Ge@neral turning

Insert thickness S [mm] Nose radius r [mm] Cutting edge profile
7;_|<_>| Js_r_ﬁ —r/\ Code Cutting edge ‘ Insert shape
T i

Code | S Code | s Code | r E Rounding T
02 2,38 06 6,35 00 -
T2 2,58 T6 6,75 02 0,2
03 318 07 7.94 04 04 F Sharp edge T
T3 397 09 9,52 08 0,8
04 4,76 T9 9,72 12 1,2
T4 496 1 11,11 16 16
05 5,56 12 12,70 20 20 J Chamfe m
T5 5,95 24 2.4
32 32
X Special S Chamfer + Rounding m
MO Round inserts
6 7 8
Chamfer width b [mm] Chamfer angle a Cutting edges
b Code Form
W W“
Code ‘ b Code | a 1 O
010 0,10 05 5°
015 0,15 10 10° P
020 0,20 15 15° 2 ®
025 0,25 20 20°
030 0,30 25 25°
035 0,35 30 30° 3 i :
040 0,40
045 0,45
050 0,50
100 1,00 4 @
200 2,00
9 10 11
Extra
Code Description
w Wiper
HS Full face single brazed CBN insert
M Solid CBN with clamping dimple
CB Chip breaker (CBN)
MED Chip breaker, fine — medium (PCD)
ROF Chip breaker, medium - roughing (PCD)
L (L/R) Full-edge tipped (PCD)

12
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General turning  rcen&pcpinserts

O  Ideal machining conditions CNGA L 1.C S d
€3 Normal machining conditions 1204 | 129 | 127 | 476 | 5.16
Turning CBN inserts g% Unfavourable machining conditions
CN** negative insert BL (CBN) BC (CBN) BH (CBN)
g 7
a1c ; K o
od { N
Eﬂ slo
H| O©G&% Ok
(SRR
ISO r a, f |[EE8A 2N E
gogg |8§8 o
CNGA120402501020-2 0.2 |0.08-0.50|0.05-0.15 (s (s}
CNGA120402501225-2 0.2 |0.08-0.50|0.05-0.15 ] (]
CNGA120404E-2 0.4 |0.08-0.50|0.05-0.20| o s}
CNGA120404501020-2 0.4 |0.08-0.50|0.05-0.20 L O o
CNGA120404501225-2 0.4 |0.08-0.50|0.05-0.20 [ ] ]
CNGA120408E-2 0.8 |0.08-0.50|0.05-0.25| o
CNGA120408501525-2 0.8 |0.08-0.50|0.05-0.25 [ ] ] [ ]
(] i CNGA120408502020-2 0.8 |0.08-0.50|0.05-0.25 ° [
CNGA120412E-2 1.2 10.08-0.50(0.05-0.30| © o
CNGA120412501020-2 1.2 |0.08-0.50|0.05-0.30 [ ]
CNGA120412501525-2 1.2 |0.08-0.50|0.05-0.30 [ ] . [ ]
CNGA120412502020-2 1.2 |0.08-0.50|0.05-0.30 L o0
CNGA120416501020-2 1.6 |0.08-0.50|0.05-0.35 o
CNGA120416501525-2 1.6 |0.08-0.50|0.05-0.35 (] o (8]
CNGA120416502020-2 1.6 |0.08-0.50|0.05-0.35 o] o
CNGA120408501525-2W 0.8 |0.08-0.50|0.05-0.25 [ ] s} (]
CNGA120408502020-2W 0.8 |0.08-0.50|0.05-0.25 o
(] i
® Exstock o Ondemand BL CBN with a low CBN content
BC BN with coating
BH CBN with a high CBN content
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°

’

A230 A237 A238 A252 A253 A324
System code A158 Grade selection A42 Technical info A501 Cutting data A366
@

A160



pceng&PcDinserts  General turning

© Ideal machining conditions DNGA L 1.C 5 d
€ Normal machining conditions 15 06 15.5 127 | 635 | 5.16
TI.II'niI"Ig CBN inserts 4% Unfavourable machining conditions
DN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
M
K O
N
S O &
H| O84&% O €3 85
Uuu
N M - - m e - wy
1SO r CH L et oo i) = &
mmom mmm m
S¥EY ¥¥Y¥ s
DNGA150604E-2 0.4 |0.08-0.50|0.05-0.20| & o
DNGA150604501020-2 0.4 |0.08-0.50|0.05-0.20 o o] o
DNGA150604501225-2 0.4 |0.08-0.50|0.05-0.20 o] (s]
DNGA150608E-2 0.8 |0.08-0.50{0.05-0.25| o
= DNGA150608501020-2 0.8 |0.08-0.50|0.05-0.25 (]
J DNGA150608501525-2 08 |0.08-0.50/0.05-025| e e °
DNGA150608502020-2 0.8 |0.08-0.50|0.05-0.25 L] [ ]
DNGA150612501020-2 1.2 |0.08-0.50]0.05-0.30 (e}
DNGA150612501525-2 1.2 |0.08-0.50]0.05-0.30 L] o o
DNGA150612502020-2 1.2 |0.08-0.50]0.05-0.30 L] (o}
® Ex stock © On demand BL CBN with a low CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***.pDSNR/L S***-PDUNR/L
Kr: 93° Kr:93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
- y '
A231 A240 A241 A254 A255 A326 A327
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

O  Ideal machining conditions SNGA L 1.C S d
€3 Normal machining conditions 1204 | 127 12.7 | 476 | 5.16
Turning CBN inserts g% Unfavourable machining conditions
SN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
M
K @
N
S |® &
H| O (@R <
IS0 r | e f |[EC8B  |Z8& .
ommm mmm @
Yy ¥$¥¥ b
SNGA120408501020-4 0.8 |0.08-0.50|0.05-0.25 o
SNGA120408501525-4 0.8 |0.08-0.50|0.05-0.25 ] o (]
& e SNGA120408502020-4 0.8 |0.08-0.50|0.05-0.25 o o]
SNGA120412501020-4 1.2 |0.08-0.50|0.05-0.30
SNGA120412501525-4 1.2 |0.08-0.50|0.05-0.30 ] o o}
SNGA120412502020-4 1.2 |0.08-0.50|0.05-0.30 o s}
® Ex stock © On demand BL CBN with a low CBN content
BC (BN with coating
BH CBN with a high CBN content
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
o
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***_PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
-
A258 A259 A329
Systemcode . A158 Grade selection A42 Technicalinfo *  A501 Cuttingdata = A366

A162



pceng&PcDinserts  General turning

O Ideal machining conditions TNGA L 1.C S d
€ Normal machining conditions 1604 | 165 | 9525 | 476 | 3.81
Turning CBN inserts 4% Unfavourable machining conditions
TN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
60° 5
W/ q M
K O
N
| S O &
H| O&4d&% O & 5
Uuu
N M - - m - - wy
IS0 el oa f [EC8R [E8A@ =
mmomm mmm m
2y ¥¥¥ ¥
TNGA160404501020-3 0.4 |0.08-0.50|0.05-0.20 (s ] ls]
TNGA160404501225-3 0.4 |0.08-0.50|0.05-0.20 o o
TNGA160408501020-3 0.8 |0.08-0.50|0.05-0.25 (]
! TNGA160408501525-3 0.8 |0.08-0.50|0.05-0.25 (o} ] o
¢ - 1 TNGA160408502020-3 0.8 |0.08-0.50|0.05-0.25 [ ] o
TNGA160412501020-3 1.2 |0.08-0.50|0.05-0.30 ]
TNGA160412501525-3 1.2 |0.08-0.50|0.05-0.30 o e} o
TNGA160412502020-3 1.2 |0.08-0.50]0.05-0.30 (s] o
® Ex stock o On demand BL CBN with a low CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTINR/L MTJNR/L-Z
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
= | G & S Le
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***_PTFNR/L
Kr: 91° Kr: 90°
r
A263 A330
Systemcode . A158 Grade selection A42 Technical info A501 Cutting data . A366
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General turning  rcen&pcpinserts

O  Ideal machining conditions
€3 Normal machining conditions

VNGA L 1.C S d

1604 | 166 | 9.525 | 4.76 | 3.81

Turning CBN inserts g% Unfavourable machining conditions
VN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
M
K O
N
S O €&
H| OB Ok
150 r | e f |[EC8B  |Z8& a
o mmo m o m @
¥YYY S¥¥ s
VNGA160404501020-2 0.4 |0.08-0.50|0.05-0.20 [ (s} o
VNGA160404501225-2 0.4 |0.08-0.50|0.05-0.20 [ ] (]
S VNGA160408501020-2 0.8 |0.08-0.50|0.05-0.25 (s]
VNGA160408501525-2 0.8 |0.08-0.50|0.05-0.25 [ ] (5]
VNGA160408502020-2 0.8 |0.08-0.50|0.05-0.25 [ ] o
® Ex stock © On demand BL CBN with a low CBN content
BC (BN with coating
BH CBN with a high CBN content
Tool holder
DVVNN DVJNR/L MVVNN MVINR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A234 A235 A264 A265
Systemcode . A158 Grade selection .~ A42 Technicalinfo *  A501 Cutting data A366

A164 gt



pceng&PcDinserts  General turning

O Ideal machining conditions WNGA L 1.C S d
€ Normal machining conditions 0804 | 869 | 127 | 476 | 5.16
TI.II'niI"Ig CBN inserts 4% Unfavourable machining conditions
WN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
S
] B
K €]
od} N
SO &
H| O8% O3
yuuy
ol M o— o o— - w
IS0 el oa f g8k |Z5& =
mmomm mmm o
EPEY ¥Yy¥ b
WNGA080404501020-3 0.4 |0.08-0.50]0.05-0.20 (s} o o
WNGA080404501225-3 0.4 |0.08-0.50]0.05-0.20 O o
WNGA080408501020-3 0.8 |0.08-0.50]0.05-0.25 (=]
; WNGA080408501525-3 0.8 |0.08-0.50|0.05-0.25 o) o
u WNGA080408502020-3 0.8 |0.08-0.50]0.05-0.25 (] 6]
WNGA080412501020-3 1.2 |0.08-0.50]0.05-0.30 5]
WNGA080412501525-3 1.2 |0.08-0.50]0.05-0.30 o o] o
WNGA080412502020-3 1.2 |0.08-0.5010.05-0.30 (] o
® Exstock o Ondemand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
DWLNR/L PWLNR/L MWLNR/L S***.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
"’ ’
=
A236 A251 A266 A332
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

ZNEX 1.C S d

O  Ideal machining conditions
04 01 4.76 1.59 23

€3 Normal machining conditions
8% Unfavourable machining conditions

Turning CBN inserts

ZN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
N
—® M
=
o [{Li2Y K &
a N
; S S &
H| OH&% OB
U uu
N o o= — oy — = wy
150 rloa f |[EE8E |2&m o
m oo oo m m m o
gPEY Y s
ZNEX040102501515 02 [0.08-0.50005-0.15| o o
ZNEX040104501515 04 008050005020 © o

BL BN with a low CBN content
BC (BN with coating
BH CBN with a high CBN content

® Ex stock © On demand

Tool holder
C**.SZLNR/L
Kr: 95°
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System code A158 Grade selection

A166

A42

Technical info
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pcen&PcDinserts  General turning

ccGw L 1.C S d
06 02 6.4 6.35 | 238 2.8
09 13 9.7 | 9525 | 3.97 4.4

©  Ideal machining conditions

€ Normal machining conditions

Turning CBN inserts &% Unfavourable machining conditions 1204 | 129 | 127 | 476 | 55
CC** positive insert BL (CBN) BC (CBN) BH (CBN)
0" 7 P
oiC =] N
= K 5
od |- g
r *Sﬂ so o
T H| O9% OB
50 o] e ¢ |g2ss [255 |2
8EEe 888 |8
>> > > == > >
CCGW060202501020-2 0.2 |0.08-0.50 0.05-0.20 o o o]
CCGW060202501225-2 0.2 |0.08-0.50(0.05-0.150.05-0.20 o (o}
CCGW060204501020-2 0.4 |0.08-0.50 0.05-0.20 o [s] ls]
CCGW060204501225-2 0.4 |0.08-0.50 0.05-0.20 o o
CCGW060208501020-2 0.8 |0.08-0.50 0.05-0.25 (3]
CCGW060208501525-2 0.8 |0.08-0.50 0.05-0.25 O o
CCGW060208502020-2 0.8 |0.08-0.50 0.05-0.25 (] o
CCGW09T302501020-2 0.2 |0.08-0.50 0.05-0.15 (s fs] o
CCGW09T302501225-2 0.2 |0.08-0.50 0.05-0.15 s] o
CCGWO09T304E-2 0.4 |0.08-0.50 0.05-0.20 o o
CCGW09T304501020-2 0.4 |0.08-0.50 0.05-0.20 [ ] o] [o]
= CCGW09T304501225-2 0.4 |0.08-0.50 0.05-0.20 [ o
‘ Q CCGWO09T308E-2 0.8 |0.08-0.50 0.05-0.25 [#] [s]
h CCGW09T308501020-2 0.8 |0.08-0.50 0.05-0.25 [ ]
CCGW09T308501525-2 0.8 |0.08-0.50 0.05-0.25 [ [s] o
CCGW09T308502020-2 0.8 |0.08-0.50 0.05-0.25 L] [
CCGWO09T312E-2 1.2 |0.08-0.50 0.05-0.30 o o]
CCGW120404501020-2 0.4 |0.08-0.50 0.05-0.20 (o] o o
CCGW120404501225-2 0.4 |0.08-0.50 0.05-0.20 s o]
CCGW120408501020-2 0.8 |0.08-0.50 0.05-0.25 o
CCGW120408501525-2 0.8 |0.08-0.50 0.05-0.25 6] o o]
CCGW120408502020-2 0.8 |0.08-0.50 0.05-0.25 (o) o
CCGW120412501020-2 1.2 |0.08-0.50 0.05-0.30 5]
CCGW120412501525-2 1.2 |0.08-0.50 0.05-0.30 O o] o
CCGW120412502020-2 1.2 |0.08-0.50 0.05-0.30 s} [a]
® Ex stock o On demand BL CBN with a low CBN content
BC CBN with coating
BH CBN with a high CBN content
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning rcenapcDinserts

Tool holder
SCACR/L SCLCR/L SCACR/L-S5C SCLCR/L-SC A***.SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A269 A270 A306 A307 A334 A352 A353
E***-SCLCR/L
. Kr: 95° )
A355 ]
System code . A158 Grade selection * A42 Technicalinfo . A501 Cuttingdata * A366
@

A168



pcen&PcDinserts  General turning

O Ideal machining conditions DCGW L 1.C S d
€ Normal machining conditions 07 02 78 | 635 | 238 | 28
Turning CBN inserts 4% Unfavourable machining conditions 1173 | 116 | 9525 | 397 | 44
DC** positive insert BL (CBN) BC (CBN) BH (CBN)
. P
7 M
K O
N
|
- so s
H| O&4d&% O & 5
Uuu
N M - - m - - wy
IS0 el oa f g8k |Z5& =
mmomm mmm m
2y ¥¥¥ ¥
DCGW070202501020-2 0.2 |0.08-0.50|0.05-0.15 ] ]
DCGW070202501225-2 0.2 |0.08-0.50|0.05-0.15 o o
DCGW070204501020-2 0.4 |0.08-0.50|0.05-0.20 ] o (]
DCGW070204501225-2 0.4 |0.08-0.50|0.05-0.20 L] o
DCGW070208501020-2 0.8 |0.08-0.50|0.05-0.25 (]
DCGW070208501525-2 0.8 |0.08-0.50|0.05-0.25 ® o}
DCGW070208502020-2 0.8 |0.08-0.50|0.05-0.25
DCGW11T302501020-2 0.2 |0.08-0.50|0.05-0.15 (e}
L] / DCGW11T302501225-2 0.2 |0.08-0.50|0.05-0.15 ] e}
DCGW11T304E-2 0.4 |0.08-0.50|0.05-0.20| o o
DCGW11T304501020-2 0.4 |0.08-0.50|0.05-0.20 L] o L[]
DCGW11T304501225-2 0.4 |0.08-0.50|0.05-0.20 L] o}
DCGW11T308E-2 0.8 |0.08-0.50|0.05-0.25| o s}
DCGW11T308501020-2 0.8 |0.08-0.50|0.05-0.25 [ ]
DCGW11T308501525-2 0.8 |0.08-0.50|0.05-0.25 ® [s] [ ]
DCGW11T308502020-2 0.8 |0.08-0.50|0.05-0.25 ] [ ]
DCGW11T312E-2 1.2 |0.08-0.50]|0.05-030| o o
® Ex stock © On demand BL CBN with a low CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-S5C SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr; 93° Kr: 62°30'
-y = -~
le ’ ) V = y
A271 A272 A273 A308 A309 A310 A3N
S***.SDQCR/L A***.SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: B5° Kr: 107°30'
/ _ o
- = / " /
= = h =),
A336 A337 A338 A357
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

© Ideal machining conditions TcGw L 1L.C s d
€3 Normal machining conditions 1102 1 635 | 238 | 25
Turning CBN inserts g% Unfavourable machining conditions 16 T3 | 165 [9525| 3.97 | 44
TC** positive insert BL (CBN) BC (CBN) BH (CBN)
P
M
K @
N
S |® &
H| OB&% O&B
Uuuu
N M o~ - oM o— - w
150 r | e f |[EE8E |2&m ;
ommm mmm @
¥FYEY ¥$¥¥ ¥
TCGW110204501020-3 0.4 |0.08-0.50|0.05-0.20 (s (s} o
TCGW110204501225-3 0.4 |0.08-0.50|0.05-0.20 ] (]
TCGW110208501020-3 0.8 |0.08-0.50|0.05-0.25 (s]
TCGW110208501525-3 0.8 |0.08-0.50|0.05-0.25 (s} (5]
2 TCGW110208502020-3 0.8 |0.08-0.50|0.05-0.25 o] lo}
(]
[ y TCGW16T304501020-3 0.4 |0.08-0.50|0.05-0.20 o}
TCGW16T304501225-3 0.4 |0.08-0.50|0.05-0.20 [ ] (]
TCGW16T308501020-3 0.8 |0.08-0.50|0.05-0.25 (o]
TCGW16T308501525-3 0.8 |0.08-0.50|0.05-0.25 ] o
TCGW16T308502020-3 0.8 |0.08-0.50|0.05-0.25 [ ] o]
® Exstock © On demand BL CBN with a low CBN content
BC BN with coating
BH CBN with a high CBN content
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S***_STFCR/L E***-STFCR/L
Kr: 90° Kr:91° Kr:91° Kr: 60° Kr:91° Kr: 90°
o e
=7
A283 A284 A285 A286 A341 A361
System code A158 Grade selection A42 Technical info A501 Cutting data A366

A170

>

ZLC-C

T



pceng&PcDinserts  General turning

O Ideal machining conditions VBGW L 1.C S d
€ Normal machining conditions 1604 | 166 | 9.525 | 476 44
TI.II'niI"Ig CBN inserts 4% Unfavourable machining conditions
VB** positive insert BL (CBN) BC (CBN) BH (CBN)
P
M
K @]
N
S O &
H| O64d% O &
(CRUNY)
oMo - M - = wn
1SO r CH L et oo i) = &
momomom momm @
2y ¥¥¥ ¥
VBGW160404501020-2 0.4 |0.08-0.50|0.05-0.20 ] ] ls]
VBGW160404501225-2 0.4 |0.08-0.50|0.05-0.20 ® o
W VBGW160408501020-2 0.8 |0.08-0.50|0.05-0.25 (]
VBGW160408501525-2 0.8 |0.08-0.50|0.05-0.25 L] o
VBGW160408502020-2 0.8 |0.08-0.50|0.05-0.25 [ ] o
® Ex stock © On demand BL CBN with a low CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
SVIBR/L SVABR/L SVVBN S***.SVQBR/L S**.SVUBR/L S***.SVXBR/L
Kr:93° Kr: 90° Kr: 72°30 Kr: 107°30' Kr: 93° Kr: 93°
o) ~
4 =
A274 A275 A276 A345 A346 A347
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

O  Ideal machining conditions VCGW L 1.C 5 d
€3 Normal machining conditions 1103 11.1 635 | 3.8 28
Turning CBN inserts g% Unfavourable machining conditions 1604 | 166 [9525| 476 | 44
VC** positive insert BL (CBN) BC (CBN) BH (CBN)
P
M
K @
N
S |® &
H| OB&% O&B
Uuuy
N M o~ - oM o— - w
1SO r f ol e g &
mmmm m o m @
¥FYEY ¥$¥¥ ¥
VCGW110302E-2 0.2 |0.08-0.50|0.05-0.15| o o
VCGW110304E-2 0.4 |0.08-0.50|0.05-0.20| 0 o
VCGW160404E-2 0.4 |0.08-0.50|0.05-0.20| o o
VCGW160404501020-2 0.4 10.08-0.50|0.05-0.20 L] o] o
VCGW160404501225-2 0.4 |0.08-0.50|0.05-0.20 L[] o}
‘ L) '
VCGW160408E-2 0.8 |0.08-0.50|0.05-0.25| o o
VCGW160408501020-2 0.8 |0.08-0.50|0.05-0.25 o
VCGW160408501525-2 0.8 |0.08-0.50|0.05-0.25 L] (s}
VCGW160408502020-2 0.8 |0.08-0.50|0.05-0.25 ] o]
VCGW160412E-2 1.2 |0.08-0.50|0.05-0.30|© o]
® Exstock © On demand BL CBN with a low CBN content
BC BN with coating
BH CBN with a high CBN content
Tool holder
SVVCN SVICR/L SVACR/L-5C SVIJCR/L-SC S***_SVQCR/L S***.SVUCR/L C***.SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr; 93° Kr: 107°30" Kr: 93° Kr: 107°30'
A277 A278 A312 A313 A343 A344 A363
C***.SVUCR/L
Kr:93° )
\,'\ /
T A4 )
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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pceng&PcDinserts  General turning
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O Ideal machining conditions CNGN L 1 S
€ Normal machining conditions 09 03 9.7 [9525 | 3.8
Turning CBN inserts g%  Unfavourable machining conditions 1204 | 129 | 127 | 476
CN** negative insert BL (CBN) BC (CBN) BH (CBN)
; P
80
gic M
K &
N
S S
H & &
2 g 2
I1SO r a f £l
’ g 8 3
> > >
CNGNO090308501525 0.8 |05-20|03-05|0 o
CNGN090308T01525 0.8 |105-2.0|0.3-05 o
CNGNO090312501525 1.2 |05-2.0|03-05| ¢ o}
CNGNO090312T01525 1.2 10.5-2.0|0.3-0.5 O
. CNGN120408501525 0.8 |05-20|03-05|0 o
CNGN120408T01525 0.8 |10.5-2.0|0.3-0.5 [ ]
CNGN120412501525 1.2 |0.5-2.0|0.305|e o
CNGN120412T01525 1.2 |0.5-2.0|0.3-0.5 ]
CNGN120416501525 1.6 10.5-2.0|0.3-05|© o
CNGN120408T01525-M 0.8 |105-2.0|0.3-05
CNGN120412T01525-M 1.2 |0.5-2.0|0.3-0.5
. CNGN120416T01525-M 1.6 |0.5-2.0|0.3-0.5
® Ex stock © On demand BL CBN with a low CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
CCLNR/L
Kr: 95°
A292
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

O  Ideal machining conditions RNGN 1.C S
€3 Normal machining conditions 0903 | 9525 | 3.18
Turning CBN inserts g% Unfavourable machining conditions 1204 | 127 | 476
RN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
' M
2ic
K €
N
S
H [& 8
2 = o
I1SO a f o
’ g & &
> > >
RNGNO090300501525 05-2010305]|0 [s]
RNGNO090300T01525 0.5-2.010.3-05 o
. RNGN120400501525 05-20|0305]|o (]
RNGN120400T01525 0.5-2.010.3-05 .
® Ex stock © On demand BL (CBN with a low CBN content
BC (BN with coating
BH CBN with a high CBN content
Tool holder
CRDNN
A298
System code A158 Grade selection A42 Technical info A501 Cutting data A366
<
A174 _
ZCC-CT



pceng&PcDinserts  General turning

O Ideal machining conditions SNGN L 1 S
€ Normal machining conditions 12 04 12.7 12.7 4.76
TI.II'niI"Ig CBN inserts 4% Unfavourable machining conditions
SN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
an*
M
K &
N
S
H & &
2 = 2
I1SO r a f £l
’ & 8 g
> > >
SNGN120408501525 0.8 |05-20|03-05|0 o
SNGN120408T01525 0.8 |105-2.0|0.3-05 ]
. SNGN120412501525 1.2 |05-2.0|03-05| ¢ (s]
SNGN120412T01525 1.2 |0.5-2.0|0.3-0.5 O
SNGN120416T01525 1.6 |0.5-2.0|0.3-05 [ ]
SNGN120412T01525-M 1.2 |0.5-2.0|0.3-0.5 ]
SNGN120416T01525-M 1.6 |0.5-2.0|0.3-0.5 [ ]
® Ex stock © On demand BL CBN with a low CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
CSKNR/L CSRNR/L CSDNN
Kr: 75° Kr: 75° Kr: 45°
A296 A297 A299
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

O  Ideal machining conditions WNGN L 1.C S
€3 Normal machining conditions 08 04 8.69 12.7 4.76
Turning CBN inserts g% Unfavourable machining conditions
WN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
M
K €
N
S
H [ )
2 2 9
1SO r a f o
. g & &
> > >
WNGNO080408T01525 0.8 |05-20]|0305 o
WNGNO080412T01525 1.2 |05-2.0/0.3-05 o
‘ WNGNO080416T01525 1.6 |05-2.0|0.3-05 o}
WNGNO080408T01525-M 0.8 |05-2.0]|03-05
WNGNO080412T01525-M 1.2 |05-2.0]0.3-05
‘ WNGNO080416T01525-M 1.6 |05-2.0/0.3-05
® Exstock © On demand BL CBN with a low CBN content
BC BN with coating
BH CBN with a high CBN content
System code A158 Grade selection A42 Technical info A501 Cutting data A366
@

A176




pceng&PcDinserts  General turning

O Ideal machining conditions CNGA L 1.C S d
€ Normal machining conditions 1204 | 129 127 | 476 | 5.16
Turning PCD inserts 4% Unfavourable machining conditions
CN** negative insert DP

P
_ M
) K

! N |O
s S
H

150 r a, f g

¥

CNGA120402F-1 0.2 |0.08-0.50|0.05-0.15| o

CNGA120404F-1 0.4 |0.08-0.50|0.05-0.20| 0

(5] I CNGA120408F-1 0.8 |0.08-0.50|0.05-0.25| o

CNGA120412F-1 1.2 |0.08-0.50|0.05-0.30| 0

® Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***_PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°

#

A238

A253

A324

System code

A158

Grade selection

A42

Technical info

Cutting data .

A366
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General turning  rcen&pcpinserts

O  Ideal machining conditions DNGA L 1.C S d
€3 Normal machining conditions 1506 | 155 12.7 | 635 | 5.16
Turning PCD inserts g% Unfavourable machining conditions
DN** negative insert DP

P
M
K

N O
S
H

150 r a, f g

s

DNGA150602F-1 0.2 |0.08-0.50|0.05-0.15| o

DNGA150604F-1 0.4 |0.08-0.50|0.05-0.20| o

- , DNGA150608F-1 0.8 |0.08-0.50]|0.05-0.25 |0

® Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
DDJNR/L PDINR/L PDNNR/L MDJNR/L MDPNN S***-PDSNR/L S***.PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
A231 A240 A241 A254 A255 A326 A327
Systemcode . A158 Grade selection A42 Technical info A501 Cutting data A366
g

A178



pceng&PcDinserts  General turning

©  Ideal machining conditions VNGA L 1.C 5 d
€ Normal machining conditions 1604 | 166 | 9525 | 476 | 3.81 A

g% Unfavourable machining conditions

Turning PCD inserts

Turning

VN** negative insert DP
P
M
K
N [O
S
H
1SO r a, f g
¥
VNGA160402F-1 0.2 |0.08-0.50|0.05-0.15| o
VNGA160404F-1 0.4 10.08-0.50|0.05-0.20| o
g
® Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
DVVNN DVINR/L MVVNN MVINR/L
Kr: 72°30' Kr:93° Kr: 72°30' Kr:93°
A234 A235 A264 A265
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

CCGT L 1.C S d
©  ideal machining conditions 0602 | 64 | 635 | 238 | 28
€ Normal machining conditions 0973 | 97 |9525]| 397 | 44
T“r“ing PCD inserts €8  Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
CC** positive insert DP
P
= S8 M
K
N O
S
H
IS0 r a, f g
>
CCGT060202F-1 0.2 10.05-0.50|0.05-0.15| ©
CCGT060204F-1 04 |0.08-0.50(0.05-0.20 | ®
CCGT060208F-1 0.8 10.08-0.50|0.05-0.25 | ©
v CCGTO09T302F-1 0.2 |0.08-0.50]0.05-0.15| ©
L % CCGTO09T304F-1 0.4 |0.08-0.50|0.05-0.20| ©
CCGTO09T308F-1 0.8 |0.08-0.50|0.05-0.25|©
CCGT120402F-1 0.2 |10.08-0.50|0.05-0.15| 0
CCGT120404F-1 0.4 |0.08-0.50]0.05-0.20| ©
CCGT120408F-1 0.8 |0.08-0.50|0.05-0.25 | ©
CCGT060204F-1MED 0.4 |0.08-0.50]0.05-0.20| 0
CCGT060208F-1MED 0.8 |0.08-0.50]0.05-0.25| 0
A | CCGTO09T302F-1MED 0.2 |0.08-0.50|0.05-0.15| o
4 CCGTO09T304F-1MED 0.4 |0.08-0.50]0.05-0.20| ©
CCGTO09T308F-1MED 0.8 10.08-0.50|0.05-0.25| ©
e Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
SCACR/L SCLCR/L SCACR/L-5C SCLCR/L-5C A***-SCLCR/L S***.SCFCR/L S***.SCLCR
Kr:90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A269 A270 A306 A307 A334 A352 A353
E***-SCLCR/L
Kr: 95° )
=
=
~ A355 ]
System code A158 Grade selection A42 Technical info A501 Cutting data A366

A180



pceng&PcDinserts  General turning

O Ideal machining conditions ccar L 1.C S d
€ Normal machining conditions 0913 9.7 19.525 | 3.97 44
Turning PCD inserts 4% Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
CC** positive insert DpP
P
M
K
N [O
S
H
150 r a, f g
¥
CCGTO09T308-LL 0.8 |0.08-0.50|0.05-0.25| 0
CCGTO09T308-LR 0.8 |0.08-0.50|0.05-0.25| 0
CCGT120404-LL 0.4 |0.08-0.50|0.05-0.20|
\ ‘ CCGT120404-LR 0.4 |0.08-0.50|0.05-0.20| 0
CCGT120408-LL 0.8 |0.08-0.50|0.05-0.25| o
CCGT120408-LR 0.8 |0.08-0.50|0.05-0.25| o
® Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A***.SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A269 A270 A306 A307 A334 A352 A353
E**.SCLCR/L
Kr9s®
‘\“;'
T A3S
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

CCGW L 1.C S d
©  ideal machining conditions 0602 | 64 | 635 | 238 | 28
€ Normal machining conditions 0973 | 97 |9525]| 397 | 44
T“r“ing PCD inserts €8  Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
CC** positive insert DP
il -
[ M
BIC
4 TE i K
@ T
o] N O
s =
H
IS0 r a, f g
=
CCGW060202F-1 0.2 10.08-0.50|0.05-0.15| ©
CCGW060204F-1 0.4 |0.08-0.50|0.05-0.20| ©
9 CCGWO09T304F-1 0.4 |0.08-0.50(0.05-0.20 | ®
h CCGWO09T308F-1 0.8 |0.08-0.50|0.05-0.25|®
CCGW120404F-1 0.4 |0.08-0.50|0.05-0.20 | ®
CCGW120408F-1 0.8 |0.08-0.50]|0.05-0.25| @
® Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
SCACR/L SCLCR/L SCACR/L-5C SCLCR/L-SC A***-SCLCR/L S***-SCFCR/L S**%.SCLCR
Kr:90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A269 A270 A306 A307 A334 A352 A353
E***-SCLCR/L
Kr: 95° )
A5
System code A158 Grade selection A42 Technical info Cutting data A366
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pcen&PcDinserts  General turning

ccGw L 1.C S d

06 02 6.4 6.35 | 238 2.8
09 T3 9.7 | 9525 | 3.97 o
1204 | 129 | 127 | 476 | 556

©  Ideal machining conditions
€3 Normal machining conditions

Turning PCD inserts &% Unfavourable machining conditions
CC** positive insert DpP
80° -0 P
! M
@1C K
ed
N O
S
r
H
IS0 ¥ a, f g
P~
CCGWO060204-LL 0.2 10.08-0.50|0.05-0.20| ©
CCGW060204-LR 0.4 |0.08-0.50|0.05-0.20| ©
CCGW09T304-LL 0.4 10.08-0.50|0.05-0.20| ©
CCGWO09T304-LR 0.4 10.08-0.50|0.05-0.20| ©
: CCGWO09T308-LL 0.8 |0.08-0.50|0.05-0.25| ©
i
b CCGWO09T308-LR 0.8 |0.08-0.50|0.05-0.25| ©
CCGW120404-LL 0.4 10.08-0.50|0.05-0.20| o
CCGW120404-LR 0.4 10.08-0.50|0.05-0.20| ©
CCGW120408-LL 0.8 |0.08-0.50|0.05-0.25| 0
CCGW120408-LR 0.8 |0.08-0.50|0.05-0.25| o
® Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A***.SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
= & . - .
A269 A270 A306 A307 A334 A352 A353
E***-SCLCR/L
kr9s®
"]
*
A
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

O  Ideal machining conditions DCGT L 1.C 5 d
€3 Normal machining conditions 07 02 7.8 635 | 2.38 28
Turning PCD inserts g% Unfavourable machining conditions 1173 | 116 [9525] 3.97 | 44
DC** positive insert DP
P
~/ 7 M
' I K
N O
S
H
150 e | a, f g
g
DCGTO070202F-1 0.2 |0.08-0.50|0.05-0.15| o
DCGT070204F-1 0.4 |0.08-0.50|0.05-0.20| o
X » DCGT11T302F-1 0.2 |0.08-0.50|0.05-0.15 | ®
“ | DCGT11T304F-1 0.4 |0.08-0.50|0.05-0.20 | ®
DCGT11T308F-1 0.8 |0.08-0.50|0.05-0.25| o
® Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-SC SDJCR/L-5C SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93 Kr: 62°30'
g, i =
o& & . e ®
A271 A272 A273 A308 A309 A310 A311
S***.SDQCR/L A***.SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr:93° Kr: 85° Kr: 107°30'
"
- \_/ ©
A336 A337 A338 A357
System code A158 Grade selection A42 Technical info A501 Cutting data A366
<
A184 ~

ZCC-CT



pceng&PcDinserts  General turning

O Ideal machining conditions DGt L 1.C S d
€ Normal machining conditions 07 02 7.8 6.35 238 2.8
Turning PCD inserts 4% Unfavourable machining conditions 1173 | 116 | 9525 | 397 | 44
DC** positive insert DpP
P
M
K
N [O
S
H
150 r a, f g
¥
DCGT070202F-1MED 0.2 |0.08-0.50|0.05-0.15| o
N » DCGT070204F-1MED 0.4 |0.08-0.50|0.05-0.20| 0
DCGT070208F-1MED 0.8 |0.08-0.50|0.05-0.25| o
DCGT11T302F-1MED 0.2 |0.08-0.50|0.05-0.15| 0
' i DCGT11T304F-1MED 0.4 10.08-0.50|0.05-0.20| o
— DCGT11T308F-1MED 0.8 |0.08-0.50|0.05-0.25| o
® Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-S5C SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
-3 : ~ & -
o ’ o V g y
A271 A272 A273 A308 A309 A310 A311
S***.SDQCR/L A¥**.SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
- >
3 > / A
) >, h =
A336 A337 A338 A357
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

O  Ideal machining conditions DCGW L 1.C 5 d
€3 Normal machining conditions 07 02 7.8 635 | 2.38 28
Turning PCD inserts g% Unfavourable machining conditions 1173 | 116 [9525] 3.97 | 44
DC** positive insert DP
P
M
K
N O
S
H
1S0 r a, f g
g
DCGWO070202F-1 0.2 |0.08-0.50|0.05-0.15| e
DCGWO070204F-1 0.4 |0.08-0.50|0.050.20| @
- / DCGWO070208F-1 0.8 |0.08-0.50]|0.05-0.25 |0
DCGW11T302F-1 0.2 |10.08-0.50|0.05-0.15 | ®
DCGW11T304F-1 0.4 |0.08-0.50|0.05-0.20| @
® Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-SC SDJCR/L-5C SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
= - y s y
A271 A272 A273 A308 A309 A310 A311
S***.SDQCR/L A***.SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr:93° Kr: 85° Kr: 107°30'
< g
/
1
A336 A337 A338 A357
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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>
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pceng&PcDinserts  General turning

O Ideal machining conditions TCGT L 1.C S d
€ Normal machining conditions 1102 11 635 | 238 | 28
Turning PCD inserts 4% Unfavourable machining conditions 16 T3 | 165 | 9525 | 3.97 | 44
TC** positive insert DpP

P

o M

K
pd N O

' H
1SO r a, § g
g
TCGT110202F-1 0.2 |0.08-0.50|0.05-0.15| o
TCGT110204F-1 0.4 |0.08-0.50|0.05-0.20| 0
‘ TCGT110208F-1 0.8 |0.08-0.50|0.05-0.25| o
“w TCGT16T302F-1 0.2 |0.08-0.50|0.05-0.15|©
TCGT16T304F-1 0.4 |0.08-0.50|0.05-0.20| o
TCGT16T308F-1 0.8 |0.08-0.50|0.05-0.25| o
TCGT110202F-1MED 0.2 |0.08-0.50|0.05-0.15| o
TCGT110204F-1MED 0.4 |0.08-0.50|0.05-0.20| ©
‘ TCGT110208F-1MED 0.8 |0.08-0.50|0.05-0.25|©
&: TCGT16T302F-1MED 0.2 |0.08-0.50|0.05-0.15| ©
TCGT16T304F-1MED 0.4 |0.08-0.50|0.05-0.20|©
TCGT16T308F-1MED 0.8 |0.08-0.50|0.05-0.25|©

® Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S¥*.STFCR/L E***.STFCR/L
Kr: 90° Kr:91° Kr:91° Kr: 60° Kr:91° Kr: 90°
o
=
A283 A284 A285 A286 A341 A361
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

O  Ideal machining conditions TCGT L 1.C 5 d
€3 Normal machining conditions 11 02 11 635 | 2.38 28
Turning PCD inserts g% Unfavourable machining conditions 16 T3 | 165 [9525| 3.97 | 44
TC** positive insert DP
P
A~ r M
f}/ 7y -
AR K
A
o
60° ﬁnff": aic s
H
1S0 r a, f g
g
TCGT110202-L 0.2 |0.08-0.50|0.05-0.15| o
TCGT110204-L 0.4 |0.08-0.50|0.05-0.20| o
& TCGT110208-L 0.8 |0.08-0.50|0.05-0.25| 0
r (‘- TCGT16T302-L 0.2 |0.08-0.50]|0.05-0.15| 0
y
TCGT16T304-L 0.4 |0.08-0.50|0.05-0.20| o
TCGT16T308-L 0.8 |0.08-0.50|0.05-0.25| o
e Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S***_.STFCR/L E***-STFCR/L
Kr: 90° Kr: 91° Kr:91° Kr: 60° Kr: 91° Kr: 90°
//
=2
A283 A284 A285 A286 A341 A361
System code A158 Grade selection A42 Technical info Cutting data A366
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pceng&PcDinserts  General turning

O Ideal machining conditions TcGwW L 1.C S d
€ Normal machining conditions 11 02 L 6.35 238 2.8
Turning PCD inserts 4% Unfavourable machining conditions 16 T3 | 165 | 9525 | 3.97 | 44
TC** positive insert DpP
P
M
K
N [O
S
H
150 r a, f g
¥
TCGW110202F-1 0.2 |0.08-0.50|0.05-0.15| @
TCGW110204F-1 0.4 |0.08-0.50|0.05-0.20| @
TCGW110208F-1 0.8 |0.08-0.50|0.05-0.25| ¢
>
mmm® | TCGW16T304F-1 0.4 [0.08-0.50|0.05-0.20| ®
TCGW16T308F-1 0.8 |0.08-0.50|0.05-0.25| o
TCGW16T312F-1 1.2 |0.08-0.50|0.05-0.30]| o
® Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S¥*.STFCR/L E***.STFCR/L
Kr: 90° Kr:91° Kr: 91° Kr: 60° Kr:91° Kr: 90°
/ =7
A283 A284 A285 A286 A341 A361
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

-
A190 gt

ZCC-CT

O  Ideal machining conditions TCGW L 1.C 5 d
A €3 Normal machining conditions 11 02 11 635 | 2.38 28
Turning PCD inserts g% Unfavourable machining conditions 16 T3 | 165 [9525| 3.97 | 44
TC** positive insert DP
g P
‘= M
g -
= K
ed} N O
7E S
H
B 1S0 r a, f g
g
TCGW110202-L 0.2 |0.08-0.50|0.05-0.15| o
TCGW110204-L 0.4 |0.08-0.50|0.05-0.20| o
E‘ TCGW110208-L 0.8 |0.08-0.50]|0.05-0.25 |0
§ TCGW16T302-L 0.2 |0.08-0.50]|0.05-0.15| 0
TCGW16T304-L 0.4 |0.08-0.50|0.05-0.20| o
TCGW16T308-L 0.8 |0.08-0.50|0.05-0.25| o
e Exstock  © Ondemand DP Polycrystalline diamond
c Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S***_.STFCR/L E***-STFCR/L
Kr: 90° Kr: 91° Kr:91° Kr: 60° Kr: 91° Kr: 90°
o :
s ,, >
A283 A284 A285 A286 A341 A361
c
™ O
=
£E
¥ o
@
b= e
x
3]
=
=
System code A158 Grade selection A42 Technicalinfo *  A501 Cuttingdata .~ A366




pcen&PcDinserts  General turning

O Ideal machining conditions VBGT L 1.C S d
€ Normal machining conditions 11 03 L 6.35 3.18 2.8
Turning PCD inserts 4% Unfavourable machining conditions 1604 | 166 | 9525 | 476 | 44
VB** positive insert DpP
P
M
K
N [O
S
H
150 r a, f g
¥
VBGT110302F-1 0.2 |0.08-0.50|0.05-0.15| o
VBGT110304F-1 0.4 |0.08-0.50|0.05-0.20| 0
== VBGT110308F-1 0.8 |0.08-0.50|0.05-0.25| o
& » | VBGT160402F-1 0.2 |0.08-0.50|0.05-0.15| 0
VBGT160404F-1 0.4 10.08-0.50|0.05-0.20| o
VBGT160408F-1 0.8 |0.08-0.50|0.05-0.25| o
VBGT160404F-1MED 0.4 |0.08-0.50|0.05-0.20| o
VBGT160408F-1MED 0.8 |0.08-0.50|0.05-0.25| o
-
e Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
SVIBR/L SVABR/L SVVBN S*_SVQBR/L S***.SVUBR/L S**.SVXBR/L
Kr:93° Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93° Kr; 93°
- /
o) -
A274 A275 A276 A345 A346 A347
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

O  Ideal machining conditions VBGW L 1.C 5 d
€3 Normal machining conditions 1103 11 635 | 3.8 28
Turning PCD inserts g% Unfavourable machining conditions 1604 | 166 [ 9525 476 | 44
VB** positive insert DP
P
M
K
N O
S
H
1S0 r a, g
g
VBGW110302F-1 0.2 |0.08-0.50|0.05-0.15| o
VBGW110304F-1 0.4 |0.08-0.50|0.050.20| @
(2] VBGW160402F-1 0.2 |0.08-0.50]|0.05-0.15| 0
v
VBGW160404F-1 0.4 |0.08-0.50|0.05-0.20 | ®
VBGW160408F-1 0.8 |0.08-0.50|0.05-0.25| o
® Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
SVIBR/L SVABR/L SVVBN S***.SVQBR/L S***_SVUBR/L S***_SVXBR/L
Kr: 93° Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93° Kr: 93°
"é J
A274 A275 A276 A345 A346 A347
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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pceng&PcDinserts  General turning

VCGT L 1.C S d
11 02 11 6.35 | 238 2.8
16 04 | 16.6 | 9.525 | 4.76 o

O Ideal machining conditions
€ Normal machining conditions

Turning PCD inserts 4% Unfavourable machining conditions
VC** positive insert DpP
P
L r M
< A7
L 1 K
= pd
= N O
ol T3 s
LA H
1SO r a, f g
g
VCGT110202F-1 0.2 |0.08-0.50|0.05-0.15|©
VCGT110204F-1 0.4 |0.08-0.50|0.05-0.20| o
k. o~ VCGT160402F-1 0.2 |0.08-0.50|0.05-0.15| ©
VCGT160404F-1 0.4 |0.08-0.50|0.05-0.20| o
VCGT160408F-1 0.8 |0.08-0.50|0.05-0.25| o

® Exstock  © Ondemand DP Polycrystalline diamond

Tool holder
SVVCN SVJCR/L SVACR/L-SC SVIJCR/L-5C S***_SVQCR/L S***_SVUCR/L C***.SVQCR/L
Kr: 72°30' Kr:93° Kr: 90° Kr: 93° Kr: 107°30' Kr: 93° Kr: 107°30'

A277 A278 A312 A313 A343 A344 A363

C***.SVUCR/L
Kr: 93° o

System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

O  Ideal machining conditions vear L 1.C 5 d
€3 Normal machining conditions 1103 11 635 | 3.8 28
Turning PCD inserts g% Unfavourable machining conditions 1604 | 166 [ 9525 476 | 44
VC** positive insert DP
P
SR - M
~ L]
K
' 2 ad
= N O
s\ 5 S
Lk H
1S0 r a, f g
g
VCGT110302F-1MED 0.2 |0.08-0.50|0.05-0.15| o
VCGT110304F-1MED 0.4 |0.08-0.50|0.05-0.20| o
~ i, VCGT160404F-1MED 0.4 |0.08-0.50]0.05-0.20| o
VCGT160408F-1MED 0.8 |0.08-0.50]|0.05-0.25 |0
VCGT160412F-1MED 1.2 |0.08-0.50|0.05-0.30| o
® Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
SVVCN SVICR/L SVACR/L-5C SVJCR/L-SC S***.SVQCR/L S***.SVUCR/L C***.SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr:93° Kr: 107°30" Kr: 93° Kr: 107°30'
A277 A278 A312 A313 A343 A344 A363
C***.SVUCR/L
Kr:93° .
T A4 )
System code A158 Grade selection A42 Technical info A501 Cutting data A366
<
A194 y
ZCCCT



pceng&PcDinserts  General turning

O Ideal machining conditions VCGW L 1.C S d
€ Normal machining conditions 11 03 L 6.35 3.18 2.8
Turning PCD inserts 4% Unfavourable machining conditions 1604 | 166 | 9525 | 476 | 44
VC** positive insert DpP
P
M
K
N [O
S
H
150 r a, f g
¥
VCGW110302F-1 0.2 |0.08-0.50|0.05-0.15| o
VCGW110304F-1 0.4 |0.08-0.50|0.05-0.20| 0
w e s VCGW160404F-1 0.4 |0.08-0.50|0.05-0.20|
VCGW160408F-1 0.8 |0.08-0.50|0.05-0.25| 0
® Exstock  © Ondemand DP Polycrystalline diamond
Tool holder
SVVCN SVJCR/L SVACR/L-SC SVIJCR/L-5C S***.SVQCR/L S***_SVUCR/L C***.SVQCR/L
Kr: 72°30' Kr:93° Kr: 90° Kr: 93° Kr: 107°30' Kr: 93° Kr: 107°30'
- g (/
A277 A278 A312 A313 A343 A344 A363
C***.SVUCR/L
Kr: 93° o
. /
T A4
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcen&pcpinserts

© Ideal machining conditions VCGX L 1.C s d
€3 Normal machining conditions 2205 | 22 | 127 | 556 | 55
Turning PCD inserts g% Unfavourable machining conditions
VC** positive insert DP
P
M
K
N O
S
H
ISO r a, f g
9
VCGX220530-1 3 |05-7.0|0.25-1.00| 0
® Exstock  © Ondemand DP Polycrystalline diamond
A42 Technical info AS01 Cutting data A366

System code A158
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PCBN & PCD inserts

eneral turning

Notes
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General turning  1so code - ceramic inserts

T N G A

12 04 08 T

020 20

1 2 3 4 5 6 7 8 9 10
Insert shape Clearance angle Tolerance class
she] sfe] O W EZ 0 ]
IC
D E H Q Code 1.C [mm] m [mm] S [mm]
C h - D JST A +0,025 +0,005 40,025
C 40,025 +0,013 40,025
K L I:l M ‘ E +0,025 +0,025 +0,025
E E E E F 40,013 40,005 40,025
. O . B A 20° 25° G +0,025 +0,025 +0,130
4 40,013 40,013 40,025
' J +0,05-0,15 +0,005 40,025
v w Z Special S \l}km« NS K +0,05-0,15 40,013 40,025
L +0,05-0,15 40,025 +0,025
M +0,05-0,15 +0,08-0,20 40,130
P ‘E O ‘Spechal N 40,05-0,15 +0,08-0,20 +0,025
u +0,08-0,25 +0,13-0,38 40,130
1 2 3
Fastening features (metric) Cutting edge length | [mm]
Insert shape Insert shape
' B4 |&]4
A [T B Ll Q —— | = I I
C D S T V W
> 65° 3,97 06
c N T
5,56 09
<65° <657 6,0
9 " ﬁ 6,35 06 07 1 11
8,0
X Special 9,525 09 11 09 16 16 06
10,0
12,0
12,7 12 15 12 22 22 08
15,875 16 15 27
16,0 19
19,05 19 19 33
20,0
25,0 25 25
254 25
31,75
32
4 5

A198




150 code - ceramic inserts  General tu rning

Insert thickness S [mm] Nose radius r [mm]
7
f
Code | 5 Code | 5 Code r
02 2,38 06 6,35 00 -
T2 2,58 T6 6,75 02 0,2
03 3,18 07 7.94 04 04
T3 397 09 9,52 08 08
04 4,76 T9 9,72 12 1,2
T4 496 1 11,11 16 1.6
05 5,56 12 12,70 20 20
T5 5,95 24 24
32 32
X Special
MO Plaquettes rondes
6 7
Cutting edge profile Chamfer width b [mm]
Code Cutting edge Insert shape b
E Rounding Yy Code b
010 0,10
015 0,15
F Sharp edge Ty 020 0,20
025 0,25
030 030
T Chamfer W o= 935
040 0,40
045 045
050 0,50
S Chamfer + Rounding m 100 1,00
200 2,00
8 9
Angle du chanfrein a
N
Code a
05 5*
10 10°
15 15°
20 20°
25 25°
30 30°
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General turning ceramicinserts

Turning ceramic inserts

@)

Ideal machining conditions

€3 Normal machining conditions
8% Unfavourable machining conditions

CNGA L 1.C S d

1204 | 129 | 127 | 476 | 5.16

16 06 | 16.1 |15.875| 6.35 | 6.35

CN** negative insert ™ cC CN CR
80° P |O
_ M
K |O €
od || v
S S o DS
o H O
150 vl oa f |8 g S8 88
s : g5 |z
CNGA120404502020 0.4 | 0.1-0.3 |0.08-0.25 [
CNGA120404T01020 0.4 | 0.1-0.3 |0.08-0.25 [s]
CNGA120404T02020 04 | 0.1-0.3 |0.08-025|0 . ]
CNGA120408501520 0.8 |0.1-025| 0.5-25 o
CNGA120408502020 08 | 0.1-04 | 0103 [
CNGA120408T00520 0.8 |0.1-0.25| 0.5-25 o e
CNGA120408T01020 08 | 0.1-04 | 0.1-03 s
& ’ CNGA120408T02020 08 | 0.1-04 | 0103 |© o
CNGA120412501520 12 | 0.1-03 | 0.5-25 (o]
CNGA120412502020 12 | 0.1-05 | 0.1-03 L[]
CNGA120412T00520 1.2 | 0.1-0.3 | 0.5-25 o}
CNGA120412T702020 12 | 0.1-05 | 0.1-03 |o o [ ]
CNGA120416501520 1.6 |0.1-035| 05-3.0
CNGA120416T00520 1.6 |0.1-035| 05-3.0 o0
CNGA160612T02020 12 | 0.2-20 | 0.1-03 ]
® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
’
A230 A237 A238 A252 A253 A324
System code A198 Grade selection A42 Technical info A501 Cutting data A366

A 200

>
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ceramicinserts  General turning

CNGN L 1.C S
12 07 129 12.7 7.94
O Ideal machining conditions 12 04 129 127 4.76
€3  Normal machining conditions 16 06 16.1 [15.875| 6.35
Turning ceramic inserts 4% Unfavourable machining conditions 16 07 16.1 [15875] 7.94
CN** negative insert ™M CcC CN CR
80° PO
M
gic K O )
] N
= 3 o &6
H @]
150 rloa, f |8 : g8 88
5 S &9 s
CNGN120404T00520 0.4 |0.1-0.25| 0.5-20 ]
CNGN120404T02020 0.4 | 0.1-03 |0.08-0.25 |0
CNGN120408501520 0.8 |0.1-0.25| 0.5-25 (s]
CNGN120408502020 0.8 | 0.1-04 | 0.1-03 o
CNGN120408T00520 0.8 |0.1-0.25| 0.5-25 [ ]
CNGN120408T02020 0.8 | 0.1-04 | 0.1-03 |e ®
CNGN120412501520 1.2 | 0.1-03 | 0.5-25 o
CNGN120412T00520 1.2 | 0,103 | 0525 [ ]
CNGN120412T02020 1.2 | 0105 | 0.1-03 |o s}
CNGN120416501520 1.6 |0.1-0.35| 0.5-3.0 (s]
CNGN120416T00520 1.6 |0.1-0.35| 0.5-3.0 [ ]
CNGN120416T02020 1.6 | 0.5-2.0 | 0.1-0.35 O
CNGN120708501520 0.8 |0.1-0.25| 0.5-25 [s]
CNGN120708T00520 0.8 |0.1-0.25| 0.5-25 [ ]
,;ﬁ CNGN120708T02020 0.8 | 0.1-04 | 0.1-03 |o
CNGN120712501520 1.2 | 0,103 | 0525 (s]
CNGN120712502025 1.2 | 0.1-03 | 0.5-25 [s}
CNGN120712T00520 1.2 | 0103 | 0525
CNGN120712T00525 1.2 | 0.1-03 | 0.5-25 o o
CNGN120712T02020 1.2 | 0.1-05| 0.1-03 |e (s}
CNGN120716501520 1.6 |0.1-0.35| 0.5-3.0 (s]
CNGN120716T00520 1.6 |0.1-035| 0.5-3.0 [s]
CNGN120716T01520 1.6 |0.1-0.35| 0.5-3.0 o
CNGN120716T02020 16 | 0.1-06 | 0.1-04 |o o
CNGN160616T02020 16 | 0.1-06 | 0.1-04 |o
CNGN160712T01525 1.2 | 02-20| 0.1-03 (o]
CNGN160716T01525 16 | 0.1-06 | 0.1-04 |o
CNGN160716T02020 1.6 | 0.5-2.0 | 0.1-0.35 o]
® Ex stock © On demand CM  Mixed ceramic
CC  Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  AI203 cutting ceramic, reinforced
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General turning  ceramicinserts

Tool holder

CCLNR/L
Kr: 95°

A292

System code A198 Grade selection * A42

A202

Technical info "

AS01

Cutting data

A366



ceramicinserts  General turning

O Ideal machining conditions CNGX L 1 S
€ Normal machining conditions 12 07 12.9 12.7 7.94
Tl.ll'nil"lg ceramic inserts 4% Unfavourable machining conditions
CN** negative insert M CC CN CR
P O
M
K O €
N
S O LR
H O
] 88
1SO r i f '§_ g '§_ § T2
< = =z n ==
U U g v (7"
CNGX120712T702020 1.2 |0.2-20] 0.1-0.3 [ ]
CNGX120716T02020 16 |0.5-2.0|0.1-0.35 [s]
-_—
® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN Si3N4 Ceramic
CR  AI203 cutting ceramic, reinforced
Tool holder
JCLNR/L
Kr: 95°
A300
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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A204

General turning ceramicinserts

O  Ideal machining conditions

DNGA L 1.C S d

€3 Normal machining conditions

1506 | 155 | 127 | 635 | 5.16

8% Unfavourable machining conditions

1504 | 155 | 127 | 476 | 5.16

Turning ceramic inserts

DN** negative insert @] cCc CN CR
P |O
M
K |O €
N
S @) SER)
H O
150 vl oa £ |8 g g8 88
DNGA150404T02020 0.4 | 0.1-0.3 |0.08-0.25 (s
DNGA150408501520 0.8 |0.1-025| 0.5-25 [s]
DNGA150408T00520 0.8 |0.1-025| 0.5-25 °
DNGA150408T02020 08 | 0.1-04 | 0103 o
DNGA150412501520 12 | 0.1-0.3 | 0.5-25 [s]
DNGA150412T00520 1.2 | 0.1-0.3 | 0.5-25 ]
DNGA150412T02020 1.2 1 0.1-05| 0.1-0.3 o (o] O
DNGA150416501520 1.6 |0.1-0.35| 0.5-3.0
“ DNGA150416T00520 1.6 |0.1-035| 05-3.0 [s]
-/ DNGA150604502020 0.4 | 0.1-0.3 |0.08-0.25 L[]
DNGA150604T01020 0.4 | 0.1-0.3 |0.08-0.25 o
DNGA150604T02020 0.4 | 0.1-0.3 |0.08-0.25 L o
DNGA150608502020 08 | 0.1-04 | 0103 [
DNGA150608T02020 08 | 0.1-04 | 0103 (s ]
DNGA150612502020 12 | 0.1-05 | 0.1-03 [ ]
DNGA150612T01020 12 | 0.1-05 | 0.1-03 o
DNGA150612T02020 12 | 0.1-05 | 0.1-03 [ o
DNGA150616T02020 16 | 0.5-2.0 | 0.1-0.35
® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
Tool holder
DDJINR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***.PDSNR/L S**.PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr:93°
Je - "' y .-?
A231 A240 A241 A254 A255 A326 A327
System code A198 Grade selection A42 Technical info A501 Cutting data A366
Pl



ceramicinserts  General turning

© Ideal machining conditions DNGN L 1.C S
€ Normal machining conditions 1504 | 155 127 | 476
Turning ceramic inserts g%  Unfavourable machining conditions 1507 | 155 | 127 | 7.94
DN** negative insert ™ cC CN CR
P O
M
K O €
N
S O LR
H O
] 88
ISO r a, f g g g § T2
< = =z n ==
J U g u 00
DNGN150408501520 0.8 |0.1-0.25| 0.5-25 (s]
DNGN150408T00520 0.8 |0.1-0.25| 05-25 [ ]
DNGN150408T02020 0.8 | 0.1-04 | 0.1-03 |o {s]
DNGN150412501520 1.2 | 0.1-03 | 0525 o
DNGN150412T00520 1.2 | 0.1-03 | 0.5-25 [ ]
DNGN150412T02020 1.2 | 0105 | 0.1-03 |o
DNGN150416501520 1.6 |0.1-0.35| 0.5-3.0 o
_/ DNGN150416T00520 1.6 |0.1-0.35| 0.5-3.0 s}
DNGN150704T02020 04 | 0.1-0.3 |0.08-0.25 |© o]
DNGN150708T01520 0.8 |0.1-0.25| 0.5-25 o
DNGN150708T02020 0.8 | 0.1-04 | 0.1-03
DNGN150712T02020 1.2 | 0.1-05 | 0.1-0.3
DNGN150716T01520 1.6 |0.1-0.35| 0.5-3.0 o
DNGN150716T02020 16 | 0.1-06 | 0.1-04 |o
® Ex stock © On demand CM  Mixed ceramic
CC  Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  AI203 cutting ceramic, reinforced
Tool holder
CDINR/L
Kr: 93°
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General turning ceramicinserts

O  Ideal machining conditions
€3 Normal machining conditions

Turning ceramic inserts

8% Unfavourable machining conditions

DNGX L 1.C S

15 07 15.5 12.7 7.94

DN** negative insert @] cCc CN CR
P |O
M
K O &t
N
S @) SeRs
H @)
153 88
1SO r a, f ,§_ '8_ '§_ g T D
< = Z & ==
o v v e
DNGX150708T02020 0.8 |0.15-1.5|0.1-025 (s
DNGX150712T02020 1.2 | 02-20 | 0.1-03 o
\ / DNGX150716T02020 1.6 | 0.5-2.0 |0.1-0.35 {s]
® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  AI203 cutting ceramic, reinforced
Tool holder
JDJNR/L
Kr:93°
A30
System code A198 Grade selection A42 Technicalinfo .~ AS501 Cutting data A366

-
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ceramicinserts  General turning

O Ideal machining conditions RNGA 1.C S
€ Normal machining conditions 12 04 12.7 4.76
Tl.ll'nil"lg ceramic inserts 4% Unfavourable machining conditions
RN** negative insert ™ cC CN CR
. PO
M
d K O €
2
N
S O LR
H O
] 88
ISO a, f '§_ g g_ § T2
< = =z n ==
U U g v (7"
RNGA120400T02020 0.1-06|0.1-04 |o (s
-
(& @
® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN Si3N4 Ceramic
CR  AI203 cutting ceramic, reinforced
Tool holder
MRDNN MRGNR/L
A267 A268
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General turning ceramicinserts

RNGN 1.C S
A 06 03 6.35 3.18
0904 | 9525 | 476
09 03 9.525 3.18
12 07 12.7 7.94
1204 | 127 | 476
E’ 1507 |15875| 7.94
g O Ideal machining conditions 1907 | 19.05 | 7.94
= €3 Normal machining conditions 2507 | 254 | 7.94
Turning ceramic inserts €% Unfavourable machining conditions 2510 | 254 | 10.05
RN** negative insert ™ cc CN CR
S P |O
B M
K |O &
N
S O BB
= Ic
= H @)
= IS0 a, o8 g 8 8 ;85 §
5 5 66 clis
RNGNO060300T01020 0.1-0.3 (0.08-0.25|0 (s}
RNGNO090300501520 0.1-03 | 0525 o0
C RNGNO090300T00520 0.1-0.3 | 0.5-25 o 0
RNGN090300T02020 0.1-03 | 0103 |o
RNGN090400501520 0.1-03 | 0.5-25 O
RNGNO090400T00520 0.1-03 | 0.5-25 o
= RNGNO090400T02020 0.1-03 | 0103 |O
-__E_ RNGN120400501520 0.1-0.35| 05-3.0 o
E RNGN120400502020 0.1-06 | 0.1-04 ]
RNGN120400T00520 0.1-0.35| 05-3.0 ]
RNGN120400T01020 0.5-2.0 | 0.1-0.2 [s]
RNGN120400T01525 0.1-06 | 0.1-04 s
RNGN120400T02020 0.1-06 | 0.1-04 |o o
D v RNGN120700501520 0.1-0.35| 05-3.0 (s}
RNGN120700502020 0.1-06 | 0.1-04 ®
RNGN120700T00520 0.1-0.35| 05-3.0 °
= RNGN120700T00525 0.1-0.35| 05-3.0 o] o o
g2 RNGN120700T01520 0.1-0.35| 0.5-3.0
5 RNGN120700T01525 02-20 | 0.1-03
E % RNGN120700T02020 0.2-20 | 0103 |e ]
- RNGN150700T02020 0.1-06 | 0.1-0.5
RNGN190700501520 0.1-04 | 0.5-3.0 o
RNGN190700T00520 0.1-04 | 0.5-3.0 o]
RNGN190700T03020 0.1-0.7 | 0.1-05
E RNGN250700T19015 0.1-0.7 | 0.1-08
RNGN251000T05020 0.1-0.7 | 0.1-05
® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
s CN Si3N4 Ceramic
% CR  Al203 cutting ceramic, reinforced
=
System code A198 Grade selection A42 Technical info AS01 Cuttingdata .~ A366
‘,_z,_.,e:.‘%},
A208 .. ol
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General turning ceramicinserts

O  Ideal machining conditions SNGA L 1.C S d
€3 Normal machining conditions 1204 | 127 12.7 | 476 | 5.16
Turning ceramic inserts g% Unfavourable machining conditions
SN** negative insert @] cCc CN CR
P |O
90
™y M
oIC_ [FFN
e od E K |O K]
. N
ey o
r I S @) 88
H @)
=
) vl oa | f |8 g g8 88
< = = ==
U U uu 00
SNGA120404T02020 0.4 (0.1-1.0|0.1-0.2 o
SNGA120408502020 0.8 (0.1-0.4|0.1-03
SNGA120408T02020 0.8 (0.1-0.4|0.1-03|c
I | SNGA120412T02020 12 |02-20/0.1-03
® Ex stock © On demand CM  Mixed ceramic
CC  Mixed ceramic, coated
CN  Si3N4 Ceramic
CR AI203 cutting ceramic, reinforced
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr; 75° Kr: 45° Kr: 75° Kr: 75°

A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***.PSKNR/L
Kr: 75° Kr: 45° Ke: 75"
-I' -
A258 A259 A329
Systemcode . A198 Grade selection A42 Technicalinfo *  A501 Cuttingdata = A366
=

A210



ceramicinserts  General turning

SNGN L 1.C S

12 04 12.7 12.7 4,76
12 07 12.7 12.7 7.94
1507 |15.875]|15.875| 7.94

@ Ideal machining conditions
€3  Normal machining conditions

Turning ceramic inserts 4% Unfavourable machining conditions 1907 | 1905 | 1905 | 7.94
SN** negative insert ™ cC CN CR
PO
-0 -
gIC _ [T T
=] K © &
\ \? N
A 3 O BB
H @]
IS0 rloa ¢ |8 é g8 88
5 5 65 it
SNGN120404T02020 04 | 0.1-03 |0.08-0.25 o
SNGN120408501520 0.8 |0.1-0.25| 0.5-25 [s]
SNGN120408502020 0.8 | 0.1-04 | 0.1-03 (s
SNGN120408T00520 0.8 |0.15-1.5] 0.1-025 o [ ]
SNGN120408T02020 0.8 | 0.1-04 | 0.1-03 |o [
SNGN120412501520 1.2 | 0.1-03 | 0.5-25 o
SNGN120412T00520 1.2 | 0.1-03 | 0.5-25 [ ]
SNGN120412T02020 1.2 | 0,105 | 0.1-03 |o (o]
SNGN120416501520 1.6 |0.1-035| 0.5-3.0 o
SNGN120416T00520 1.6 |0.1-035| 0.5-3.0 [s]
SNGN120416T02020 16 | 0.1-06 | 0.1-04 |o o
SNGN120704T02020 04 | 0.1-0.3 |0.08-0.25|®
SNGN120708501520 0.8 |0.1-0.25| 0.5-25 [s]
SNGN120708T00520 0.8 |0.1-0.25| 0.5-25 [ ]
I | SNGN120708T02020 08 | 0.1-04 | 0.1-03 |o ) o
SNGN120712501520 1.2 | 0,103 | 0525 (s]
SNGN120712T00520 1.2 | 0.1-03 | 0.5-25 [ ]
SNGN120712T02020 1.2 | 0105 | 0.1-03 |o (5] [
SNGN120716501520 1.6 |0.1-0.35| 0.5-3.0 o
SNGN120716T00520 1.6 |0.1-0.35| 0.5-3.0 s}
SNGN120716T01520 1.6 |0.1-0.35| 0.5-3.0 (s]
SNGN120716T02020 16 | 0.1-06 | 0.1-04 |o
SNGN150708T02020 0.8 | 0.1-04 | 0.1-03 |o
SNGN150712T02020 1.2 | 0.1-05| 0.1-03 |e
SNGN150716T02020 16 | 0.1-06 | 0.1-04 |e
SNGN1920716502030 1.6 | 0.5-2.0 | 0.1-0.35 (o]
SNGN190716T03020 16 | 0.1-06 | 0.1-04 |o
® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  AI203 cutting ceramic, reinforced
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General turning  ceramicinserts

Tool holder
CSKNR/L CSRNR/L CSDNN
Kr: 75° Kr: 75° Kr: 45°

A296 A297 A299

Systemcode > A198 Grade selection  A42

A212

Technicalinfo # AS501

Cuttingdata A366



ceramicinserts  General turning

Turning ceramic inserts

O

Ideal machining conditions

€ Normal machining conditions

g% Unfavourable machining conditions

SNGX L 1.C S

12 07 12.7 12.7 7.94

SN** negative insert M cc CN CR
P O
M
K O €
N
S O LR
H O
o
150 ' i |8 8 £8 g8
< = =z n ==
U U g v (7"
SNGX120712702020 1.2 |0.2-20] 0.1-0.3 (s}
= SNGX120716T02020 16 |0.5-2.0|0.1-0.35 [s]
® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN Si3N4 Ceramic
CR  AI203 cutting ceramic, reinforced
Tool holder
JSDNN
Kr: 45°
A302
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General turning ceramicinserts

O  Ideal machining conditions TNGA L 1.C S d
A €3 Normal machining conditions 1604 | 165 [ 9525 | 476 | 3.86
Turning ceramic inserts §%  Unfavourable machining conditions 2204 | 22 | 127 | 476 | 5.16
TN** negative insert @] cCc CN CR
) P |O
‘= M
S
2 K O &
N
S @) SeRs
H @)
=
B 150 rloa f 18 8 g8 85
< = = ==
U U uu 00
TNGA160404502020 0.4 | 0.1-0.3 |0.08-0.25 L]
TNGA160404T01020 0.4 | 0.1-0.3 |0.08-0.25 (o} L]
E‘ TNGA160404T02020 0.4 | 0.1-0.3 |0.08-0.25 o]
§ TNGA160408502020 0.8 | 0.1-04 | 0.1-0.3 L]
P ) TNGA160408T02020 0.8 | 0.1-04 | 0.1-03 o} L[]
L | TNGA160412T02020 1.2 | 0.1-05 | 0.1-03 o} °
TNGA220408T02020 0.8 |0.15-1.5| 0.1-025 (o]
TNGA220412T02020 12 10.2-20 | 0.1-03 (o]
C TNGA220416T02020 16 | 0.5-2.0 | 0.1-0.35 o
@ Exstock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR AIl203 cutting ceramic, reinforced
g
= Tool holder
5 DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJNR/L-Z
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
A233 A247 A248 A249 A260 A261 A262
c MTFNR/L S***_PTENR/L
g2 Kr:91° Kr: 90°
=
£E
¥ o
@
=g ‘
-
A263 A330
x
3]
=
=
Systemcode . A198 Grade selection A42 Technical info A501 Cutting data A366
<
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ceramicinserts  General turning

TNGN L 1.C S

16 04 165 | 9525 | 476
16 07 165 | 9525 | 7.94
22 04 22 12.7 4,76

©  Ideal machining conditions

€3 Normal machining conditions
€8  Unfavourable machining conditions

Turning ceramic inserts

Turning

Milling

N

TN** negative insert ™ cC CN CR
PO
60°
M
K O €
N
S O 3B
H @]
=} o o oo
IS0 rloa, f |8 8 S8 g8
< = zZ o z=z
J ¥ (Y] [N
TNGN160404T02020 04 | 0.1-0.3 |0.08-0.25|C
TNGN160408502020 0.8 | 0.1-04 | 0.1-03 (o]
TNGN160408T02020 0.8 | 0.1-04 | 0.1-03 o]
TNGN160412T02020 1.2 | 0.1-05 | 0.1-03 (¢]
TNGN160416T02020 1.6 | 0.5-2.0 | 0.1-0.35 (o]
TNGN160708T02020 0.8 [0.15-1.5]| 0.1-025 o]
[ — |
TNGN160712T02020 1.2 | 0.1-05 | 0.1-0.3 |o
TNGN220408T02020 08 | 0.1-04 | 0.1-03 |o
TNGN220412T02020 1.2 | 0.1-05] 0.1-03 |o
TNGN220416T02020 16 | 0.1-06 | 0.1-04 |o
® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  AI203 cutting ceramic, reinforced
Tool holder
CTINR/L CTUNR/L
Kr: 93° Kr: 93°
A293 A295
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General turning ceramicinserts

O  Ideal machining conditions VNGA L 1.C S d
€3 Normal machining conditions 16 07 166 | 9525 | 7.94 | 3.81
Turning ceramic inserts §%  Unfavourable machining conditions 1604 | 166 | 9525 | 476 | 3.8]
VN** negative insert M cC CN CR
P |O
M
K |O &t
N
S @ SeRs
H @)
153 88
1SO r a, f '§_ '8_ '§_ g T D
< = Z & ==
U U uu 00
VNGA160404502020 0.4 |]0.1-0.3|0.08-0.25 L]
VNGA160404T01020 0.4 |0.1-0.3|0.08-0.25 (o}
VNGA160408502020 04 |0.1-04| 0.1-03 L]
M= | YNGA160408T01020 0.8 [0.1-04| 0.1-03 o
VNGA160408T02020 0.8 |0.1-04| 0.1-03 °
VNGA160708502020 0.8 |0.1-04| 0.1-03 L]
® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  AI203 cutting ceramic, reinforced
Tool holder
DVVNN DVINR/L MVVNN MVINR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr; 93°
A234 A235 A264 A265
System code A198 Grade selection A42 Technicalinfo *  A501 Cutting data A366

-
A216 ”

ZCC-CT



ceramicinserts  General turning

WNGA L 1.C S d
0804 | 869 | 127 | 476 | 5.16

O Ideal machining conditions

€ Normal machining conditions

TI.II'niI"Ig ceramic inserts 4% Unfavourable machining conditions
WN** negative insert ™ cC CN CR
P O
S
| M
[ 1 K [0 o
od | N
H O
o
IS0 rla | f |8 8 g8 g8
< = zZ & z =2
J U g u 00
WNGA080404T01020 0.4 |0.1-0.3]0.08-0.25 (s
WNGA080404T02020 0.4 |0.1-0.3]|0.08-0.25 o
WNGA080408502020 0.8 |0.1-04] 0.1-0.3 {s]
- WNGAO080408T02020 0.8 |0.1-04] 0.1-0.3 o ®
(]
WNGA080412502020 1.2 (0.1-0.5| 0.1-0.3 (s]
s
WNGA080412T02020 1.2 |0.1-0.5| 0.1-0.3 o] [ ]
WNGA080416T01525 16 (0.5-2.0| 0.1-0.35
WNGA080416T02020 16 (0.5-2.0| 0.1-0.35 [ ]
e Ex stock o On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  AI203 cutting ceramic, reinforced
Tool holder
DWLNR/L PWLNR/L MWLNR/L S*E.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
A236 A251 A266 A332
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General turning ceramicinserts

@)

Ideal machining conditions

€3 Normal machining conditions

RCGX 1.C S

06 07 6 7.94
06 04 6 4,76
06 06 6 6.35

09 07 9 7.94

12 07 12 7.94

g Turning ceramic inserts g% Unfavourable machining conditions 19 10 19 10
S
=3
— RC** positive insert ™ cc CN CR
P |O
a1.C i
: K |O &
B N
S O B8
H @)
o (=2 o o
o IS0 a, f |8 g 88 ¥
£ < = z 5 =
= U ] Uy 00
= RCGX060400501520 0.1-0.25| 05-25 o
RCGX060400T00520 0.1-0.25| 05-25 o
RCGX060600502020 0.1-0.3 (0.08-0.25]|2
RCGX060600T01020 0.1-0.25| 05-25
RCGX060700T00525 0.1-0.25| 05-25 [s] o
C RCGX090700501520 0.1-03 | 0.5-25
RCGX090700T00520 0.1-03 | 0.5-25 o0
a RCGX090700T00525 0.1-03 | 0.5-25 ] 00
v RCGX090700T20015 0.1-03 | 0103 |o
g‘ RCGX120700E 0.5-2.0 | 0102
:'—; RCGX120700501020 0520 | 0.1-02
o RCGX120700501520 0.1-0.35| 05-3.0 [s]
RCGX120700T00520 0.1-0.35| 05-3.0
RCGX120700T00525 0.1-0.35| 05-3.0 e} o
RCGX120700T01020 0.1-0.35| 05-3.0 o o]
RCGX191000T02020 0.1-0.6 | 0.1-05
D ® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
(o
™ 9
o
£ E
¥ 0
(7]
b= e
x
(7]
=
=
System code A198 Grade selection A42 Technical info AS01 Cutting data A366
ot
A218 g )




ceramicinserts  General turning

Turning ceramic inserts

O Ideal machining conditions
€ Normal machining conditions

g% Unfavourable machining conditions

RPGN 1.C S
12 04 12.7 4,76

RP** positive insert ™ cC CN CR
. PO
' M
K O €
N
e O B8
21.c S
H O
o
50 a |t |8 g g8 28
< = zZ & z =2
U U g v (7"
RPGN120400501520 0.1-0.35|0.5-3.0 (s]
RPGN120400T00520 0.1-0.35|05-3.0 o
® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN Si3N4 Ceramic
CR  AI203 cutting ceramic, reinforced
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General turning ceramicinserts

Turning ceramic inserts

O  Ideal machining conditions
€3 Normal machining conditions
8% Unfavourable machining conditions

RPGX 1.C S
0907 | 9525 | 7.94

RP** positive insert M cc CN CR
§ PO
' M
X " Ko B
N
11° @) B8
] (o S
H @)
o
50 a | f |8 g g8 g8
< = = ==
o v v e
RPGX090700T00525 0.1-0.3 |0.5-25 o0
® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  AI203 cutting ceramic, reinforced
System code A198 Grade selection A42 Technical info AS01 Cutting data A366

A220




ceramicinserts  General turning

O Ideal machining conditions TPGN L 1 S
€ Normal machining conditions 11 03 11 6.35 3.18
Turning ceramic inserts g%  Unfavourable machining conditions 1603 | 165 | 9525 | 3.8
TP** positive insert ™M cc CN CR
P O
60° o . S
\/ 11{ ™ M
] K O &
N
| S @) 88
H O
o
1SO r a, f § g g § § g
< = zZ & z =2
J U g u 00
TPGN110304T02020 0.4 |0.1-0.3]0.08-0.25 (s
TPGN160304T01020 0.4 |0.1-0.3]|0.08-0.25 o
TPGN160308T01020 0.8 |0.1-04] 0.1-0.3 {s]
—
® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN Si3N4 Ceramic
CR  AI203 cutting ceramic, reinforced
System code A198 Grade selection A42 Technical info A501 Cutting data A366

A221

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Ge ne ral tu rning External tool holders overview

External turning tool holders

Application Workpiece
mE:ctﬁir:i?:g Facing Frabling Profiling Profiling Stable Unstable
Tool holder Page
DCLNR/L
95° ’w ¢ e @ A230
DDJINR/L -
® @ & ® ® A231
93° ’
DSBNR/L _—
° ® A232
- e
DTGNR/L _
D 91° " ® = &3
DVVNN
& ® A234
ns
DVINR/L :
L ® ® @ A235
93° *
DWLNR/L
95° " 2 e @ A236
PCBNR/L
@ ® A237
75°
PCLNR/L
® ® @ A238
95°
PDINR/L
o ® @ © @ @ A240
93° y
PDNNR/ L
P 63° i & S] A241
PSBNR/ L il
75° o 2 ® A242
PSDNN _
45° -* o e o A244
PSKNR/L .
' ® A245
75° o ®

@® Recommended

A222



External tool holders overview Gene ral tu rning

External turning tool holders

Application Workpiece
External ! ; ; s
machining Facing Profiling Profiling Profiling Stable Unstable
Tool holder Page
[I U E___ - [ } —

PSSNR/L

45° o ! L ] L ] ® A246
PTFNR/L

91° ® e A247
PTTNR/L

60° e @ A248
PTGNR/L

90° L @ A249
PWLNR/L

95° @ ® @ A251
PLANR/L

90° ® L ] [ ] ® A316
PLFNR/L

90° ® ? A317
PCLNR/L

95° : ® @ o A318

MCBNR/L '

75° ’w ® ® A252
MCLNR/L

g5° L ] @ ® A253
MDJNR/L

93° & & ® ® @ A254
MDPNN

62.5° ® ® A255
MSBNR/L

75° b ] A256
MSRNR/L

75° o ® A257

@ Recommended
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Ge ne ral tu rning External tool holders overview

External turning tool holders

Application Workpiece
::;Emg Facing Profiling Profiling Profiling Stable Unstable
Tool holder |_ _| Page
) | [M=T]I[ s [
_ I e
MSKNR/L ?
75° ’ e ® A258
MSDNN P <
45° ’ & © A259
MTGNR/L
90° ’, ® @ A260
MTINR/L
93° ” ® ] A261
MTINR/L-Z ’ '
93° ’ S ® ] A262
MTENR/L
M 91° "’ ® E A263
— o
72,5° d s ® A264
MVINR/L
93° ? e & ® ® A265
MWLNR/L .
@ @ @ A266
95° y
MRGNR/L il
'/ ° ® A268
- .
MRDNN
) ® A267
SCACR/L
90° v % ® ® A269
SCLCR/L
S 95° ’ ® : ® ® A270
SDACR/L
4 ® ® @ A271
900

@® Recommended

A224



External tool holders overview Gene ral tu rning

External turning tool holders

Application Workpiece
mE:ctﬁir:iE:IIg Faciag Profiling Profiling Profiling Stable Unstable
Tool holder |_ _| Page
) (=T T
_ =4 I | =— |
SDICRL '
93° y s ® ° ® A272
SDNCN
63° y ) ® ® A273
SVJBR/L '
93° V ® ® ® @ A274
SVABR/L
b
o e ® & ® A275
aQ° o
SVVBN
- ® ® ® A276
72,5° ’
SVVCN
& @ @ @ A277
72,5° ’
SVICR/L =
bt o ® ® A278
93°
S SSBCR/L
B ® A279
75°
SSDCN
® @ A280
45°
SSKCR/L
® ® A281
75°
ssscRL
45° > S ® A282
STACR/L '
a0° v e (] ] A283
STFCR/L i
91° V e ® A284
STGCR/L _
3 @ @ @ A285
91° ’

Turning

Milling

N

Drilling

O

Technical
Information

Index

@ Recommended

A225



Turning

Milling

N

Drilling

O

Technical
Information

Index

Ge ne ral tu rning External tool holders overview

External turning tool holders

Application Workpiece
External : ; ; 5
machining Facing Profiling Profiling Profiling Stable Unstable

Tool holder Page
STTCR/L

60° = ® A286
SWACR/L

90° ’ ® ® ® A287
SRDCN -

_ ’ @ @ A288
SRGCR/L '

_ ’ ® @ A289
SCACR/L-SC

90° y @ ® ® A306
SCLCR/L-SC

95° w ® @ @ @ A307
SDACR/L-SC

o0 y © @ ® A308
SDHCR/L-SC

107°30" W ® e o a3
SDJCR/L-SC

93° w b 4 ® ® @ A310
SDNCN-SC

- y M ® © A311
SVACR/L-SC

90° } o ® e @ A312
SVICR/L-SC

g3s , ® ® ® ® A313
CKJINR/L

93° y ) ) 2 A290

c CKNNR/L
63° y & ® A291

A226
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External tool holders overview Gene ral tu rning

Notes

B R R R R R R R R R B R R R R R R R R R R R R R R R R R R R R R R R R R R R by

R T e R R R T P R T PR T R P PR R R R AT R T}
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Ge ne ral tu rni ng ISO code - external tool holders

P C L N L 25 25 M 12

Turning

Milling

N

Drilling

O

Technical
Information

Index

1 2 3 4 5 6 71 8 9
Clamping system Insert shape
Code Description

P Lever lock clamping E}

M Wedge/pin lock clamping ﬁ O
) Screw-on clamping lﬁj

(@ Wedge clamping E% A
D Duel wedge clamping [ﬁ

1 2

Tool holder type and entering angle

Clearance angle

B €
= ;50
o [
15°

.
A B C E
90° ke
F G H J K
& 730
95 o . 17°30 e - E
N P
= ~-0° e
L M N 0 P
107°30° 90"
7@ 45:& 60:@
Q R S 7 U
?P;ﬁ E‘W:I i 120°
w X

A228




ISO code - external tool holders G ene ral tu rn i ng

Cutting direction Shank height h [mm] Shank width b [mm]
L Nl =N
B Code | h Code | b
12 12 12 12
16 16 16 16
T 20 20 20 20
25 25 25 25
32 32 32 32
? 40 40 40 40
50 50 50 50
N
5 6 7

Holder length L [mm]

Cutting edge length | [mm]

L Insert shape
=
| | B 1QIO A LQ
- —j—= ~| 1= 1= |
Code L C D R 5 T v W
H 100 5,56 09
K 125 6,35 06 07 11
M 150 9,525 09 11 09 09 16 16 06
P 170 12,7 12 15 12 12 22 22 o8
Q 180 15,875 16 19 15 15 27
R 200 19,05 19 19 19 33
S 250 254 25 25 25 44
T 300 32 32
8 2

A229
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General tu rning External tool holders

CN** holder (external) D-Clamping
DCLNR/L Kr: 95°
h a
o S :
N 95°
L
|
Stock Dimensions [mm] Inserts
Article b 4
R|L a b L h s e n
DCLNR/L1616H09 e © 16 16 100 16 20 24 CN**0903**
DCLNR/L2020K09 o o 20 20 125 20 25 24 CN**0903**
DCLNR/L2525M09 e o 25 25 150 25 32 24 CN**0903**
DCLNR/L2020K12 e o 20 20 125 20 25 28 CN**1204**
DCLNR/L2525M12 e o 25 25 150 25 32 28 CN**1204**
DCLNR/L3225P12 e o 32 25 170 32 32 28 CN**1204%*
® Ex stock © On demand
% With internal cooling
Spare parts
Insert CN**0903%* CN**1204**
h 16-25 20-32
<Y Clamp CIRA C2RA
0" Seraw Lekaie) CM5%22C CM6x25C
P (4.0Nm) (7.0 Nm)
@ Screw (shim) SM5x8.65XA1 SM6x10XA1
[« | Shim C09BM C128M
€ Spring SPR6 SPR4
| Wrench (shim) WH30L WH40L
¢ |Wrench (clamp) WH30L WH40L
Insert
e f =] &/ =/
Finishing Medium Cut Roughing Castlron PCBN/PCD
A52 A53 A57 A61 A177
Systemcode . A228 Grade selection . A42 Technicalinfo *  A501 Cuttingdata * A366
@
A230 |'_ :



External tool holders  G@neral turning

DN** holder (external) D-Clamping
DDJNR/L Kr:93°
h a
s b
o
_J93°
-2 L
Stock Dimensions [mm] Inserts
Article £
RIL| a b L h s e y - 4
DDJNR/L1616H11 e e 16 16 100 16 20 30 DN**1104*%*
DDJNR/L2020K11 L] L] 20 20 125 20 25 30 DN**1104**
DDJNR/L2525M11 L] ® 25 25 150 25 32 30 DN**1104**
DDJNR/L3225P11 o] o] 32 25 170 32 32 30 DN**1104**
DDJNR/L2020K15 L] L] 20 20 125 20 25 35 DN**1506**
DDJNR/L2525M15 L] L] 25 25 150 25 32 35 DN**1506**
DDJNR/L3232P15 L] L] 32 32 170 32 40 35 DN**1506**
® Ex stock o On demand
= With internal cooling
Spare parts
Insert DN**1104%* DN**1506**
h 16-32 20-32
LY Clamp C1RA C2RA
W Screw (clamp) CM5x22C CM6x25C
P (4.0 Nm) (7.0 Nm)
w Screw (shim) SM5x8.65XA1 SMEx10XA1
& Shim D11BM D15BM
@ Spring SPR6 SPR4
¢ | wrench (shim) WH30L WHa0L
¢ |Wrench (clamp) WH30L WH40L
Insert
= “w & & -
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A63 A63 A68 AB9 A178
Systemcode . A228 Grade selection .~ A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

SN** holder (external)

DSBNR/L Kr: 75°

D-Clamping

L
Stock Dimensions [mm] Inserts
Article 3 =
R|L a b L h s e -
DSBNR/L1616H09 (o} 16 16 100 16 13 26 SN**0903**
DSBNR/L2020K12 L ] 20 20 125 20 17 34 SN**1204**
DSBNR/L2525M12 e 25 25 150 25 22 34 SN**1204**
DSBNR/L3225P12 e o 32 25 170 32 22 34 SN**1204**
DSBNR/L3232P15 e e 32 32 170 32 27 4 SN**1506%*
® Ex stock © On demand
s With internal cooling
Spare parts
Insert SN**Q903** SN**1204** SN**1506%*
h 16 20-32 32
<" Clamp C1RA C2RA C3RA
‘? Serew (chinp) CM5x22C CM6x25C CM6x25C
P (4.0 Nm) (7.0Nm) (7.0 Nm)

w Screw (shim) SM5x8.65XA1 SM6x10XA1 SM6x10XA2

~ Shim S09BM S12BM S158M

—

€ Spring SPR6 SPR4 SPR4

| Wrench (shim) WH30L WH40L WH40L

" Wrench (clamp) WH30L WH40L WH40L

2 . =
—
Finishing Medium Cut Roughing Cast lron PCBN/PCD
A73 A73 A78 AB4 Al162
Systemcode . A228 Grade selection .~ A42 Technicalinfo *  A501 Cuttingdata = A366
=



External tool holders G @neral tu rning

TN** holder (external) D-Clamping

DTGNR/L Kr:91°

h a
§
' s b
910 5
e
L
Stock Dimensions [mm] Inserts
Article £
R |'L a b I h s e A
DTGNR/L1616H16 e e 16 16 100 16 20 25 TN**1604**
DTGNR/L2020K16 20 20 125 20 25 25 TN**1604**
DTGNR/L2525M16 L] ® 25 25 150 25 32 25 TN**1604**
® Ex stock © On demand
= With internal cooling
Spare parts
Insert TN**1604**
h 16-25
St Clamp CI1RA
q’ Screw (clamp) GMBCEIC
(4.0 Nm)
W Screw (shim) SM5x8.65XA1
a Shim T16BM
€ Spring SPR6
¢ | wrench (shim) WH30L
( Wrench (clamp) WH30L
Insert
L N A - .
[===== e e
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
AB7 ABB A90 A92 A99 A163
System code > A28 Grade selection .~ A42 Technical info > A501 Cutting data . A366
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General tu rning External tool holders

VN** holder (external) D-Clamping
DVVNN Kr: 72°30'
h [ a
S—@ b
72°30’
e
L
Dimensions [mm)] Inserts
Article s | Stock
a b L h 5 e - g
DVVNN2020K16 20 20 125 20 10 44 VN**1604**
DVVNN2525M16 25 25 150 25 125 44 VN**1604**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert VN**1604**
h 20-25
A1 Clamp C6RA
w Screw (clamp) C5322C
(4.0 Nm)
w Screw (shim) SM5X8.65XAT
e Shim V16BM
@ Spring SPR6
€ | Wrench (shim) WH30L
¢ |Wrench (clamp) WH30L
Insert
* ’ i4t§ =y ey
Finishing Medium Cut Roughing Cast lron PCBN/PCD
A102 A102 A104 A103 A179
Systemcode . A228 Grade selection . A42 Technicalinfo *  A501 Cuttingdata * A366
=

A234



External tool holders G @neral tu rning

VN** holder (external) D-Clamping
DVINR/L Kr:93°
h a
s b
o3
& L
Stock Dimensions [mm] Inserts
Article £
R|L a b L h 3 e -
DVINR/L2020K16 e e 20 20 125 20 25 41 VN**1604**
DVINR/L2525M16 25 25 150 25 32 41 VN**1604**
® Ex stock 0 On demand
#= With internal cooling
Spare parts
Insert VN**1604%*
h 20-25
£2N Clamp C6RA
Qf Screw (clamp) CM5%22C
(4.0 Nm)
@ Screw (shim) SM5X8.65XA1
e Shim V16BM
@ Spring SPR6
( Wrench (clamp) WH30L
¢ | wrench (shim) WH30L
Insert
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A102 A102 A104 A103 A179
Systemcode » A228 Grade selection *  Ad2 Technicalinfo # AS501 Cuttingdata . A366
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General tu rning External tool holders

WN** holder (external) D-Clamping
DWLNR/L Kr:95°
h a
‘.J 3 b
95
B L
Stock Dimensions [mm] Inserts
Article b 4
R | L b L h s e A
DWLNR/L1616H06 e o 16 100 16 25 24 WN**0604**
DWLNR/L2020K06 o o 20 125 20 25 24 WN**0604**
DWLNR/L2525M06 e o 25 150 25 32 24 WN**0604**
DWLNR/L2020K08 e o 20 20 125 20 25 31 WN**0804**
DWLNR/L2525M08 e o 25 150 25 32 31 WN**0804**
DWLNR/L3225P08 e o 32 25 170 32 32 31 WN**0804**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert WN**0604** WN**0804**
h 16-25 20-32
<Y Clamp CIRA C2RA
0" Seraw Lekaie) CM5%22C CM6x25C
P (4.0Nm) (7.0 Nm)
@ Screw (shim) SM5x8.65XA1 SM6x10XA1
a Shim WO6BM WO08BM
€ Spring SPR6 SPR4
| Wrench (shim) WH30L WH40L
¢ |Wrench (clamp) WH30L WH40L
Insert
2 6 | & A - -
[ L bt
Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
A106 A107 A107 A109 A1 A165
Systemcode . A228 Grade selection . A42 Technicalinfo *  A501 Cuttingdata * A366
@

A236



External tool holders  G@neral turning

CN** holder (external)

PCBNR/L Kr:75°

P-Clamping

i o,
h | a
s (@] b
2 10])
75,
~-—e
L
Right hand style
Stock Dimensions [mm)] Inserts
Article -] [

R|L a b L h 5 e u
PCBNR/L2020K12 L] ® 20 20 125 20 17 27 CN**1204**
PCBNR/L2525M12 ° L] 25 25 150 25 22 27 CN**1204%*
PCBNR/L3232P12 o ° 32 32 170 32 27 27 CN**1204%*
PCBNR/L2525M16 L] L] 25 25 150 25 22 33 CN**1606**
PCBNR/L3232P16 e e 32 32 170 32 27 33 CN**1606%*
PCBNR/L3232P19 L] L] 32 32 170 32 27 38 CN**1906%*
PCBNR/L4040519 L] L] 40 40 250 40 35 38 CN**1906%*
PCBNR/L404052507 L] L] 40 40 250 40 35 50 CN**2507%*
PCBNR/L404052509 L] L] 40 40 250 40 35 50 CN**2509%*

® Ex stock © On demand
# With internal cooling
Spare parts
Insert CN**1204** CN**1606** CN**1906** CN**2507** CN**2509**
h 20-32 25-32 32-40 40 40
Be | Kneelever L4 L5 L6 L8 L8
U¢ LEMB8x21 LEM8x25 LEM10x27
e Screw
(10.2 Nm) (10.2 Nm) (16.6 Nm)
‘@ Screw LEM12x36A LEM12x36A
(25.2 Nm) (25.2 Nm)
= | Shim C12AP C16AP C19AP C25AP-07 C25AP
- Shim pin (shim) SP4 SP5 SP6 SP8 SP8
( Wrench WH30L WH30L WH40L WH50L WHS50L
Insert
— R g & =
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
AS51 A52 AS53 AS57 Ab1 A177

System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General turning  external tool holders

CN** holder (external)

PCLNR/L Kr:95°

P-Clamping

L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R| L a b L h 5 e ’
PCLNR/L1616H09 [ ] L] 16 16 100 16 20 20 CN**0903**
PCLNR/L2020K09 [ ] [ ] 20 20 125 20 25 22 CN**0903**
PCLNR/L2525M09 (o] ® 25 25 150 25 32 22 CN**0903**
PCLNR/L1616H12 e} o 16 16 100 16 20 20 CN**1204**
PCLNR/L2020K12 L[] L[] 20 20 125 20 25 28 CN**1204**
PCLNR/L2525M12 [ ] [ ] 25 25 150 25 32 28 CN**1204**
PCLNR/L3232P12 L] L] 32 32 170 32 40 28 CN**1204**
PCLNR/L2525M16 [ ] [ ] 25 25 150 25 32 33 CN**1606**
PCLNR/L3232P16 L[] L] 32 32 170 32 40 33 CN**1606**
PCLNR/L3232P19 [ ] (] 32 32 170 32 40 38 CN**1906**
PCLNR/L4040519 [ ] ® 40 40 250 40 50 38 CN**1906**
PCLNR/L404052507 L] L ] 40 40 250 40 50 49 CN**2507**
PCLNR/L40405S2509 [ ] [ ] 40 40 250 40 50 49 CN**2509**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert CN**0903%* CN**1204%* CN**1606** CN**1906%* CN**2507** CN**2509%*
h 16-25 16-32 25-32 32-40 40 40
B | Kneelever L3 L4 L5 L6 L8 L8
& o LEMBx21 LEM8x25 LEM10x27
(10.2 Nm) (10.2 Nm) (16.6 Nm)
‘@ o LEM6x13.4A LEM12x36A LEM12x36A
(7.0 Nm) (25.2 Nm) (25.2 Nm)

& | Shim CO9AP C12AP C16AP C19AP C25AP-07 C25AP

- Shim pin (shim) SP10 SP4 SP5 SP6 SP8 SP8
(‘ Wrench WH25L WH30L WH30L WH40L WH50L WH50L
System code A228 Grade selection A42 Technical info AS01 Cutting data A366
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External tool holders G @neral tu rning

CN** holder (external)

Insert

=t

&/

=/

Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A51 A52 AS53 AS57 A61 A177
Systemcode » A228 Grade selection *  A42 Technicalinfo # AS501 Cuttingdata * A366
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DN** holder (external) P-Clamping
PDJNR/L Kr: 93°
h a
.’. % “
o L
%) A
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R[L a b L h s e ’
PDJNR/L1616H11 e o 16 16 100 16 20 25 DN**1104%*
PDJNR/L2020K11 e @ 20 20 125 20 25 25 DN**1104**
PDJNR/L2525M11 s @ 25 25 150 25 32 30 DN**1104%*
PDJNR/L2020K15-3 ®e O 20 20 125 20 25 35 DN**1504%*
PDJNR/L2525M15-3 e o 25 25 150 25 32 35 DN**1504%*
PDJNR/L3232P15-3 e o 32 32 170 32 40 35 DN*#1504**
PDJNR/L2020K15 e O 20 20 125 20 25 35 DN**1506**
PDJNR/L2525M15 e @ 25 25 150 25 32 35 DN**1506**
PDJNR/L3232P15 e e 32 32 170 32 40 35 DN*#1506**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert DN**1104%* DN**1504** DN**1506**
h 16-32 20-32 20-32
Bo | Kneelever 13 L4 148
Qﬁ Screw LEMBx21 LEMBx21
. (10.2 Nm) (10.2 Nm)
‘@ Screw LEM6x13.4A
(7.0 Nm)
- Shim D11AP D15AP D15AP
W | shim pin (shim) sP3 SP4 sP4
| Wrench WH25L WH30L WH30L
Insert
= “ & & -
Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
A62 AB3 A63 A68 AB9 A178
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A240
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External tool holders  G@neral turning

DN** holder (external)

PDNNR/L Kr: 63°

P-Clamping

w
| oS
e B
<
B L
Left hand style
Stock Dimensions [mm)] Inserts
Article -]
R|L| a b L h s e y - 4
PDNNR/L2020K15-3 e O 20 20 125 20 8 37 DN**1504**
PDNNR/L2525M15-3 e O 25 25 150 25 12.5 37 DN**1504**
PDNNR/L3232P15-3 e o 32 32 170 32 16 37 DN**1504**
PDNNR/L2020K15 e o 20 20 125 20 8 37 DN**1506**
PDNNR/L2525M15 e o 25 25 150 25 12.5 37 DN**1506**
PDNNR/L3232P15 e 32 32 170 32 16 37 DN**1506**
® Ex stock o On demand
% With internal cooling
Spare parts
Insert DN**1504** DN**1506**
hh 20-32 20-32
b Knee lever L4 L4B
Gﬁ Saianis LEM8x21 LEM8x21
: (10.2 Nm) (10.2 Nm)
& Shim D15AP D15AP
B |shim pin (shim) sP4 sP4
¢ | Wrench WH30L WH30L
Insert
> ©a & & £
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
Ab2 AB3 A63 A68 AB9 A178
System code A228 Grade selection A42 Technical info A501 Cutting data A366
~
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General turning  external tool holders

SN** holder (external)

PSBNR/L Kr:75°

P-Clamping

h i \ a
5__! @ ?@ b
750
e L
Right hand style
Stock Dimensions [mm] Inserts
Article 4 o==r
R| L a b L h s e jo]
PSBNR/L1616H09 e O 16 16 100 16 13 i SN**0903**
PSBNR/L2020K09 e O 20 20 125 20 17 23 SN**0903**
PSBNR/L2020K12 e o 20 20 125 20 17 28 SN**1204**
PSBNR/L2525M12 e o 25 25 125 25 22 28 SN**1204**
PSBNR/L3225P12 ® O 32 25 170 32 22 28 SN**1204**
PSBNR/L3232P12 ® O 32 32 170 32 27 28 SN**1204**
PSBNR/L2525M15 e O 25 25 150 25 22 35 SN**1506**
PSBNR/L3232P15 e o 32 32 170 32 27 35 SN**1506**
PSBNR/L3232P19 e o 32 32 170 32 27 40 SN**1906**
PSBNR/L4040519 e e 40 40 250 40 35 40 SN**1906**
PSBNR/L404052507 0o O 40 40 250 40 35 48 SN**2507**
PSBNR/L404052509 o O 40 40 250 40 35 48 SN**2509**
® Ex stock © On demand
= With internal cooling
Spare parts
Insert SN**0903** SN**1204** SN**1506%* SN**1906** SN**2507%* SN**2509**
h 16-20 20-32 25-32 32-40 40 40
Bo | Kneelever L3 L4 L5 L6 L8 L8
9’ Setav LEM8x21 LEM8x25 LEM10x27
(10.2 Nm) (10.2 Nm) (16.6 Nm)
‘@ SEHEW LEM&x13.4A LEM12x36A LEM12x36A
(7.0 Nm) (25.2 Nm) (25.2 Nm)
;‘ Shim SO9AP S12AP S15AP S19AP S25AP
~ Shim S25AP-09
—
. Shim pin (shim) SP10 SP4 SP5 SP6 SP8 SP8
( Wrench WH25L WH30L WH30L WH40L WH50L WHS50L
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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External tool holders G @neral tu rning

SN** holder (external)

Insert
B - &
1 |
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 A84 A162
Systemcode > A228 Grade selection *  A42 Technicalinfo > AS01 Cutting data
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General turning  external tool holders

SN** holder (external)

PSDNN Kr: 45°

P-Clamping

h % H a
s -
T80 "
45
e
L
Dimensions [mm)] Inserts
Article sz | Stock ==
a b L h s e {E}'
PSDNN1212F09 (o]} 12 12 80 12 21 SN**0903**
PSDNN1616H09 L[] 16 16 100 16 23 SN**0903**
PSDNN2020K12 [ ] 20 20 125 20 10 30 SN**1204**
PSDNN2525M12 L[] 20 20 150 20 125 30 SN**1204**
PSDNN3232P12 [ ] 32 32 170 32 16 40 SN**1204**
PSDNN2525M15 [ ] 25 25 150 25 12.5 40 SN**1506**
PSDNN3232P15 L] 32 32 170 32 16 40 SN**1506**
PSDNN3232P19 [ ] 32 32 170 32 16 40 SN**1906**
PSDNN4040519 [ ] 40 40 250 40 20 40 SN**1906**
@ Exstock © On demand
% With internal cooling
Spare parts
Insert SN**Q9Q3** SN**0903** SN**1204%* SN**1506%* SN**1906**
h 12 16 20-32 25-32 32-40
Bo | Kneelever 138 13 13 L5 L6
@w i LEM5x12B
(4.0 Nm)
@” i LEM8x25 LEM10x27
(10.2 Nm) (16.6 Nm)
‘@ S LEM6x13.4A LEM6x13.4A
{70Nm) (7.0 Nm)
— Shim SO9AP S12AP S15AP S19AP
- Shim pin (shim) SP10 SP10 SP5 SP6
r‘ Wrench WH25L WH25L WH30L WH40L
o Wrench WTO09IP
Insert
Finishing Medium Cut Roughing Cast lron PCBN/PCD
A73 A73 A78 AB4 Al62
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A244



External tool holders  G@neral turning

SN** holder (external) P-Clamping
PSKNR/L Kr:75°
)
h a
$|.8 b
S 9
Right hand style
Stock Dimensions [mm)] Inserts
Article -] ==

R|L a b L h s e e
PSKNR/L1616H09 o o 16 16 100 16 20 17 SN**0903**
PSKNR/L2020K09 ° o 20 20 125 20 25 20 SN**0903**
PSKNR/L2020K12 o L] 20 20 125 20 25 26 SN**1204**
PSKNR/L2525M12 L] L] 25 25 150 25 32 26 SN**1204**
PSKNR/L3232P12 e e 32 32 170 32 40 26 SN**1204**
PSKNR/L2525M15 ® O 25 25 150 25 32 32 SN**1506**
PSKNR/L3232P15 L] L] 32 32 170 32 40 32 SN**1506**
PSKNR/L3232P19 L] L] 32 32 170 32 40 36 SN**1906**
PSKNR/L4040519 o o} 40 40 250 40 50 40 SN**1906**

® Ex stock © On demand
# With internal cooling
Spare parts
Insert SN**0903** SN**1204** SN**1506** SN**1906**
h 16-20 20-32 25-32 32-40
Be | Kneelever L3 L4 L5 L6
ﬂ¢ Screw LEM8x21 LEM8x25 LEM10x27
: (10.2 Nm) (10.2 Nm) (16.6 Nm)
‘@ Screw LEM6x13.4A
(7.0 Nm)
= Shim SO9AP S12AP S15AP S19AP
- Shim pin (shim) SP10 SP4 SP5 SP6
( Wrench WH25L WH30L WH30L WH40L
Insert
= B - =
__
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 AB4 A162

System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General turning  external tool holders

SN** holder (external) P-Clamping

PSSNR/L Kr: 45°

h a
\ b
s ©
455
s
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk =
R| L a b L h 5 e ;:a ;
PSSNR/L1616H09 e e 16 16 100 16 20 25 SN**D903**
PSSNR/L2020K12 e e 20 20 125 20 25 30 SN**1204**
PSSNR/L2525M12 e o 25 25 150 25 32 30 SN**1204**
PSSNR/L3232P12 e o 32 32 170 32 40 40 SN**1204**
PSSNR/L2525M15 e e 25 25 150 25 32 30 SN**1506**
PSSNR/L3232P15 e o 32 32 170 32 40 40 SN**1506**
PSSNR/L3232P19 e 32 32 170 32 40 40 SN**1906**
PSSNR/L4040519 e @ 40 40 250 40 50 50 SN**1906%*
PSSNR/L404052507 e o 40 40 250 40 50 50 SN**2507**
PSSNR/L404052509 e e 40 40 250 40 50 50 SN**2509**
® Ex stock © On demand
= With internal cooling
Spare parts
Insert SN**¥0903** SN**1204** SN**1506%* SN**1906** SN**2507%* SN**2509**
h 16 20-32 25-32 32-40 40 40
Bo | Kneelever L3 L4 Ls L6 L8 L8
Gp Sehawi LEM8x21 LEM8x25 LEM10x27
(10.2 Nm) (10.2 Nm) (16.6 Nm)
‘@ Sehawi LEM&x13.4A LEM12x36A LEM12x36A
(7.0 Nm) (25.2 Nm) (25.2 Nm)
‘1 Shim SO9AP S12AP S15AP S19AP S25AP
ﬁ H
=) Shim S25AP-09
. Shim pin (shim) SP10 SP4 SP5 SP6 SP8 SP8
( Wrench WH25L WH30L WH30L WH40L WH50L WH50L
Insert
I J
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 AB4 Al62
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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External tool holders  G@neral turning

TN** holder (external) P-Clamping A

PTENR/L Kr:91°

h I a =
i
5
-
®l9120 o) &
-
e
L
Right hand style
Stock Dimensions [mm)] Inserts B
Article -]
R|L a b I h 5 e A
PTFNR/L1616H16 e o 16 16 100 16 20 20 TN**1604* .
PTFNR/L2020K16 s 20 20 125 20 25 20 TN**1604** §
PTFNR/L2525M16 e o 25 25 150 25 32 20 TN**1604%* ﬁ
PTFNR/L2525M22 e o 25 25 150 25 32 25 TN**2204**
PTFNR/L3232P22 e o 32 32 170 32 40 25 TN**2204%*
PTFNR/L3232P27 e O 32 32 170 32 40 34 TN**2706%*
PTFNR/L4040527 o © 40 40 250 40 50 34 TN**2706**
® Ex stock © On demand c
# With internal cooling
Spare parts
Insert TN**1604** TN**2204*%* TN**2706** g"
h 16-25 25-32 32-40 =
b
h Knee lever L3 L4 L5
ﬂ¢ - LEM8x21 LEM8x25
(10.2 Nm) (10.2 Nm)
@ Screw LEM6x13.4A
(7.0 Nm) D
A Shim T16AP T22AP T27AP
I |shim pin (shim) sP3 sP4 SP5
c
TS
| wrench WH25L WH30L WH30L =]
= F
Ee]
=
Insert
= N A & e bt
———— = = E
Wiper Finishing Medium Cut Roughing Heavy Turning Cast lron PCBN/PCD
AB7 AB8 A90 A92 A97 A99 A163
o)
o
=
Systemcode . A228 Grade selection .~ A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

TN** holder (external)

PTTNR/L Kr:60°

P-Clamping

h i h
Si ® 5
Lo]
ep&
€ L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R L a b L h s e A
PTTNR/L1616H16 16 16 100 16 13 25 TN**1604**
PTTNR/L2020K16 20 20 125 20 17 25 TN**1604**
PTTNR/L2525M22 25 25 150 20 22 32 TN**2204**
@ Ex stock © On demand
% With internal cooling
Spare parts
Insert TN**1604** TN**2204%**
h 16-25 20
b Knee lever L3 L4
9’ SEHEW LEMBx21
: (10.2Nm)
‘@ SEHEW LEM6&x13.4A
(7.0 Nm)
a Shim T16AP T22AP
B | shim pin (shim) sP3 P4
| Wrench WH25L WH30L
Insert
AlalAalalalala
Wiper Finishing Medium Cut Roughing Heavy Turning Castliron PCBN/PCD
A87 AB8 A90 A92 A97 A99 A163
Systemcode . A228 Grade selection A42 Technical info A501 Cuttingdata .~ A366
>
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External tool holders  G@neral turning

TN** holder (external)

PTGNR/L Kr:90°

P-Clamping

h i a
/

s ® b
O\
90
e

L
Right hand style
Stock Dimensions [mm)] Inserts
Article -]
R|L a b L h s e A
PTGNR/L1010E11 L] 10 10 70 10 14 16 TN**1103**
PTGNR/L1212F11 ° L] 12 12 80 12 16 14 TN**1103*
PTGNR/L1616H11 o 16 16 100 16 20 18 TN**1103**
PTGNR/L2020K11 e O 20 20 125 20 25 19 TN**1103*
PTGNR/L2525M11 o o] 25 25 150 25 32 20 TN**1103*
PTGNR/L1616H16 L] L] 16 16 100 16 20 20 TN**1604**
PTGNR/L2020K16 L] L] 20 20 125 20 25 20 TN**1604**
PTGNR/L2525M16 L] L] 25 25 150 25 32 20 TN**1604*
PTGNR/L3232P16 L] o} 32 32 170 32 40 20 TN**1604**
PTGNR/L2525M22 L] L] 25 25 150 25 32 28 TN**2204*
PTGNR/L3232P22 L] ° 32 32 170 32 40 28 TN**2204**
PTGNR/L3232P27 ° o] 32 32 170 32 40 33 TN**2706**
PTGNR/L4040527 o o 40 40 250 40 50 33 TN**2706**
® Ex stock 0 On demand
& With internal cooling
Spare parts
Insert TN**1103%* TN**1604%* TN**2204** TN**2706%*
h 10-25 16-32 25-32 32-40
b Knee lever L2 I3 L4 L5
(jﬁ Screw LEM5x9B
: (4.0 Nm)
(jﬁ Screw LEM8x21 LEM8x25
: (10.2 Nm) (10.2 Nm)
‘@ Screw LEM6x13.4A
(7.0 Nm)
R im
N Sh T16AP T22AP T27AP
I |shim pin (shim) sP3 sP4 sP5
| Wrench WH25L WH30L WH30L
e Wrench WT09IP
System code A228 Grade selection Ad2 Technical info A501 Cutting data A366
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General tu rning External tool holders

TN** holder (external)

Insert
el A S f :
Wiper Finishing Medium Cut Roughing Heavy Turning Castlron PCBN/PCD
AB7 AB8 A90 A92 A97 A99 A163
System code . A228 Grade selection . A42 Technicalinfo . A501 Cuttingdata * A366

A250



External tool holders G @neral tu rning

WN** holder (external)

PWLNR/L Kr: 95°

P-Clamping

_ —
h i a
s| (@ b
BNEEY
e /
L
Right hand style
Stock Dimensions [mm)] Inserts
Article -]
R|L a b L h s e A
PWLNR/L1616H06 e o 16 16 100 16 20 20 WN**0604**
PWLNR/L2020K06 s 20 20 125 20 25 20 WN**0604%*
PWLNR/L2525M06 e o 25 25 150 25 32 20 WN**0604**
PWLNR/L2020K08 e o 20 20 125 20 25 26 WN**0804%*
PWLNR/L2525M08 e o 25 25 150 25 32 26 WN**0804**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert WN**0604** WN**0804**
h 16-25 20-25
b Knee lever L3 L4
0’ Sevv LEM8x21
: (10.2 Nm)
‘@ Sevv LEM6x13.4A
(7.0 Nm)
&= Shim WO6AP WOBAP
B | shim pin (shim) sP3 sp4
| Wrench WH25L WH30L
Insert
s alajalalé
= pesss bt
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A106 A107 A107 A109 Al A165
System code > A28 Grade selection .~ A42 Technical info > A501 Cutting data . A366
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General tu rning External tool holders

CN** holder (external) M-Clamping

MCBNR/L Kr: 75°

h a
/ L &2 b
75"
< L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R| L a b L h 5 e ’
MCBNR/L2020K12 L] (o} 20 20 125 20 17 32 CN**1204**
MCBNR/L2525M12 [ ] [ ] 25 25 150 20 22 32 CN**1204**
MCBNR/L3225P12 L[] L[] 32 25 170 32 22 32 CN**1204**
MCBNR/L2525M16 e} o 25 25 150 25 22 40 CN**1606**
MCBNR/L3232P16 L] L[] 32 32 170 32 27 40 CN**1606**
MCBNR/L3232P19 (o] (o] 32 32 170 32 27 45 CN**1906**
MCBNR/L4040R19 (s} [ ] 40 40 200 40 35 45 CN**1906**
® Ex stock © On demand
= With internal cooling
Spare parts
Insert CN**1204%* CN**1204%* CN**1606** CN**1906**
h 20 25-32 25-32 32-40
‘-.m Clamp C1RD C1RD C2RD C5RD
y Dowel pin TM6éx17 TMEx17 TM8x21 TM10x21
’ Serew (clamp) DM6x25 DM6x30 DM6x%30
P. (7.0 Nm) (7.0 Nm) (7.0 Nm)
’ Screw (clamp) DMB30X
(10.2 Nm)
[ » | Shim C12BM C12BM C16BM C19BM
— wre";?rffowe' WH30L WH30L WH30L WH40L
(‘ Wrench (clamp) WH30L WH30L WH30L WH40L

o | &

Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
A51 A52 A53 A57 Ab1 A177
Systemcode . A228 Grade selection .~ A42 Technicalinfo *  A501 Cuttingdata .~ A366

A252 ”



External tool holders G @neral tu rning

CN** holder (external)

MCLNR/L Kr: 95°

M-Clamping

i

S b
%
L
Right hand style
Stock Dimensions [mm)] Inserts
Article -]
R|L a b L h 5 e n
MCLNR/L2020K12 L] ® 20 20 125 20 25 32 CN**1204**
MCLNR/L2525M12 L] L] 25 25 150 25 32 32 CN**1204%*
MCLNR/L3225P12 o L] 32 25 170 32 32 32 CN**1204%*
MCLNR/L2525M16 L] L] 25 25 150 25 32 38 CN**1606**
MCLNR/L3232P16 e e 32 32 170 32 40 38 CN**1606%*
MCLNR/L3232P19 L] L] 32 32 170 32 40 45 CN**1906%*
MCLNR/L4040R19 L] o] 40 40 200 40 50 45 CN**1906%*
MCLNR/L4040525 o o] 40 40 250 40 50 38 CN**2509%*
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert CN**1204%** CN**1204%* CN**1606** CN**1906** CN**2509%*
h 20 25-32 25-32 32-40 40
(|} Clamp C1RD C1RD C2RD C5RD C6RD
- " TM12x29
g7 | Dowelpin TM6x17 TM6x17 TM8x21 TM10x21 53 M)
’ Serew (dairp) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0Nm)
’ Serew (dairp) DM8x30X DM10x35X
P (10.2Nm) (16.6 Nm)
= | Shim C128M C128M C168M C198M
= | Shim €25BM-09
( Wrench (clamp) WH30L WH30L WH30L WH40L WH50L
i Wm";’;rffowe' WH30L WH30L WH30L WH40L WHa0L
Insert
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A51 A52 A53 AS57 Ab1 A177
Systemcode . A228 Grade selection .~ A42 Technical info A501 Cutting data . A366
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General turning  external tool holders

DN** holder (external) M-Clamping
MDJNR/L Kr: 93°
» | a
s 9 b
o
<49 3‘;
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R[L a b L h s e ’
MDJINR/L2020K11 e o 20 20 125 20 25 32 DN**1104**
MDJNR/L2525M11 e @ 25 25 150 25 32 32 DN**1104**
MDJNR/L3225P11 e O 32 25 170 32 32 32 DN**1104**
MDJNR/L2020K15 e o 20 20 125 20 25 38 DN**1506**
MDJNR/L2525M15 e @ 25 25 150 25 32 38 DN#**1506**
MDJNR/L3225P15 e o 32 25 170 32 32 38 DN**1506**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert DN**1104** DN**1104** DN*¥*1506** DN**1506**
h 20 25-32 20 25-32
‘-.m Clamp CIRD C1RD C2RD C2RD
y Dowel pin TM5x13 TM5x13 TM6x19 TM6x19
’ S (clainp) DM6x25 DM6x30 DM6x25 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm) (7.0 Nm)
= Shim D11BM D11BM D15BM D15BM
r" Wrench (clamp) WH30L WH30L WH30L WH30L
‘'l W'e";';rf;hwe' WH20L WH20L WH30L WH30L
Insert
>/ “v & & =/
Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
AB2 ABG3 AB63 AB8 AB9 A178
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A254

o~

ZCC-CT



External tool holders  G@neral turning

DN** holder (external)

MDPNN Kr: 62°30'

o

M-Clamping

L
Dimensions [mm] Inserts
Article o | Stock
a b L h 5 e ’
MDPNN2020K11 ] 20 20 125 20 10 35 DN**1104**
MDPNN2525M11 L] 25 25 150 25 125 35 DN**1104**
MDPNN2020K15 ° 20 20 125 20 10 40 DN**1506**
MDPNN2525M15 ] 25 25 150 25 125 40 DN**1506**
MDPNN3225P15 . 32 25 170 32 125 40 DN**1506**
® Ex stock 0 On demand
= With internal cooling
Spare parts
Insert DN**1104%** DN**1104%* DN**1506** DN**1506%*
h 20 25-32 20 25-32
‘m Clamp C1RD C1RD C2RD C2RD
& | Dowelpin TM5x13 TM5x13 TM6x19 TM6x19
# Serew {Hamp) DM6x25 DM6x30 DM6x25 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm) (7.0 Nm)
i Shim D11BM D11BM D15BM D15BM
( Wrench (clamp) WH30L WH30L WH30L WH30L
i Wm"gi‘rf}d"we' WH20L WH20L WH30L WH30L
Insert
= v & & =/
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD

AB2 AB3 A63 A68 AB9 A178

Systemcode . A228 Grade selection A42 Technical info A501 Cutting data A366

A255
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General tu rning External tool holders

SN** holder (external) M-Clamping

MSBNR/L Kr: 75°

h a
5 b
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk =

R | L a b L h s e Zﬁ
MSBNR/L2020K12 L] 20 20 125 20 17 32 SN**1204**
MSBNR/L2525M12 e O 25 25 150 25 22 32 SN**1204**
MSBNR/L3225P12 [ ] 32 25 170 32 22 32 SN**1204**
MSBNR/L2525M15 e O 25 25 150 25 22 38 SN**1506**
MSBNR/L3232P15 e @ 32 32 170 32 29 38 SN**1506**
MSBNR/L4032R15 e} 40 32 200 40 27 38 SN**1506**
MSBNR/L3232P19 e 32 32 170 32 27 45 SN**1906**
MSBNR/L4040R19 o e 40 40 200 40 35 45 SN**1906**
MSBNR/L4040R25 e O 40 40 200 40 35 50 SN**2507**
MSBNR/L404052509 o o 40 40 250 40 35 50 SN**2509**

® Ex stock © On demand
= With internal cooling
Spare parts
Insert SN**1204%* SN**1204** SN**1506%* SN**1906** SN**2507%* SN**2509**
h 20 25-32 25-40 32-40 40 40
(|| Clamp C1RD CIRD C2RD C5RD C6RD C6RD
W Dowel pin TM6x17 TM6ex17 TM8x21 TM10x21 TM12x29 TM12x29
’ Serew (i) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0Nm) (7.0 Nm)
’ Serew (i) DMBx30X DM10x35X DM10x35X
P (10.2 Nm) (16.6 Nm) (16.6 Nm)
ﬁ Shim S12BM S12BM S15BM S19BM S25BM S25BM
( Wrench (clamp) WH30L WH30L WH30L WH40L WH40L WH40L
'l W'e";';:?"we' WH31L WH31L WH30L WH40L WHS50L WH50L
Insert
= 24 - =
)
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 AB4 Al62

Systemcode . A228 Grade selection .~ A42 Technicalinfo *  A501 Cuttingdata .~ A366

A256 ”



External tool holders  G@neral turning

SN** holder (external) M-Clamping
MSRNR/L Kr: 75°
h
s
L
Right hand style
Stock Dimensions [mm)] Inserts
Article -] ==
R L a b L h s e le
MSRNR/L2020K12 e e 20 20 125 20 22 36 SN*#1204%*
MSRNR/L2525M12 s 25 25 150 25 27 36 SN**1204%*
MSRNR/L3225P12 o 32 25 170 32 27 36 SN**1204%*
MSRNR/L2525M15 e © 25 25 150 25 27 40 SN**1506%*
MSRNR/L3232P15 e e 32 32 170 32 35 40 SN**1506%*
MSRNR/L4032R15 o 40 32 200 40 35 40 SN**1506%*
MSRNR/L3232P19 o o© 32 32 170 32 35 45 SN**1906%*
MSRNR/L4040R19 o 40 40 200 40 43 45 SN**1906%*
MSRNR/L4040R2509 o o 40 40 200 40 43 50 SN#*2509%%
MSRNR/L404052509 o o 40 40 250 40 43 50 SN**2509*%*
® Ex stock © On demand
= With internal cooling
Spare parts
Insert SN**1204** SN**1204%* SN**1506%* SN**1906** SN**2509%*
h 20 25-32 25-40 32-40 40
(3] Clamp CIRD CIRD C2RD C5RD C6RD
,y Dowel pin TM6x17 TM6x17 TM8x21 TM10x21 TM12x29
’ P — DM6x25 DM6x30 DM6x30
p (7.0Nm) (7.0 Nm) (7.0Nm)
’ P — DM8x30X DM10x35X
p (10.2 Nm) (16.6 Nm)
~ Shim S12BM S128M S158M S19BM S$258M
( Wrench (clamp) WH30L WH30L WH30L WH40L WH40L
'l W'E";’i‘rff"we' WH31L WH31L WH30L WH40L WHS50L
Insert
= % = &
|
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 AB4 A162
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A257
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General turning  external tool holders

SN** holder (external)

MSKNR/L Kr: 75°

4

1 KR

M-Clamping

L ]
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article o =T
R|L a b L h s e ;:a
MSKNR/L2020K12 e o 20 20 125 20 25 32 SN*#1204%*
MSKNR/L2525M12 e o 25 25 150 25 32 32 SN**1204%*
MSKNR/L3225P12 e o 32 25 170 32 32 32 SN**1204**
MSKNR/L2525M15 e o 25 25 150 25 32 28 SN**1506%*
MSKNR/L3232P15 e o© 32 32 170 32 40 38 SN**1506**
MSKNR/L4032R15 o 40 32 200 40 40 38 SN**1506**
MSKNR/L3232P19 e o 32 32 170 32 40 45 SN**1906**
MSKNR/L4040R19 o 40 a0 200 40 50 45 SN**1906**
MSKNR/L404052509 ° 40 40 250 40 50 50 SN**2509**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert SN**1204%* SN**1204%* SN**1506** SN**1906%* SN**2509%*
b 20 25-32 25-40 32-40 40
(7] Clamp CIRD CIRD C2RD C5RD C6RD
y Dowel pin TM6x17 TM6x17 TM8x21 TM10x21 TM12x29
’ Screw (clamp) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm)
’ Screw (clamp) DM8x30X DM10x35X
P (10.2 Nm) (16.6 Nm)
ﬁ Shim S128M S12BM S158M S198M S25BM
r" Wrench (clamp) WH30L WH30L WH30L WH40L WH40L
— wre"g;rf;j"we' WH30L WH30L WH30L WH40L WHS0L
Insert
|| J
Finishing Medium Cut Roughing Castlron PCBN/PCD
A73 A73 A78 AB4 A162
System code A228 Grade selection A42 Technical info AS01 Cutting data A366

A258



External tool holders  G@neral turning

SN** holder (external) M-Clamping A

MSDNN Kr: 45°

s "'[ a E
v :
: b
- =
s} ;
— & ) b
45
‘}E
L
Dimensions [mm] Inserts B
Article o | Stock o=
a b L h 5 e M
MSDNN2020K12 ] 20 20 125 20 10 35 SN**1204** o
o
MSDNN2525M12 L] 25 25 150 25 125 35 SN**1204** é
MSDNN3225P12 ° 32 25 170 32 125 35 SN**1204** =
MSDNN2525M15 L] 25 25 150 25 125 42 SN**1506**
MSDNN3232P15 o 32 32 170 32 16 42 SN**1506**
MSDNN4032R15 o 40 32 200 40 16 42 SN**1506**
® Ex stock © On demand
# With internal cooling c
Spare parts
Insert SN**1204** SN**1204** SN**1506**
h 20 25-32 25-40 2
(3] Clamp CIRD CIRD C2RD E
& | Dowelpin TM6x17 T™M6X17 TM8x21
’ Seiow (5] DM6x25 DM6x30 DM6x30
P (7.0Nm) (7.0 Nm) (7.0 Nm)
Shim $128M 5128M S15BM D
( Wrench (clamp) WH30L WH30L WH30L
¢ | Wk dows WH30L WH30L WH30L - 5
pin) 8=
=&
£ E
£ 5
=
Insert -
== J
Finishing Medium Cut Roughing Cast Iron PCBN/PCD E
A73 A73 A78 A84 A162
B
o
£
Systemcode . A228 Grade selection .~ A42 Technical info A501 Cutting data A366

<«
” A259
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General tu rning External tool holders

TN** holder (external)

MTGNR/L Kr: 90°

Y .

M-Clamping

L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R| L a b L h 5 e A
MTGNR/L2020K16 e o© 20 20 125 20 25 33 TN**1604**
MTGNR/L2525M16 e o 25 25 150 25 32 33 TN**1604**
MTGNR/L3225P16 e O 32 25 170 32 32 33 TN**1604**
MTGNR/L2525M22 e o 25 25 150 25 32 35 TN**2204**
MTGNR/L3225P22 o o 32 25 170 32 32 35 TN**2204**
® Ex stock © On demand
& With internal cooling
Spare parts
Insert TN**1604%* TN*#1604%* TN**2204%%
h 20 25-32 25-32
M| camp CIRD CIRD C2RD
W Dowel pin TM5x13 TM5%13 TM6x17
' Strvi (ekanp] DM6x25 DM6x30 DMé6x30
P (7.0 Nm) (7.0Nm) (7.0 Nm)
a8 Shim T168M T16BM T228M
( Wrench (clamp) WH30L WH30L WH30L
il W'e“;';rf;jowe' WH20L WH20L WH30L
Insert
a ‘ e‘: A & - @ “
L2020 St : :
Wiper Finishing Medium Cut Roughing Heavy Turning Castlron PCBN/PCD
A87 A88 A0 A92 A97 A99 A163
Systemcode . A228 Grade selection .~ A42 Technicalinfo *  A501 Cuttingdata = A366

A260



External tool holders G @neral tu rning

TN** holder (external)

MTINR/L Kr:93°

#

M-Clamping
h a
s o '- b

8

L
Right hand style
Stock Dimensions [mm)] Inserts
Article -]
R|L a b I h 5 e A
MTINR/L2020K16 a 20 20 125 20 25 32 TN**1604*
MTINR/L2525M16 o o 25 25 150 25 32 32 TN**1604%*
MTINR/L3225P16 o 32 25 170 32 32 32 TN**1604%*
MTINR/L2525M22 (o] 25 25 150 25 32 36 TN**2204%*
MTINR/L3225P22 o e 32 25 170 32 32 36 TN**2204%*
® Ex stock © On demand
s With internal cooling
Spare parts
Insert TN**1604** TN**1604** TN**2204**
h 20 25-32 25-32
(|| Clamp C1RD C1RD C2RD
@ | Dowelpin TM5x13 TM5x13 TM6x17
’ Serew (damp) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm)
a Shim T16BM T168M T22BM
( Wrench (clamp) WH30L WH30L WH30L
' Wm"gi‘n{?“m' WH20L WH20L WH30L
Insert
A | &a | A a A A
Wiper Finishing Medium Cut Roughing Heavy Turning Cast Iron PCBN/PCD
AB7 AB8 AS0 A92 A97 A99 A163
System code > A28 Grade selection A42 Technical info > A501 Cutting data A366

A261
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General tu rning External tool holders

TN** holder (external) M-Clamping
MTINR/L-Z Kr:93°
# “ :
s b
8
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R| L a b L h 5 e A
MTINR/L2020K16-Z e o 20 20 125 20 25 32 TN**1604**
MTJNR/L2525M16-Z e o 25 25 150 25 32 32 TN**1604**
MTINR/L3225P16-Z e © 32 25 170 32 32 32 TN**1604**
MTJINR/L2525M22-Z e o 25 25 150 25 32 36 TN#**2204**
MTINR/L3225P22-Z e © 32 25 170 32 32 36 TN**2204**
® Ex stock © On demand
& With internal cooling
Spare parts
Insert TN**1604%* TN*#1604%* TN**2204%%
h 20 25-32 25-32
M| camp CIRD CIRD C2RD
W Dowel pin TM5x13 TM5%13 TM6x17
’ Strvi (ekanp] DM6x25 DM6x30 DMé6x30
P (7.0Nm) (7.0 Nm) (7.0 Nm)
a Shim T16BM T16BM T228M
( Wrench (clamp) WH30L WH30L WH30L
il Wrendhiaons) WH20L WH20L WH30L
pin)
Insert
a ‘ e; A & - a )
L2020 St : :
Wiper Finishing Medium Cut Roughing Heavy Turning Castlron PCBN/PCD
A87 A88 A0 A92 A97 A99 A163
Systemcode . A228 Grade selection . A42 Technicalinfo *  A501 Cuttingdata * A366

A262



External tool holders  G@neral turning

TN** holder (external) M-Clamping
MTFNR/L Kr:91°
‘ h | a
o 5
°| 9153
e
L
Right hand style
Stock Dimensions [mm)] Inserts
Article -]
R|L a b I h 5 e A
MTFNR/L2020K16 L] 20 20 125 20 25 32 TN**1604*
MTFNR/L2525M16 s 25 25 150 25 32 32 TN**1604**
MTFNR/L3225P16 [ ] 32 25 170 32 32 32 TN**1604%*
MTFNR/L2525M22 L] 25 25 150 25 32 36 TN**2204**
MTFNR/L3225P22 [ ] 32 25 170 32 32 36 TN**2204%*
® Ex stock 0 On demand
s With internal cooling
Spare parts
Insert TN**1604** TN**1604** TN**2204**
h 20 25-32 25-32
(|| Clamp C1RD C1RD C2RD
@ | Dowelpin TM5x13 TM5x13 TM6x17
’ Serew (damp) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm)
a Shim T16BM T168M T22BM
( Wrench (clamp) WH30L WH30L WH30L
' Wm";ri‘n{f“m' WH20L WH20L WH30L
Insert
A& A | A a a  a
Wiper Finishing Medium Cut Roughing Heavy Turning Cast Iron PCBN/PCD
AB7 AB8 AS0 A92 A97 A99 A163
Systemcode . A228 Grade selection A42 Technical info A501 Cutting data A366

A263
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General tu rning External tool holders

VN** holder (external) M-Clamping
MVVNN Kr: 72°30'
' i h a
P ) b
72°30'
e
L
Dimensions [mm)] Inserts
Article s | Stock
a b L h 5 e - g
MVVNN2020K16 [ ] 20 20 125 20 10 45 VN**1604**
MVVNN2525M16 L[] 25 25 150 25 125 45 VN**1604%*
MVVNN3225P16 o 32 25 170 32 125 45 VN**1604%*
MVVNN3232P16 L[] 32 32 170 32 16 45 VN**1604**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert VN#**1604%* VN**1604**
h 20 25-32

()| Clamp C3RD C3RD
& | Dowel pin TM5x%13 TM5x13
’ Seiid (elainip) DM6x%25 DM6x30

P (7.0 Nm) (7.0 Nm)
e Shim V16BM V16BM
¢ |Wrench (clamp) WH30L WH30L
¢ |Mrench dowsd WH20L WH20L

pin)
Insert
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A102 A102 A104 A103 A179
Systemcode . A228 Grade selection A42 Technical info A501 Cuttingdata .~ A366

A264



External tool holders G @neral tu rning

VN** holder (external) M-Clamping
MVINR/L Kr:93°
'. - h W
[ & : .
9
L
Right hand style
Stock Dimensions [mm)] Inserts
Article -]
R|L a b L h s e =
MVINR/L2020K16 L] ® 20 20 125 20 25 45 VN**1604**
MVINR/L2525M16 L] L] 25 25 150 25 32 45 VN**1604**
MVINR/L3225P16 o L] 32 25 170 32 32 45 VN**1604**
MVINR/L3232P16 L] L] 32 32 170 32 40 45 VN**1604**
e Ex stock o On demand
% With internal cooling
Spare parts
Insert VN**1604%* VN**1604%*
h 20 25-32
(] Clamp C3RD C3RD
@ | Dowelpin TM5x13 TM5x13
’ Serew {Eiamp) DM6x25 DM6x30
P (7.0 Nm) (7.0 Nm)
e Shim V16BM V16BM
¢ |Wrench (clamp) WH30L WH30L
g | Wienc dowd WH20L WH20L
pin)
Insert
= ’ B — —
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A102 A102 A104 A103 A179
Systemcode . A228 Grade selection A42 Technical info A501 Cutting data . A366

A265
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General tu rning External tool holders

WN** holder (external) M-Clamping
MWLNR/L Kr: 95°
' h a
‘ s b
1
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R|L a b L h s e A
MWLNR/L2020K06 e o 20 20 125 20 25 30 WN**0604**
MWLNR/L2525M06 e @ 25 25 150 25 32 30 WN**0604**
MWLNR/L2020K08 s @ 20 20 125 20 25 30 WN**0804**
MWLNR/L2525M08 e o 25 25 150 25 32 35 WN**0804**
(o] 25 25 170 25 32 35 WN**0804**
MWLNR/L3232P08 e o 32 32 170 32 40 35 WN**0804**
@ Ex stock © On demand
% With internal cooling
Spare parts
Insert WN**0604** WN**0604** WN**0804** WN**0804**
h 20 25 20 25-32
‘-.m Clamp C1RD C1RD CIRD C1RD
.y Dowel pin TM5x13 TM5x13 TM6x17 TM6x17
’ S (clainp) DM6x25 DM6x30 DM6x25 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm) (7.0 Nm)
a Shim WO6BM WO6BM WO08BM W08BM
r" Wrench (clamp) WH30L WH30L WH30L WH30L
‘'l W'e";';rf;hwe' WH20L WH20L WH30L WH30L
Insert
saalaa]a
=dt st B e
Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
A106 A107 A107 A109 All1 A165
Systemcode . A228 Grade selection A42 Technical info A501 Cutting data A366

A266



External tool holders G @neral tu rning

RN** holder (external) M-Clamping
MRDNN
. h a
st b
L
Right hand style
Dimensions [mm] Inserts
Article s | Stock
a b L h 5 = ’t;j
MRDNN2020K12 o 20 20 125 20 10 35 RN**1204%*
MRDNN2525M12 o 25 25 150 25 12,5 35 RN**1204%*
MRDNN3225P12 o 32 25 170 32 125 35 RN**1204%*
MRDNN3232P12 o 32 32 170 32 16 35 RN**1204%*
® Ex stock © On demand
% With internal cooling
Spare parts
Insert RN**1204%* RN**1204%*
h 20 25-32
(] Clamp CIRD CIRD
@ | Dowelpin TM6x17 TM6x17
’ Serew {Eiamp) DM6x25 DM6x30
P (7.0 Nm) (7.0 Nm)
& Shim R12BM R12BM
¢ |Wrench (clamp) WH30L WH30L
g | Wenc dowd WH30L WH30L
pin)
Insert
o/
Cast Iron
A112

Systemcode . A228

Grade selection .~ A42

Technicalinfo .~ A501

Cutting data .
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General tu rning External tool holders

RN** holder (external)

MRGNR/L

M-Clamping

s b
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R|L a b I h s e 2]
MRGNR/L2020K12 o o 20 20 125 20 25 32 RN**1204%*
MRGNR/L2525M12 o e 25 25 150 25 32 32 RN**1204%*
MRGNR/L3225P12 o o 32 25 170 32 32 32 RN**1204**
MRGNR/L3232P12 o o 32 32 170 32 40 32 RN**1204%*
® Ex stock © On demand
% With internal cooling
Spare parts
Insert RN**1204%% RN**1204%*
h 20 25-32
()| Clamp CIRD CIRD
& | Dowel pin TM6x17 TM6x17
’ Serew(claing) DM6x25 DM6x30
P (7.0 Nm) (7.0 Nm)
& Shim R128M R12BM
¢ |Wrench (clamp) WH30L WH30L
¢ |Wrendiidowd WH30L WH30L
pin)
Insert
Cast iron
A112
Systemcode . A228 Grade selection . A42 Technicalinfo *  A501 Cuttingdata * A366
=

A268



External tool holders G @neral tu rning

Turning

CC** holder (external) S-Clamping
SCACR/L Kr:90°
h a
s ’ © E b
99/
e
L
Right hand style
Stock Dimensions [mm)] Inserts

Article -]
R|L a b IL h s e E

SCACR/L1010E06 L] ® 10 10 70 10 10.5 10 CC**0602%*
SCACR/L1212F09 L] ] 12 12 80 12 12.7 16 CC**09T3**
® Ex stock 0 On demand
‘= With internal cooling
Spare parts
Insert CC**0602** CC**Q9T3**
h 10 12
v Screw 160M2.5x6.5 160M3.5x8
(1.0 Nm) (2.7 Nm)
<~ | Wrench (screw) WTO7IP WT15IP
Insert
o a « o A/ )
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
Al116 Al119 A121 A122 A121 A180
Systemcode » A228 Grade selection *  Ad2 Technicalinfo # AS501 Cuttingdata . A366

A269
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Ge ne ral tu rning External tool holders

CC** holder (external) S-Clamping

SCLCR/L Kr:95°

h l a
=Y r
P = o b
®
95
£ L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R|L a b L h s L, e E
SCLCR/L0808D06 e o 8 8 60 8 10 10 10 CC*0602**
SCLCR/L1010EO6 ] ] 10 10 70 10 12 10 10 CC*0e02**
SCLCR/L1212F09 e e 12 12 80 12 16 16 16 CC*09T13**
SCLCR/L1616H09 ] L] 16 16 100 16 20 16 16 CC¥0913*
SCLCR/L2020K09 e o 20 20 125 20 25 25 25 CC=0913*
SCLCR/L1616H12 [ ] L] 16 16 100 16 20 18 18 cC* 1204
SCLCR/L2020K12 L] L] 20 20 125 20 25 25 25 CC**1204**
SCLCR/L2525M12 L] L] 25 25 150 25 32 26 26 CC¥*1204*
SCLCR/L3225P12 o O 32 25 170 32 32 26 26 cC** 1204
SCLCR/L3232P12 e o 32 32 170 32 40 28 28 CC**1204**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert CC**0602** CC**Q9T3** CC**%1204**
h 8-10 12-20 16-32
v i 160M2.5%6.5 160M3.5x8
(1.0 Nm) (2.7 Nm)
v ot I60M4Ax11X
(3.4 Nm)
w Screw (shim) SM6x10XA
[ @ | Shim 1285
y/ Wrench (screw) WTO7IP WT15IP WT15IP
| Wrench (shim) WHa0L
Insert
i ‘- : v
a B8 @ = o & | ®
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
Alle Al119 Al A122 AT A180
System code . A228 Grade selection * A42 Technicalinfo . A501 Cuttingdata  A366

A270



External tool holders Gene ral tu rning

DC** holder (exte

SDACR/L Kr:90°

rnal)

S-Clamping

*1 /8
oo/
e
L
Right hand style
Stock Dimensions [mm)] Inserts
Article -]
R | L a b L h 5 e ‘
SDACR/L1010E07 ® 10 10 70 10 10.5 15 DC**0702%*
SDACR/L1212F11 12 12 80 12 125 15 DC*11T3*
SDACR/L1616H11 L] 16 16 100 16 16.7 24 DC**11T3**
® Ex stock © On demand
= With internal cooling
Spare parts
OO OO, -, 5. A .. L DT DRSO~ cic | N
h 10 12 16
v S 160M2.5%6.5 160M3.5x8 160M3.5x12
(1.0 Nm) (2.7 Nm) (2.7 Nm)
P | screw (shim) SM5x8.65XA
<& Shim D11BS
g,/ Wrench (screw) WTO7ZIP WT15IP WT15sIP
¢ | wrench (shim) WH35L
Insert
y'- 4 h =Y i g% &/ 0
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
Al126 A127 A129 A129 A129 A184
Systemcode  A228 Gradeselection & A42 Technicalinfo # AS501 Cuttingdata . A366
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Ge ne ral tu rning External tool holders

DC** holder (external) S-Clamping
SDJCR/L Kr:93°
h a
s b
| /O,
BEE 4
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R L a b L h s e ‘
SDJCR/L1010E07 L[] L] 10 10 70 10 12 15 DC**0702**
SDJCR/L1212F07 [ ] [ ] 12 12 80 12 16 15 DC**0702**
SDJCR/L1616H07 L[] L[] 16 16 100 16 20 18 DC**0702**
SDJCR/L1616H11 L[] L[] 16 16 100 16 20 24 DC*1173**
SDJCR/L2020K11 L] L[] 20 20 125 20 25 24 PDEF RT3
SDJCR/L2525M11 [ ] L] 25 25 150 25 32 29 DC**11713**
SDJCR/L3225P11 L[] L] 32 25 170 32 32 29 DC*1113*
® Ex stock © On demand
= With internal cooling
Spare parts
Insert DC**Q702%* DC**11T3**
h 10-16 16-32
v St 160M2.5%6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
w Screw (shim) SM5X8.65XA
& Shim D11BS
y/ Wrench (screw) WTO7IP WT15IP
¢ | Wrench (shim) WH35L
Insert
O, & « ©
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A126 A127 A129 A129 A129 AlB4
System code . A228 Grade selection * A42 Technicalinfo . A501 Cuttingdata  A366

A272



External tool holders Gene ral tu rning

DC** holder (external) S-Clamping
SDNCN Kr: 62°30'
h a
s
= b
L
Dimensions [mm] Inserts
Article s | Stock
a b L h 5 e ‘
SDNCN1010E07 L] 10 10 70 10 5 20 DC**0702**
SDNCN1212F07 L] 12 12 80 12 6 20 DC*0702**
SDNCN1212H11 L] 12 12 100 12 6 30 DC**11T13**
SDNCN1616H11 ] 16 16 100 16 8 30 DC*11T3**
SDNCN2020K11 ° 20 20 125 20 10 30 DC*11T3**
SDNCN2525M11 ] 25 25 150 25 125 30 DC**11T13**
® Ex stock © On demand
# With internal cooling
Spare parts
Inserlg DC"*I]?QZ“ DC**11T3** DC*"‘11T3**
h 10-12 12 16-25
v S 160M2.5x6.5 160M3.5x8 160M3.5x12
OO (PSRRI NP .- ISR NPT L, O
P | screw (shim) SM5X8.65XA
= Shim D11BS
;/ Wrench (screw) WTO7IP WT15IP WT15IP
¢ | wrench (shim) WH35L
Insert
5 - v
'.;' @ [ e
’ ‘ J J »
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
Al126 A127 A129 A129 A129 A184
Systemcode  A228 Grade selection * A42 Technicalinfo # AS501 Cuttingdata . A366
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Ge ne ral tu rning External tool holders

VB** holder (external) S-Clamping

SVIJBR/L Kr:93°

h ‘—l a
P
s . b
@
939
: L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R L a b L h s e -
SVJBR/L1212F11 [ ] 12 12 80 12 16 27 VB**1103*
SVJBR/L1616H11 [ ] [ ] 16 16 100 16 20 27 VB**1103**
SVIJBR/L2525M11 [ ] ® 25 25 150 25 32 27 VB**1103**
SVIBR/L1616H16 [ ] L[] 16 16 100 16 20 36 VB**1604**
SVJBR/L2020K16 [ ] [ ] 20 20 125 20 25 41 VB**1604**
SVJBR/L2525M16 [ ] L] 25 25 150 25 32 41 VB**1604**
SVJBR/L3225P16 L[] L] 32 25 170 32 32 41 VB**1604**
® Ex stock © On demand
= With internal cooling
Spare parts
Insert VB**1103** VB**1604**
h 12-25 16-32
v St 160M2.5%6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
w Screw (shim) SM5x8.65XA
- Shim V16BS
y/ Wrench (screw) WTO7IP WT15IP
¢ | Wrench (shim) WH35L
Insert
‘.
e e b S,
Finishing Medium Cut Roughing PCBN/PCD
A148 A151 A152 Al191
System code . A228 Grade selection * A42 Technicalinfo 2 AS01 Cuttingdata * A366

A274



External tool holders Gene ral tu rning

VB** holder (external) S-Clamping

SVABR/L Kr:90°

h a
s
| &2 :
o/
e
L
Right hand style
Stock Dimensions [mm)] Inserts
Article -]
RI|L a b L h 5 e O
SVABR/L1010F11 ° L] 10 10 80 10 10.5 28 VB**1103**
SVABR/L1616H16 L] o 16 16 100 16 16.5 28 VB**1604**
SVABR/L2020K16 L] o] 20 20 125 20 205 28 VB**1604**
SVABR/L2525M16 L] L] 25 25. 150 25 255 28 VB**1604**
® Ex stock o On demand
% With internal cooling
Spare parts
Insert VB**1103%* VB**1604**
h 10 16-32
v Sciow 160M2.5x6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
P | Screw (shim) SM5X8.65XA
— Shim V16BS
3/ Wrench (screw) WTO7IP WT15IP
¢ | wrench (shim) WH35L
Insert
-
— =S S &G h,
Finishing Medium Cut Roughing PCBN/PCD
A148 Al151 Al152 A1
Grade selection * A42 Technicalinfo # AS501 Cuttingdata . A366
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Ge ne ral tu rning External tool holders

VB** holder (exte

SVVBN Kr: 72°30'

rnal)

S-Clamping

2 a
=
5
- e = :
72°30' -
e
L
B Dimensions [mm)] Inserts
Article s | Stock
a b L h 3 e e
o SVVBN1616H11 [ ] 16 16 100 16 8 27 VB**1103**
o
g SVVBN2020K11 L[] 20 20 125 20 10 30 VB**1103**
= SVVBN1616H16 [ ] 16 16 100 16 8 33 VB**1604**
SVVBN2020K16 ] 20 20 125 20 10 33 VB**1604**
SVVBN2525M16 [ ] 25 25 150 25 125 38 VB**1604**
® Ex stock © On demand
C s With internal cooling
Spare parts
Insert VB**1103** VB**1604**
h 12-25 16-32
o 160M2.5x6.5 160M3.5x12
c v
= il (1.0Nm) (2.7 Nm)
p—
= Y | Screw (shim) SM5x8.65XA
e Shim V16BS
/ Wrench (screw) WTO7IP WT15IP
D ¢ | Wrench (shim) WH3sL
=
5 g Insert
=
£ g -
g5 — - b - L,
=
Finishing Medium Cut Roughing PCBN/PCD
Al48 A151 A152 A191
>
[
=)
£
System code . A228 Grade selection © A42 Technicalinfo . A501 Cuttingdata

A276

o~
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External tool holders Gene ral tu rning

VC** holder (external) S-Clamping A

SVVCN Kr: 72°30'

o)}
h ? £
£
=
7 . '-
- b
72°30'
e
L
Dimensions [mm] Inserts B
Article s | Stock o
a b L h 5 e -w
SVVCN1212F11 ] 12 12 80 12 6 27 VC*1103** o
=
SVVCN1616H11 L] 16 16 100 16 8 27 VC**1103** '=:
SVVCN2020K11 [ ] 20 20 125 20 10 30 VC*1103** =
SVVCN1212M11 L] 12 12 150 12 6 27 VC**1103**
SVVCN2525M11 ° 25 25 150 25 125 38 VC**1103**
SVVCN1616H16 ] 16 16 100 16 8 33 VC*1604%*
SVVCN2020K16 ® 20 20 125 20 10 33 VC**1604**
SVVCN2525M16 ] 25 25 150 25 125 38 VC*1604%* c
® Ex stock © On demand
¢ With internal cooling
Spare parts 8‘
Insert VC**1103%* VC**1604** %
h 12-25 16-32 =
v SHEw 160M2.5%6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
P | screw (shim) SM5x8.65XA
~- Shim V16BSC D
;/ Wrench (screw) WTO7ZIP WT15IP
. c
¢ | wrench (shim) WH35L = 0
2
£ E
g0
@
=g
Insert -
-
Finishing Medium Cut Alum Machining PCBN/PCD E
A156 Al156 Al154 A193
x
[}
o
£
Systemcode  A228 Grade selection * A42 Technicalinfo # AS501 Cuttingdata . A366
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Ge ne ral tu rning External tool holders

VC** holder (external) S-Clamping

SVIJCR/L Kr:93°

B :
7
s b
o x
939
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
¥ -
R|L a b L h s e “
SVICR/L1010E11 L[] 10 10 70 10 12 22 VC*1103**
SVJCR/L1212F11 e e 12 12 80 12 16 27 vC*1103**
SVICR/L1616H11 e o 16 16 100 16 20 27 VC**1103**
SVJCR/L2020K11 e @ 20 20 125 20 25 27 vC*1103**
SVJCR/L2525M11 e e 25 25 150 25 32 27 VC*1103**
SVICR/L1616H16 e o 16 16 100 16 20 36 VC*1604**
SVJCR/L2020K16 e 20 20 125 20 25 41 VC*1604**
SVICR/L2020M16 e o 20 20 150 20 25 41 VC*1604**
SVICR/L2525M16 e o 25 25 150 20 32 41 VC**1604**
SVICR/L3225P16 o o 32 25 170 32 32 41 VC*1604*
® Ex stock © On demand
% With internal cooling
Spare parts
Insert VC**1103** VC**1604*%*
h 10-25 16-32
v i 160M2.5%6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
w Screw (shim) SM5x8.65XA
— Shim V16B5C
\3;/ Wrench (screw) WTO7IP WT15IP
¢ | wrench (shim) WH35L
Insert
i N
- - <& -
Finishing Medium Cut Alum Machining PCBN/PCD
Al156 A156 A154 A193
Systemcode » A228 Grade selection *  A42 Technicalinfo & AS01 Cuttingdata A366

A278 v



External tool holders Gene ral tu rning

SC** steel boring bar

SSBCR/L Kr: 75°

S-Clamping

J?S
= L
Right hand style
Stock Dimensions [mm)] Inserts
Article -]
R|L a b L. h 5 e
SSBCR/L1212F09 12 12 80 12 11 16 SCH09T3**
SSBCR/L1616H09 16 16 100 16 13 16 SCH*09T3*
SSBCR/L2020K12 20 20 125 20 17 25 SC**1204*
® Ex stock © On demand
= With internal cooling
Spare parts
B T OO, ., ... L. PRI PO ... ... AN SOOI ... i RO
h 12 16 20
v S 160M3.5x8 160M3.5x8
(2.7 Nm) (2.7 Nm)
v Po— 160M4x11X
(3.4 Nm)
w Screw (shim) SM5x8.65XA SMEx10XA
Shim S09BS S12BS
Wrench (screw) WT15IP WT15IP WT15IP
Wrench (shim) WH35L WH40L
Insert
) ( |
B o ()
| |
Finishing Medium Cut Roughing Alum Machining
Al134 A135 Al136 Al136
Systemcode *  A228 Gradeselection & A42 Technicalinfo # AS501 Cuttingdata  A366
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Ge ne ral tu rning External tool holders

SC** steel boring bar

SSDCN Kr: 45°

S-Clamping

h a
s
e :
45
e
L
Right hand style
Dimensions [mm] Inserts
Article s | Stock
a b L h e
SSDCN1212F09 12 12 80 12 155 SC**0913**
SSDCN1616H09 16 16 100 16 155 SC*09T3**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert SC**Q9T3** SC**Q9T3**
h 12 16
v Screw 160M3.5x8 160M3.5x8
(2.7 Nm) (2.7 Nm)
w Screw (shim) SM5x8.65XA
B Shim S09BS
3/ Wrench (screw) WT15IP WT15IP
¢ | Wrench (shim) WH35L
Insert
3 s (
= o
|
Finishing Medium Cut Roughing Alum Machining
Al134 A135 Al136 Al136
Technicalinfo . A501 Cuttingdata 2 A366

System code *’ A228

A280

Grade selection * A42



External tool holders Gene ral tu rning

SC** steel boring bar  S-Clamping A

SSKCR/L Kr: 75°

e [
_ 5
s SA O
€ L
Right hand style
Stock Dimensions [mm)] Inserts
Article sk
R|L a b L h s e
SSKCR/L1616H09 e o 16 16 100 16 20 13 SCH09T3**
® Ex stock © On demand
* With internal cooling
Spare parts
Insert SC**09T3**
h 16
v SHEw 160M3.5x8
(2.7 Nm)
w Screw (shim) SM5x8.65XA
u Shim S09B5
»g/ Wrench (screw) WT15IP
¢ | wrench (shim) WH35L
Insert
7 X
B o
"
Finishing Medium Cut Roughing Alum Machining
A134 A135 Al36 Al136
Systemcode *  A228 Grade selection *  A42 Technicalinfo # AS501 Cuttingdata . A366
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Ge ne ral tu rning External tool holders

SC** steel boring bar

SSSCR/L Kr: 45°

S-Clamping

h a
s @ b
asn
e L
Right hand style
Stock Dimensions [mm] Inserts
Article K -
R L a b L h 5 e
SSSCR/L1616H09 16 16 100 16 17 17 SC**09T3**
SSSCR/L2020K12 20 20 125 20 21 21 SC**1204**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert SC**09T3** SC**1204**
h 16 20
v Screw 160M3.5x12
(2.7 Nm)
v SErEW 160M4x11X
(3.4 Nm)
w Screw (shim) SM6x10XA
B Shim 51285
5?(,/ Wrench (screw) WT15IP WT15IP
| Wrench (shim) WH40L
Insert
)3 e
B o @3
—
Finishing Medium Cut Roughing Alum Machining
Al134 A135 Al136 Al136

System code . A228

A282

Grade selection  A42

Technicalinfo # A501

Cuttingdata A366



External tool holders Gene ral tu rning

TC** holder (external) S-Clamping
STACR/L Kr:90°
h a
s b
oo
L
Right hand style
Stock Dimensions [mm)] Inserts
Article -] A
R|L a b L h s e _ 4(’
= v
STACR/L1212F11 L] L] 12 12 80 12 125 14 TC**1102**
® Ex stock © On demand
* With internal cooling
Spare parts
o NP ol TSTNOOER
h 12
v SHEw 160M2.5%6.5
(1.0 Nm)
)/ Wrench (screw) WTO7IP
Insert
A &
A A (o N N
e~ f_.__—_rl. 4
(] F
Finishing Medium Cut Roughing Alum Machining PCBN/PCD
A4l Al42 Al43 Al45 A187
Systemcode  A228 Grade selection * A42 Technicalinfo # AS501 Cuttingdata . A366
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Ge ne ral tu rning External tool holders

TC** holder (external) S-Clamping

STFCR/L Kr:91°

h r a
s|g ; b
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk '
R L a b L h s e A
5 y
STFCR/L1212F11 e O 12 12 80 12 16 14 JETI0
STFCR/L1616H11 e O 16 16 100 16 20 14 TC*1102**
STFCR/L1616H16 ® O 16 16 100 16 20 19 TC*16T3**
STFCR/L2020K16 e @ 20 20 125 20 25 19 TC**16T3**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert TC**1102** TC**16T3**
h 12-16 16-20
v St 160M2.5x6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
P | Screw (shim) SM5x8.65XA
a Shim T168S
y/ Wrench (screw) WTOZIP WT15IP
¢ | Wrench (shim) WH35L
Insert
A 2 4
L | A | -~ PN - &
— ' —_— y
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
Al41 A142 A143 A145 Al143 A187
System code . A228 Grade selection © A42 Technicalinfo . A501 Cuttingdata * A366

A284



External tool holders Gene ral tu rning

TC** holder (external)

STGCR/L Kr:91°

S-Clamping

h a
s b
o
91
& L
Right hand style
Stock Dimensions [mm)] Inserts
Article -] A
R|L a b L h s e _ 4(’
= y
STGCR/L0808D09 o 8 8 60 8 10 11 TC**0902**
STGCR/L1010E09 L] o 10 10 70 10 12 11 TC**0902**
STGCR/L1212F11 e o 12 12 80 12 16 14 T 1102
STGCR/L1616H11 L] L] 16 16 100 16 20 16 TC**1102**
STGCR/L2020K16 e e 20 20 125 20 25 21 TC**1613*
STGCR/L2525M16 L] L] 25 25 150 25 25 21 TC**16T3*
® Ex stock © On demand
% With internal cooling
Spare parts
Insert TC**0902** TC**1102%* TC**16T3**
h 8-10 12-16 20-25
v Screw 160M2.2x5.5 160M2.5%6.5 160M3.5x12
(0.8 Nm) (1.0 Nm) (2.7 Nm)
PO | screw (shim) SM5x8.65XA
a Shim T16BS
3/ Wrench (screw) WTO6IP WTO7IP WTI15IP
¢ | wrench (shim) WH35L
Insert
A
h A, - <
e | A& | A | & | A | &
£ W 2, y )
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A1l Al42 A143 Al45 A143 A187

System code A228

Grade selection * A42

Technicalinfo 3 A501

Cutingdata * A366
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Ge ne ral tu rning External tool holders

TC** holder (external) S-Clamping

STTCR/L Kr:60°

h a
sl A) b
60
- L
Right hand style
Stock Dimensions [mm] Inserts
Article K
R L a b L h s e
STTCR/L1616H11 16 16 100 16 13 14 TC*1102**
STTCR/L1616H16 16 16 100 16 13 19 TC**16T3**
STTCR/L2020K16 20 20 125 20 17 19 JCHI6IS:
@ Ex stock © On demand
% With internal cooling
Spare parts
o IO o ST i JETNOSE i
h 16 16-20
v el 160M2.5x6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
P | Screw (shim) SM5X8.65XA
a Shim T168S
y/ Wrench (screw) WTO7IP WT15IP
¢ | wrench (shim) WH35L
Insert
P\ Lo, -
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
Al41 Al42 A143 A145 A143 A187

System code ,3‘ A228

A286

Grade selection  A42

Technicalinfo # A501

Cutting data _*

A366



External tool holders General tu rning

WC** holder (external) S-Clamping

SWACR/L Kr:90°

h a
s /é& b
90/
e
L
Right hand style
Stock Dimensions [mm)] Inserts
Article -]
R L a b L h 5 e I,_' )
SWACR/L1010E04 L] o 10 10 70 10 10.5 10 WC**0402**
SWACR/L1212F04 L] o 12 12 80 12 12 14 WC*0402**
SWACR/L1616H06 o L] 16 16 100 16 16.5 20 WC0eT3**
SWACR/L2020K08 L] L] 20 20 125 20 20.5 24 WC*0804**
e Ex stock o On demand
% With internal cooling
Spare parts
Insert WC**0402%* WC*06T3** WC**0804**
h 10-12 16 20
v 160M2.5x6.5 160M3x7 160M3.5x12
Screw
(1.0 Nm) (1.8 Nm) (2.7 Nm)
')/- Wrench (screw) WTO7IP WTI10IP WT15IP
Insert
jE2
Medium Cut
35
Systemcode . A228 Grade selection A42 Technical info A501 Cutting data . A366
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Ge ne ral tu rning External tool holders

RC** holder (external) S-Clamping

SRDCN
2 T
i h a
£
>
'_-
@ b
-~ € . \’ﬁ?
B Dimensions [mm)] Inserts
Article s | Stock g g
a b L h s e Q Q
o SRDCN1616H08 (s} 16 16 100 16 8 16 RCGX0803MO RCMTO803MO
ot
g SRDCN2020K08 [ 20 20 125 20 10 16 RCGX0803MO RCMTOB03MO
= SRDCN2020K12 ] 20 20 125 20 10 35 RCGX1204MO RCMT1204MO
SRDCN2525M12 ] 25 25 150 25 125 35 RCGX1204MO RCMT1204MO
SRDCN3225P12 L[] 32 25 170 32 125 35 RCGX1204MO RCMT1204MO
SRDCN2020K10 ] 20 20 125 20 10 25 RCMT10T3MO
SRDCN2525M10 . 25 25 150 25 125 25 RCMT10T3MO
C SRDCN3225P16 ® 32 25 170 32 125 35 RCMT1606MO
SRDCN3232P16 ° 32 32 170 32 16 40 RCMT1606MO
SRDCN4040516 [ 40 40 250 40 20 50 RCMT1606MO
SRDCN4040520 ] 40 40 250 40 20 50 RCMT2006MO
E‘ e Exstock  © Ondemand
= % With internal cooling
(=]
Spare parts
Insert | RCGX0803MO | RCGX1204MO | RCMTIOTSMO | HRCMTIS06MO | RCMT2006MO
h 16-20 20-32 20-25 32-40 40
v Screw 160M3x7 160M3.5x12 160M3.5x10 143M6x16
D (1.8 Nm) (2.7 Nm) (2.7 Nm) (9.1 Nm)
v Ehavi 160M4x15X
(3.4 Nm)
= Screw (shim SM5xB.65XA SMex10XA
=5 w (shim)
=
| o
5 g e Shim R12BS R16BS
2L
= y/ Wrench (screw) WT10IP WT15IP WT15IP WT15IP
/)» Wrench (screw) WT25IT
E r Wrench (shim) WH35L WH40L
Insert
=)
i
Alum Machining Cast Iron
A132 A132
System code . A228 Grade selection * A42 Technicalinfo . A501 Cuttingdata * A366

A288



External tool holders G @neral tu rning

RC** holder (external) S-Clamping A
SRGCR/L
h a 2
e
5
-
s b
- L
Right hand style
Stock Dimensions [mm] Inserts B
Article sk g y
R|L| a b L h s @ e
SRGCR/L1616H08 [ ] ° 16 16 100 16 20 RCGX0803MO-LH RCMTO0803MO .
SRGCR/L2020K12 [ ] (o] 20 20 125 20 27 RCGX1204MO RCMT1204MO §
SRGCR/L2525M12 e O 25 25 150 25 32 RCGX1204MO RCMT1204MO ﬁ
SRGCR/L2525M10 [ ] (o] 25 25 100 25 32 RCMT10T3MO
SRGCR/L2020K10 [ ] o 20 20 125 20 25 RCMT10T3MO
® Ex stock © On demand
s With internal cooling
Spare parts
Insert RCGX0803MO-LH RCGX1204MO RCMT10T3MO
h 16 20-25 16-25
v SEiGw 160M3.5x10 160M3.5x12 160M3.5%10 o
(2.7 Nm) (2.7 Nm) (2.7 Nm) =
=
w Screw (shim) SM5x8.65XA o
& Shim R12BS
;-/ Wrench (screw) WT15IP WT15IP WT15IP
¢ | wrench (shim) WH35L D

c
Insert © O
25
— =
® | @ £E
=" g E
Alum Machining Cast Iron
A132 A132

Index

Systemcode . A228 Grade selection * A42 Technicalinfo » A501 Cutingdata * A366
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General tu rning External tool holders

KNUX** holder

CKJNR/L Kr:93°

C-Clamping

- E
h F‘ a
. b
T
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R|L b L h 3 B 4
CKINL2525M16 25 25 150 25 32 32 KNUX1604**L
CKJNL3232P16 32 32 170 32 40 32 KNUX1604**L
CKJNL4040R16 40 40 200 40 50 32 KNUX1604**L
CKJNR2525M16 25 25 150 25 32 32 KNUX1604**R
CKJNR3232P16 32 32 170 32 40 32 KNUX1604**R
CKINR4040R16 40 40 200 40 50 32 KNUX1604**R
® Ex stock © On demand
% With internal cooling
Spare parts
Insert KNUX1604**L KNUX1604**R
h 25-40 25-40
L= Clamp C6L1T C6R1T
- i
& | Dowel pin PO515 PO515
& | screi (claip) CM6x25A CM6x25A
P (7.0 Nm) (7.0 Nm)
¥ | Screw (shim) SM3x10B SM3x10B
-— Shim K16CC
- Shim K16CCL
€) | spring (cdamp) SPR1 SPR1
@ | Seinatdovel SPR2 SPR2
pin)
¢ |Wrench (clamp) WH40L WH40L
¢ | Wrench (shim) WH20L WH20L
Insert
Finishing
A113
Systemcode . A228 Grade selection .~ A42 Technicalinfo *  A501 Cutting data
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External tool holders G @neral tu rning

KNUX** holder

CKNNR/L Kr:63°

C-Clamping

a
b
L
Right hand style
Stock Dimensions [mm] Inserts
Article s
R|L a b L h 3 ey
CKNNL2525M16 ° 25 25 150 25 143 KNUX1604**L
CKNNL3232P16 32 32 170 32 16.8 KNUX1604**L
CKNNR2525M16 . 25 25 150 25 143 KNUX1604**R
® Ex stock © On demand
= With internal cooling
Spare parts
Insert KNUX1604**L KNUX1604**R
h 25-32 25-32
=50 Clamp ceL1T C6RIT
& | Dowelpin PO515 PO515
¢ | screw (ciamp) CM6x25A CM6x25A
P (7.0 Nm) (7.0 Nm)
W | screw (shim) SM3x108 SM3x10B
— Shim K16CC
E Shim K16CCL
€) | spring (clamp) SPR1 SPR1
@ Springv(dowel SPR2 SPR2
pin)
¢ |Wrench (clamp) WH40L WH4oL
¢ | Wrench (shim) WH20L WH20L
Insert
Finishing
A113
System code > A28 Grade selection A42 Technical info > A501 Cutting data . A366
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General tu rning External tool holders

CN** holder (external) C-Clamping
CCLNR/L Kr: 95°
h a
s b
A Ely
© L
Right hand style
Stock Dimensions [mm] Inserts
Article 3
J e[ e[| W | W
CCLNR/L2020K12 o 20 20 125 20 27 32 CNGN1204** CNGN1207**
CCLNR/L2525M12 L[] 25 20 100 25 27 36 CNGN1204** CNGN1207**
CCLNR/L2525M16 o 25 25 150 25 32 36 CNGN1604** CNGN1606**
CCLNR/L3225P16 o 0 32 25 170 32 32 36 CNGN1604** CNGN1606**
® Exstock © On demand
% With internal cooling
Spare parts
Insert CNGN1204** CNGN1207** CNGN1604** CNGN1606**
h 20-25 20-25 25-32 25-32
Q Clamp C1RC C1RC C2RC C2RC
& Serew (clamp) CM6x30B CM6x30B CM8x30B CM8x30B
P (7.0 Nm) (7.0 Nm) (10.2 Nm) (10.2 Nm)
W | screw (shim) SM3x108 SM3x108B SM4x128 SM4x128
< Shim C12CC-04 €12€C-07 C16CC-04 C16CC-06
@ Spring SPR1 SPR1 SPR3 SPR3
( Wrench (clamp) WH40L WH40L WHS50L WH50L
| Wrench (shim) WH20L WH20L WH30L WH30L
Insert
PCBN/PCD
A173
Systemcode . A228 Grade selection A42 Technical info A501 Cutting data A366

A292



External tool holders G @neral tu rning

TN** holder (external) C-Clamping

CTINR/L Kr:93°

Turning

Milling

N

Drilling

O

h a
N b
s
93’
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article e
R|L a b L h s e
= =
CTIJNR/L2020K16 o o 20 20 125 20 25 30 TNGN1604** TNGN1607+*
CTINR/L2525M16 25 25 150 25 32 30 TNGN1604** TNGN1607%*
® Ex stock 0 On demand
‘= With internal cooling
Spare parts
Insert TNGN1604** TNGN1607**
h 20-25 20-25
oS Clamp CIRC C1RC
é Sercw (claimip) CM6x30B CM6x308B
P (7.0 Nm) (7.0 Nm)
> | Screw (shim) SM3x108 SM3x108
=% Shim T16CC-04 T16CC-07
@ Spring SPR1 SPRI
( Wrench (clamp) WH40L WH40L
¢ | Wrench (shim) WH20L WH20L

Insert

==
Medium Cut
A218

Technicalinfo # AS501 Cuttingdata . A366
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General tu rning External tool holders

DN** holder (external) C-Clamping
CDJNR/L Kr:93°
' h a
b
L
Right hand style
Stock Dimensions [mm] Inserts
Article 3 , y
R L a b L h s e / /
CDJNR/L2525M15 e o 25 25 150 25 32 32 DNGN1504** DNGN1507**
CDJNR/L3225P15 o o 32 25 170 32 32 32 DNGN1504** DNGN1507**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert DNGN1504** DNGN1507**
h 25-32 25-32
-~ Clamp C1RC CIRC
f SR EIAID) CM6x30B CM6x30B
P (7.0 Nm) (7.0 Nm)
¥ | Screw (shim) SM3x10B SM3x108
V- 4 Shim D15CC-04 D15CC-07
€ Spring SPR1 SPR1
| Wrench (clamp) WH40L WH40L
| Wrench (shim) WH20L WH20L
Insert
Medium Cut
A205
System code . A228 Grade selection * A42 Technicalinfo . A501 Cuttingdata * A366

A294



External tool holders G @neral tu rning

TN** holder (external)

CTUNR/L Kr:93°

C-Clamping

h a
E ~N .
93°| = |
£ L
Right hand style
Stock Dimensions [mm] Inserts
Article e
R|L a b L h 5 e
= =
CTUNR/L2525M16 o o 25 25 150 25 32 27 TNGN1604** TNGN1607%*
® Ex stock © On demand
= With internal cooling
Spare parts
Insert TNGN1604** TNGN1607**
h 20-25 20-25
~ Clamp CIRC CIRC
P 3 pom— CM6x%30B CM6x30B
P (7.0 Nm) (7.0 Nm)
¥ | screw (shim) SM3x10B SM3x10B
=N Shim T16CC-04 T16CC-07
€ Spring SPRI SPR1
( Wrench (clamp) WH40L WH40L
¢ | wrench (shim) WH20L WH20L
Insert
—
Medium Cut
A218
Systemcode » A228 Grade selection * A42 Technicalinfo 3 A501 Cuttingdata » A366
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Gene ral tu rning External tool holders

SN** holder (external)

CSKNR/L Kr: 75°

2

C-Clamping

==l

~J
: b
(15
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article 3
CSKNR/L2020K12 o o 20 20 125 20 25 25 SNGN1204** SNGN1207**
CSKNR/L2525M12 o o 25 25 170 25 32 25 SNGN1204** SNGN1207**
CSKNR/L3225P12 0O o 32 25 170 32 32 25 SNGN1204** SNGN1207**
CSKNR/L3225P15 o 0 32 25 170 32 32 32 SNGN1507**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert SNGN1204** SNGN1207** SNGN1507**
h 20-32 20-32 32
o Clamp CIRC C1RC C2RC
y Ecrew cdatng) CM6x30B CM6x30B CM8x30B
P (7.0 Nm) (7.0 Nm) (10.2 Nm)
W Screw (shim) SM3x10B SM3x10B SM4x12B
W Shim $12CC-04 $12CC-07 S15CC-07
@ Spring SPR1 SPR1 SPR3
( Wrench (clamp) WH40L WH40L WH50L
| wrench (shim) WH20L WH20L WH30L
Insert
_—— .
Cast Iron PCBN/PCD
AB6 A175
Systemcode . A228 Grade selection A42 Technical info A501 Cutting data A366
g
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External tool holders G @neral tu rning

SN** holder (external) C-Clamping

CSRNR/L Kr:75°

h a
s b
75
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article e
IBDREDEEE BN
CSRNR/L2020K12 o 20 20 125 20 22 32 SNGN1204%* SNGN1207%*
CSRNR/L2525M12 o 25 20 100 25 27 32 SNGN1204%* SNGN1207%*
CSRNR/L3225P12 o 32 25 170 32 27 32 SNGN1204%* SNGN1207%*
CSRNR/L3225P15 o 32 25 170 32 32 40 SNGN1507%*
CSRNR/L4040R15 o o 40 40 200 40 43 40 SNGN1507+*
® Ex stock © On demand
s With internal cooling
Spare parts
Insert SNGN1204** SNGN1207** SNGN1507%**
h 20-32 20-32 32-40
oS Clamp CIRC CIRC C2RC
A | saewicamp) CM6x30B CM6x30B CM8x30B
P (7.0Nm) (7.0Nm) (10.2 Nm)
W Screw (shim) SM3x10B SM3x10B SM4x12B
w Shim $12CC-04 $12CC-07 $15CC-07
® Spring SPRI SPRI SPR3
( Wrench (clamp) WH40L WH40L WH50L
| wrench (shim) WH20L WH20L WH30L
Insert
[ .
CastIron PCBN/PCD
AB6 A175
Systemcode  A228 Grade selection *  Ad2 Technicalinfo # AS501 Cuttingdata . A366
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General tu rning External tool holders

A298

RN** holder (external) C-Clamping
CRDNN
o !
5 é
e
L
Dimensions [mm] Inserts
Article s | Stock
a b L h s e
CRDNN2020K12 (s] 20 20 125 20 10 32 RNGN1204%* RNGN1207**
CRDNN2525M12 o 25 25 150 25 125 32 RNGN1204%* RNGN1207**
CRDNN3225P12 (s} 32 25 170 32 125 32 RNGN1204** RNGN1207**
CRDNN3232P15 o 32 32 170 32 175 40 RNGN1507%*
CRDNN4040R15 o 40 40 200 40 20 40 RNGN1507**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert RNGN1204** RNGN1207** RNGN1507**
h 20-32 20-32 32-40
~o Clamp CIRC CIRC C2RC
@ Serew (chinp) CM6x30B CM6x30B CM8x308B
P (7.0 Nm) (7.0Nm) (10.2 Nm)
W Screw (shim) SM3x10B SM3x10B SM4x12B
(7] Shim R12CC-04 R12CC-07 R15CC-07
€ Spring SPRI SPRI SPR3
( Wrench (clamp) WH40L WH40L WHS50L
( Wrench (shim) WH20L WH20L WH30L
Insert
PCBN/PCD
A174
Systemcode . A228 Grade selection A42 Technical info A501 Cutting data A366
g



External tool holders G @neral tu rning

Turning
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SN** holder (external) C-Clamping
CSDNN Kr: 45°
h
s E
45}
e
L
Dimensions [mm] Inserts
Article s | Stock
INEDEEE BN
CSDNN2020K12 20 20 125 20 10 35 SNGN1204** SNGN1207%*
CSDNN2525M12 25 25 150 25 125 30 SNGN1204%* SNGN1207%*
CSDNN3225P12 o 2 25 170 32 125 35 SNGN1204%* SNGN1207**
® Ex stock © On demand
= With internal cooling
Spare parts
Insert SNGN1204%* SNGN1207**
h 20-32 20-32
~ Clamp CIRC CIRC
| [—r— CM6x308 CM6x308B
P (7.0 Nm) (7.0 Nm)
W | Screw (shim) SM3x108B SM3x10B
[ Shim $12CC-04 $12CC-07
€ Spring SPRI SPR1
¢ |Wrench (clamp) WH40L WH40L
¢ | wrench (shim) WH20L WH20L
Insert
- .
Cast Iron PCBN/PCD
A86 A175
Systemcode . A228 Grade selection .~ A42 Technicalinfo . AS01 Cutting data . A366
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General tu rning External tool holders

CN** holder (external) J-Clamping
JCLNR/L Kr:95°
h a
s b
A
959
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R{L| a b L h s e p
L
JCLNR/L2020K12 20 20 125 20 29 32 CNGX1207*
JCLNR/L2525M12 25 25 150 25 32 32 CNGX1207**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert CNGX1207**
h 20-25
L] Clamp C1RJ
f Screw (clamp) CM6x308
(7.0 Nm)
W Screw (shim) SM3x10B
< Shim C120C-07
@ Spring SPR1
( Wrench (clamp) WH40L
| Wrench (shim) WH20L
Insert
5
—_—
Medium Cut
A203
System code . A228 Grade selection * A42 Technicalinfo . A501 Cuttingdata * A366
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External tool holders

General turning

Turning
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DN** holder (external) J-Clamping
JDJNR/L Kr:93°
i h a
‘ N
o s b
D
e L
Right hand style
Stock Dimensions [mm] Inserts
Article -]
R|L a b L h s e \/
JDINR/L2525M15 25 25 150 25 32 38 DNGX1507**
JDJNR/L3225P15 o 32 25 170 32 32 38 DNGX1507**
® Ex stock 0 On demand
‘= With internal cooling
Spare parts
Insert DNGX1507**
h 25-32
1Y Clamp C1RJ
CM6x30B
@ Screw (clamp) (7.0 Nm)
> | Screw (shim) SM3x108B
& Shim D15CC-07
@ Spring SPR1
( Wrench (clamp) WH40L
¢ | Wrench (shim) WH20L
Insert
-
Medium Cut
A206
Systemcode » A228 Grade selection *  A42 Technicalinfo # AS501 Cuttingdata . A366
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General tu rning External tool holders

SN** holder (external)

JSDNN Kr: 45°

o

J-Clamping

T

45

L
Dimensions [mm)] Inserts
Article s | Stock t
a b L h 5 ol
[
JSDNN2525M12 25 25 150 25 12.5 SNGX1207**
JSDNN3225P12 32 25 170 32 125 SNGX1207**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert SNGX1207**
h 20-32
A1y Clamp CiRJ
y Screw (clamp) CM6x308
(7.0Nm)
W Screw (shim) SM3x10B
[T Shim $12CC-07
@ Spring SPR1
f’ Wrench (clamp) WH40L
¢ | Wrench (shim) WH20L
Insert
O
(I
Medium Cut
A216
System code . A228 Grade selection * A42 Technicalinfo . A501 Cuttingdata * A366
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Ge ne ral tu rni ng ISO code - external tool holders — Swiss turning

5

C

L

N L 25 25 M

12

1 2 3 4 5 6 7 8 9 10 1
Clamping system Insert shape
Code Description
c <>
) Knee lever clamping !@
D
: O
S
‘f /\
v
;
1 2

Tool holder type and entering angle

Clearance angle

A304

90°
90° 75° 4 60> B h C E
5 7
A B C D E
90° 75°
T = N J|F B
F G H 3 K
95° = i 17°30° Al .
- N ;
95° ~le= () 11%
& M N 0 P
107°30' 90°
T N 0
Q R S T U
;r% @ ﬁ”""
Vv w X
3 4




ISO code - external tool holders — Swiss turning General turning

Cutting direction Shank height h [mm] Shank width b [mm]
- Nl &=l [}
B Code | h Code | b
12 12 12 12
16 16 16 16
T 20 20 20 20
25 25 25 25
32 32 32 32
? 40 40 40 40
50 50 50 50
N
5 6 7

Holder length L [mm]

Cutting edge length | [mm]

L Insert shape
=N
- | B QIR A48
|- —|— —d— | | | |
Code L C D R 3 T v W
H 100 5.56 09
K 125 6,35 06 07 11
M 150 9,525 09 11 09 09 16 16 06
P 170 12,7 12 15 12 12 22 22 08
Q 180 15,875 16 19 15 15 27
R 200 19,05 19 19 19 33
S 250 254 25 25 25 44
T 300 32 32
8 9

Swissturning

With inner cooling

10

11
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General turni NQJ  External tool holders - Swiss turning

CC** holder

S-Clamping

SCACR/L-SC Kr: 90°

® 1R
a0
e
L
Stock Dimensions [mm] Inserts
Article sk
SCACR/L1212M09-5C Hooe L 12 12 150 12 17 12 15 25 M8X1 0.4 CC**09T13**
SCACR/L1616H09-5C ke L 16 16 100 16 21 16 15 28 MBX1 021 COCH*09T3**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert CC**Q9T3**
h 12-16
v Saidw I60M3.5x8
“ (2.7 Nm)
o Wrench WT15IP
Insert

[ - | a o o D, o

= =
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD

A117 A119 A121 A122 A121 A180

Systemcode . A304 Grade selection A42 Technical info A501 Cutting data A366
g
A306 U
ZCC-CT



External tool holders — Swiss turning General turni ng

CC** holder

SCLCR/L-SC Kr: 95°

S-Clamping

Turning

h1 h
-
s
Stock Dimensions [mm] Inserts
Article ES
SCLCR/L1010F06-S e e 10 10 80 10 15 10 15 10 0.06 CC*0602**
SCLCR/L1212F09-5C b 12 12 80 12 17 12 15 25 Msxi1 0.07 CC**09T3**
® Ex stock 0 On demand
#= With internal cooling
Spare parts
Insert CC**0602%* CC**Q9T3**
h 10 12
w Saianis 160M2.5x6.5 160M3.5x8
(1.0 Nm) (2.7 Nm)
e Wrench WTO7IP WT15IP
Insert
: 2 o v
a ®©a o o) o/ o)
! =
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
Al116 Al119 A121 A122 A121 A180
System code A304 Grade selection A42 Technical info A501 Cutting data A366
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General turni NQJ  External tool holders - Swiss turning

DC** holder S-Clamping

SDACR/L-SC Kr: 90°

i |
i hI il i)
Iex |
M
@" ! T T
| ] &0
.790°
e L]
L
Stock Dimensions [mm] Inserts
Article sk
R{L| a b i h hy s L, e M L =N
SDACR/L1212M07-5C Hooe L 12 12 150 12 17 12 15 25 M8X1 0.15 DC**0702**
SDACR/L1212H11-5C ¥ o 12 12 100 12 17 12 15 30 MsXx1 0.1 DC*1173**
SDACR/L1616K11-5C oo L] 16 16 125 16 21 16 15 30 Mm8Xx1 021 DC**1173**
SDACR/L1212M11-5C ¥ooe 12 12 150 12 17 12 15 30 M8X1 0.14 DC*1173**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert DC**Q702%* DC**11T3** DC**11T3**
h 12 12-16 12
v Screw 160M2.5x6.5 160M3.5x8 160M3.5x8
(1.0 Nm) (2.7 Nm) (2.7 Nm)
3/ Wrench WTO7IP WT15IP WT15IP
Insert
V-4 A =N i & &/ |
3
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A126 A127 A129 A129 Al129 Al184
System code A304 Grade selection A42 Technical info A501 Cutting data A366
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External tool holders — Swiss turning General turni ng

DC** holder S-Clamping

SDHCR/L-SC Kr: 107°30'

hilp £ viTHa
ﬂ
M

- it

@® s & : b
107°30° L
€ L
Dimensions [mm] Inserts
Article se | Stock @
a b L h h, 3 L, e M ‘
SDHCR/L2020K11-SC b o 20 20 125 20 25 20 15 30 M8X1 035 DC**11T3**
SDHCR/L2525M11-5C X L 25 25 150 25 30 25 15 35 MBX1 066 DC**11T3**
® Ex stock 0 On demand
#= With internal cooling
Spare parts
Insert DC**11T3**
h 20-25
v — 160M3.5x8
(2.7 Nm)
e Wrench WT15IP
Insert
- : v

V- 4 p =N Y (4 4 |
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD

A126 A127 A129 A129 A129 A184

System code A304 Grade selection A42 Technical info A501 Cutting data A366
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General turni NQJ  External tool holders - Swiss turning

DC** holder S-Clamping

SDJCR/L-SC Kr: 93°

h!h

> i
g L
s ? ¥A
93°
L
Stock Dimensions [mm] Inserts
Article sk
R{L| a b i h hy s L, e M L =N
SDJCR/L1212H07-5C ¥ e e 12 12 100 12 17 12 15 25 M8xi 0.1 DC**0702**
SDJCR/L1212H11-5C ¥ e e 12 12 100 12 17 12 15 30 Ms8X1 0.1 DC*1173**
SDJCR/L1616K11-5C e e 16 16 125 16 21 16 15 30 M8X1 0.21 DEE IS
® Ex stock © On demand
% With internal cooling
Spare parts
Insert DC**0702** DC**11T3**
h 12 12-16
w Sa W 160M2.5x6.5 160M3.5x8
(1.0 Nm) (2.7 Nm)
> o Wrench WTO07IP WT15IP
Insert
7 - ; /
V- 4 L =N @, a7 &/ <
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A126 A127 A129 A129 A129 A184
Grade selection A42 Technical info A501 Cutting data A366

System code A304

A310
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ZCC-CT



External tool holders — Swiss turning General turni ng

DC** holder S-Clamping

SDNCN-SC Kr: 62°30'

@ 7 5 @p
62°30"
e
L
Dimensions [mm] Inserts
Article se | Stock @
a b L h h, 3 L, e M ‘
SDNCN1212H11-5C b 12 12 100 12 17 6 15 30 M8X1 0.09 DC**11T3**
SDNCN1212M11-5C X L 12 12 150 12 17 6 15 30 MmsBX1 0.1 DC**11T3**
® Ex stock 0 On demand
#= With internal cooling
Spare parts
Insert DC**11T3**
h 12
v — 160M3.5x8
(2.7 Nm)
e Wrench WT15IP
Insert
- : v
& p =N Ry 4 _/
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A126 A127 A129 A129 A129 A184
System code A304 Grade selection A42 Technical info A501 Cutting data A366
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General turni NQJ  External tool holders - Swiss turning

VC** holder

SVACR/L-SC Kr: 90°

S-Clamping

L
Stock Dimensions [mm] Inserts
Article sk =
R|L a b L h h, 5 L5 = M -
SVACR/L1212H11-5C e L] 12 12 100 12 17 12 15 30 MsXx1 0.1 VC*1103**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert VC**1103**
h 12
v Sehaii 160M2.5x6.5
(1.0 Nm)
o Wrench WTO7IP
Insert
-
- <& “
Finishing Alum Machining PCBN/PCD
Al156 A154 A193
System code A304 Grade selection A42 Technicalinfo .~ AS501 Cutting data A366
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External tool holders — Swiss turning General turni ng

VC** holder

S-Clamping

SVICR/L-SC Kr: 93°

2 = _
abins ==
M
* 13
- si» ﬁp . 3 :‘LE 2 bI
93 L1
L
Stock Dimensions [mm] Inserts
Article ES =
R | L a b L h h, s I e M -
SVIJCR/LOB08H11-S e e 8 8 100 8 13 8 15 22 M8X1 0.044 VC**1103**
SVJCR/L1212H11-5C b L] L 12 12 100 12 17 12 15 30 M8X1 0095 VC**1103%*
SVJCR/L1616K11-5C ¥ ooe L] 16 16 125 16 21 16 15 30 M8X1 0.2 VC**1103**
® Ex stock © On demand
= With internal cooling
Spare parts
Insert VC**1103%*
h 8-16
v — 160M2.5x6.5
(1.0 Nm)
e Wrench WTO07IP
Insert
o -
e e ®
Finishing Alum Machining PCBN/PCD
A156 Al154 A193
System code A304 Grade selection A42 Technical info A501 Cutting data A366

Turning

A313

Milling

N

Drilling

O

Technical
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Ge ne ral turni ng System code - external tool holders - rail applications

Rw P L F N LR 19

Turning

Milling

N

Drilling

O

Technical
Information

m

Index

1 2 3 4 5 6 7
Clamping system Insert shape
Code Description
c
P Lever lock clamping E}
D
M Wedge/pin lock clamping
@
(RW = Rail Way)
Tool holders for " ;
rail applications s Seraw-on clamping ‘EE s
A
c/A Wedge clamping @
Vv
D Duel wedge clamping @
L

[

Tool holder type and entering angle

Clearance angle

90°
o0 75° e o B ﬂ C !
5" 7°
A B C D E
90° 750
F G H J K
l -~ o A 62°30° T
S N P L:
95 o T
L M N 0 P
107°30' 90"
Q R S 7 U
uo;ﬁ E:I li)o
v w X
4 5

A314




System code — external tool holders - rail applications Gene ral turni ng

Cutting direction

Cutting edge length | [mm]

Insert shape
= | QR A 4714
C D R S T v w

5,56 09

6,35 06 07 11
B 9,525 09 11 09 09 16 16 06
12,7 12 15 12 12 22 22 08

15,875 16 19 15 15 27

? 19,05 19 19 19 33

A 254 25 25 25 44

N 32 32
6 7

A315

Turning

Milling

N

Drilling

O

Technical
Information
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Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

General tu rning External tool holders - rail applications

LN** holder (external) P-Clamping
RW-PLANR/L Kr: 90°
}
o)
¥l o~
L1
- L
Right hand style
Stock Dimensions [mm] Inserts
Article b3
R|L b L h Ly f u
RW-PLANR/L-19 * o o 225 43 32 35 23 LNUX1919**
RW-PLANR/L-30 ® o o 225 43 32 35 23 LNUX3019**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert LNUX1919** LNUX3019**
h 25-32 25-32

Knee lever L5 RWL L5 RWL

6’ o LEM8x25 RWL LEM8x25 RWL
(10.2 Nm) (10.2 Nm)

| Wrench WH30L WH30L

Insert

Heavy Turning
Al115
Systemcode . A314 Grade selection * A42 Technicalinfo . A501 Cuttingdata * A366

A316



External tool holders - rail applications General turni ng

LN** holder (external) P-Clamping
RW-PLFNR/L Kr: 90°
o
.
L1
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R|L b L h I f '
RW-PLFNR/L-19 ¥ o o 18.6 43 32 35 19.1 LNUX1919**
® Ex stock © On demand
= With internal cooling
Spare parts
Insert LNUX1919**
h 25-32
Knee lever L5 RwL
g’ SEa LEM8x25 RWL
(10.2 Nm)
¢ | wrench WH30L
Insert
Heavy Turning
A115
Systemcode @ A314 Grade selection *  A42 Technicalinfo # AS501 Cutting data A366

Turning

A317

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

A

Drilling

O

Technical
Information

Index

General turning

External tool holders - rail applications

CN** holder (external)

RW-PCLNR/L Kr:95°

P-Clamping

(©

Ea
L1
1
Right hand style
Stock Dimensions [mm] Inserts
Article b3
R|L b L h Ly f n
RW-PCLNR/L-1907 5% 248 43 32 35 19.1 CNMM1907**
RW-PCLNR/L-1911 * 248 43 32 35 19.1 CNMM19711%*
® Ex stock © On demand
s With internal cooling
Spare parts
Insert CNMM1907** CNMM1911%*
h 25-32 25-32
b Knee lever L5 RWC L5 RWC
@* SEHEW LEM8x25 RWC LEM8x25 RWC
(10.2 Nm) (10.2 Nm)
. Shim pin (shim) SP5 RWC SP5 RWC
& | Shim C19RWC C19RWC
-l Wrench WH30L WH30L
Insert
Finishing Roughing
Al14 Al14
Systemcode . A314 Grade selection . A42 Technicalinfo *  A501 Cuttingdata * A366
g

A318



External tool holders - rail applications G ene ral turn i ng

Notes

B R R R R R R R R R R R R R R R R R R R R R R R B R R R R R R R R R R R R R R R R Ry

Ry T R T T P R TN P R T R P R T T T

A319

Turning

Milling

Drilling
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Turning

Milling

N

Drilling
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Ge ne ral tu rning Boring bars overview

Boring bars
Application Workpiece
Longitt‘JdinaI Facing Undercut Contouring Profiling Stable Unstable
turning
Boring bar 3 Page
T [ ] . |
:ﬁ s /] = I ] [
PDSNR/L \/
e ® ® A326
62°30' $ ¢ g
(S
PCLNR/L
@ ® ) @ A324
95° (=
PDUNR/L /
- @ ® & @ @ A327
93° =
p PSKNR/L
) @ A329
75°
PTENR/L
e @ @ A330
91° /
PWLNR/L o < = < -
95° s
SCFCR/L "
o0° \/’ ) ® ® A352
SCLCR/L (/
' ] ® ) A352
95° \/
SCLPR/L (éﬁé
] @ b @ A354
95° @/
SDQCR/L :
oo / ® ® ® @ o A357
107°30"
S SDQPR/L </
] ® & ) @ A356
107°30' V
SDUCR/L o
' @ ® o @ ® A359
93° \/
SDUPR/L 1//
- \.\/./ &) & ® @ A358
SDZCR/L
- p/ ° @ A338
o

@® Recommended

A320



Boring bars overview General turning

Boring bars

Application Workpiece
Longitl‘JdinaI Facing Undercut Contouring Profiling Stable Unstable
turning
Boring bar _ == = Page
] i I == L u —
i » 1| _F ' I
SSKCR/L /
@ @ A339
75° /
STFCRIL _ g
@ A361
91°
STUPR/L (/
® A360
03° \.:/
SVQBR/L /
® ® ® A345
107°30' /
SVXBR/L
® E A347
s 93° §/
SVQCR/L ‘/
; ® A363
107°30' § /
SVUBR/L \//
® ® 2 A346
93° & /
SVUCR/L /
@ ® @ A364
o /
SZLNR/L
® @ ) A365
95° ’
SCLPR/L w -
® & A348
95° \/
ks / ® & ) A349
107°30' /
c | SDUPRL _
R 3 ® A350
E= 93° o
s L
=
> | STUPRL g
=
® A351
< | 9 e
SVQCR/L / " . . e
107D30| \/
SVUCR/L _
{ o ® @ A344
930 \:/

@ Recommended

A321

Turning

Milling

N

Drilling

O
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Turning

Milling

N

Drilling

O

Technical
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General turni NQJ 150-Code - boring bars

S

16 R - S

D U

C

R 07 - KR93

A322

1 2 3 4 5 6 7 8 9 10
Shank type Shank diameter d [mm]
Code Description %
A Steel shank (IC)
& Solid carbide shank
E Solid carbide shank (IC) Code d
S Steel shank 16 16
X Special application 20 20
25 25
32 32
40 40
50 50
1 2
Clamping system Clamping system Insert shape
m Code Description
ik c <> D
Code ‘ - P Knee lever clamping ﬁ
H 100
YO RE
K 125
M 150
S Screw clamping ﬁE}
N 160 T A v
P 170
Q 180
w >
R 200 L)
S 250
T 300
U 350
v 400
3 4 5




ISO-Code - boring bars General turning

Tool holder type and entering angle

Clearance angle

U0 H D7
NN A D
ek

Ew“ Emf
W X

0 0
& E
alyi

B
35 L:Sr.:
D 'q
1ol

Cutting direction

Cutting edge length | [mm]

Insert shape
1.C
| 1L |QB A |£7]14
| ! —d - | == I-
C D R 5 T v W
5,56 09
6,35 06 07 11
9,525 09 11 09 09 16 16 06
12,7 12 15 12 12 22 22 08
15,875 16 19 15 15 27
19,05 19 19 19 33
254 25 25 25 A4
32 32
8 9

Entering angle

10

A323

Turning

Milling

N

Drilling

O

Technical
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Index



General turning  soring bars

CN** steel boring bar  P-Clamping

A

PCLNR/L Kr:95°

o

£

o

-

>

'—

s
Right hand style
B Stock Dimensions [mm] Inserts
Article sk
R|L od L h S e Din 3] ’
o S16M-PCLNR/LO9 e o 16 150 15 11 28 20 -12 CN**0903**
§ S16R-PCLNR/LO9 ] ] 16 200 15 11 28 20 -12 CN**0903*

E S20Q-PCLNR/LO9 L] L] 20 180 18 13 3 25 -1 CN**0903**
$205-PCLNR/L0O9 [ ] L] 20 250 18 13 3 25 -1 CN**0903**
S25Q-PCLNR/LO9 o o 25 180 23 17 35 32 -10 CN**0903**
S25T-PCLNR/LO9 [ ] o 25 300 23 17 35 32 -10 CN**0903**
A16M-PCLNR/L09 ¥ o 16 150 14 11 20 -12 CN**0903**

c $25Q-PCLNR/L12 [o] ] 25 180 23 17 40 32 -12 CN**1204**
S25T-PCLNR/L12 L] L] 25 300 23 17 40 32 -12 CN**1204**
S32R-PCLNR/L12 L] L] 32 200 30 22 50 s -10 CN*1204*
S32U-PCLNR/L12 L] L] 32 350 30 22 50 A -10 CN**1204*

g\ S40S-PCLNR/L12 o] L] 40 250 37 27 55 54 -10 CN*1204*
= S40V-PCLNR/L12 ] ] 40 400 37 27 55 54 -10 CN*™1204**
p—

O S505-PCLNR/L12 o o 50 250 47 35 56 63 -10 CN**1204**
S50W-PCLNR/L12 ] ] 50 450 47 35 56 63 -10 CN**1204**
A25R-PCLNR/L12 L ) L] 25 200 24 17 40 32 -12 CN**1204%
A325-PCLNR/L12 e L] 32 250 31 22 50 e -10 CN**1204**
S505-PCLNR/L19 o o] 50 250 47 35 63 63 -10 CN**1906™*

D S50W-PCLNR/L19 e O 50 450 47 35 63 63 -10 CN**1906**
® Ex stock © On demand
= With internal cooling

=3

< .2

g5

£ E

=

@

CE

x
[

=)

£
System code A322 Grade selection A42 Technicalinfo .~ AS501 Cuttingdata .~ A366

-
A324 v

ZCC-CT



General turning

Boring bars

CN** steel boring bar
Spare parts

SO i
50

OO o SNTOPORE, Wil RO RN, - ... 1 N N

i b e o

L4A L6

Knee lever L3C L4A

LEM5x9B

e (4.0 Nm)

LEM10x27

Screw (16.6 Nm)

LEM6x13.4A
(7.0 Nm)

LEM6x13.4A

Screw (7.0 Nm)

SP4 SP6

Shim pin (shim)
Shim C19AP

Shim C12APB

WH25L WH25L WH40L

Wrench

Wrench WT09IP

Vo= 3 % ¢

Insert

—/
PCBN/PCD
A177

Roughing
A57 Ab1

</

CastIron

Medium Cut
A53

Finishing
A51 A52

Turning

Milling

N

System code

A322

Grade selection

3

A42

Technicalinfo

Cutting data

A366

A325

Drilling

O

Technical

Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

General turning  soring bars

DN** steel boring bar  P-Clamping
PDSNR/L Kr: 62°30'
L
s] A9 %
62730 L
L
Right hand style
Stock Dimensions [mm] Inserts
Article -
R|L| ed L h s e T || Digs | @B ’
S32R-PDSNR/L15-3 o o 32 200 30 22 45 85 40 -11 DN**1504%*
S40V-PDSNR/L15-3 [ ] 40 400 37 27 43 94 50 -1 DN**1504**
A325-PDSNR/L15-3 % o o 32 250 £l 22 45 85 40 -1 DN**1504**
S32R-PDSNR/L15 e @ A2 200 30 22 45 85 40 -1 DN**1506%*
S32U-PDSNR/L15 e o 32 350 30 22 45 85 40 -11 DN**1506%*
S405-PDSNR/L15 o o 40 250 37 27 43 9.4 50 -11 DN**1506%*
S40V-PDSNR/L15 o O 40 400 27 27 43 9.4 50 -11 DN**1506%*
A325-PDSNR/L15 Hoe e 32 250 3 22 45 85 40 -11 DN**1506%*
® Ex stock © On demand
% With internal cooling
Spare parts
S, O (N .. i | IS . i, ... oSS
ed 32-40 32-40
Knee lever L4 L4B
LEM8x21 LEM8x21
Screw

PO i N

a1 -%r

Shim pin (shim) SP4 SP4
Shim D15AP D15AP

Wrench WH30L WH30L

Insert
v | e | ol o vz
Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
Ab2 AB3 AB3 ABB AB9 A178

System code . A322 Grade selection © A42 Technicalinfo . A501 Cuttingdata * A366

A326



soringbars - General turning

DN** steel boring bar

PDUNR/L Kr:93°

P-Clamping

Right hand style
Stock Dimensions [mm] Inserts
Article S
R|L| ed L h s e | Dn, | © ’
S20Q-PDUNR/L11 e O 20 180 18 13 30 25 -16 DN**1104**
S20S-PDUNR/L11 e o 20 250 18 13 30 25 -16 DN**1104*
S25Q-PDUNR/L11 e o 25 180 23 17 35 32 -13 DN**1104*
S25T-PDUNR/L11 e o 25 300 23 17 35 32 -13 DN**1104*
S32R-PDUNR/L11 0O o 32 200 30 22 40 40 -16 DN**1104**
S32U-PDUNR/L11 e o 32 350 30 22 40 40 -16 DN**1104*
A25R-PDUNR/L11 ES ® 25 200 24 17 35 32 -13 DN**1104**
S32R-PDUNR/L15-3 0O O 32 200 30 22 50 40 -16 DN**1504*
S32U-PDUNR/L15-3 e e 32 350 30 22 50 40 -16 DIN**1504*
S405-PDUNR/L15-3 o © 40 250 37 27 50 50 -11 DN**1504*
S40V-PDUNR/L15-3 e o 40 400 37 27 50 50 -1 DN**1504*
A325-PDUNR/L15-3 * e o 32 250 31 22 50 40 -16 DN**1504*
S32R-PDUNR/L15 o © 32 200 30 22 50 40 -16 DN**1506**
S32U-PDUNR/L15 e @ 32 350 30 22 50 40 -16 DN**1506%
S40S-PDUNR/L15 O O 40 250 37 27 50 50 -11 DN**1506**
S40V-PDUNR/L15 e o 40 400 37 27 50 50 -1 DN**1506%
A325-PDUNR/L15 £ e o B2 250 1 22 50 40 -16 DN**1506%*
® Ex stock o On demand
= With internal cooling
Spare parts
Insert DN**1104** DN**1104** DN**1504%* DN**1506%*
od 20-25 32 32-40 32-40
B | Kneelever L3D L3 L4 148
9’ Edpais LEM5x12B LEMBx17
: (4.0 Nm) (7.0 Nm)
Gﬁ Screw LEM8x21 LEM8x21
(10.2 Nm) (10.2 Nm)
. Shim pin (shim) 5P3 5P4 SP4
_=>r Shim D11AP D15AP D15AP
( Wrench WH25L WH30L WH30L
o Wrench WTO9IP
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A327

Turning

Milling

N

Drilling

O
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Turning

Milling

N

Drilling

O
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General turning  soring bars

DN** steel boring bar

Insert
Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
AB2 AB63 AB3 A68 AB9 A178
Gradeselection * A42 Technicalinfo * AS501 Cuttingdata > A366

System code A322

A328



Boring bars General turning

SN** steel boring bar  P-Clamping

PSKNR/L Kr:75°

1
i ]
h
-
5 .
e~ 3
L
Right hand style
Stock Dimensions [mm] Inserts
Article S
R|L| od i h s e | D | ©
S25Q-PSKNR/L12 o e 25 180 23 17 42 32 -12 SN**1204%*
S25T-PSKNR/L12 ® O 25 300 23 17 42 32 -12 SN**1204%*
S32R-PSKNR/L12 o o 32 200 30 22 45 44 -10 SN**1204**
S$32U-PSKNR/L12 e o 32 350 30 22 45 44 -10 SN**1204%*
S40S-PSKNR/L12 el 5] 40 250 37 27 50 54 -10 SN**1204%*
S40V-PSKNR/L12 ® O 40 400 37 27 50 54 -10 SN**1204%*
A25R-PSKNR/L12 X e e 25 200 24 17 42 32 -12 SN**1204*
A32S-PSKNR/L12 S e e 32 250 31 22 50 44 -12 SN**1204%*
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
B o Y SN . sinl .. (L [N . i, .
od 25 32-40
b Knee lever L4A L4
Gp Sova LEM8x21
(10.2 Nm)
‘,@ Sova LEM6x13.4A
(7.0 Nm)
- Shim pin (shim) SP4
@ Shim 512APB
¢ | wrench WH25L WH30L
Insert
r
X = = =
—
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 AB4 Al162
Systemcode o A322 Gradeselection & A42 Technicalinfo # AS501 Cuttingdata . A366

A329

Turning

Milling

N

Drilling

O
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General turning  soring bars

TN** steel boring bar  P-Clamping

A

PTFNR/L Kr:90°

g i
o
-
= h
L od
Right hand style
B Stock Dimensions [mm] Inserts
Article sk
R|L od L h 5 e Din 3] A
o S16M-PTFNR/L11 o o 16 150 15 11 28 20 -14 TN*1103**
§ S16R-PTFNR/L11 ] ] 16 200 15 11 28 20 -14 TN**1103**
E S20Q-PTFNR/L11 L] L] 20 180 18 13 3 25 -12 TN*1103**
S20S-PTFNR/L11 [ ] L] 20 250 18 13 3 25 -12 TN**1103**
S25Q-PTFNR/L11 o o 25 180 23 17 35 32 -10 TN**1103**
S25T-PTFNR/L11 o o 25 300 23 17 35 32 -10 TN**1103**
S25Q-PTFNR/L16 o o 25 180 23 17 42 32 -12 TN**1604**
c S25T-PTFNR/L16 L] L] 25 300 23 17 42 32 -12 TN*1604**
S32R-PTFNR/L16 o O 32 200 30 22 50 A4 -10 TN**1604**
S32U-PTFNR/L16 L] L] 32 350 30 22 50 s -10 TN**1604**
S40S-PTFNR/L16 (o] o 40 250 37 27 55 54 -10 TN*1604**
g\ S40V-PTFNR/L16 L] L] 40 400 37 27 55 54 -10 TN**1604**
= A25R-PTFNR/L16 e (o} 25 200 24 17 40 32 -12 TN**1604**
p—
O A325-PTFNR/L16 e L] 32 250 31 22 50 44 -10 TN*1604*
@ Ex stock © On demand
# With internal cooling
Spare parts
D Insert TN**1103%* TN**1604** TN**1604**
od 16-25 25 32-40
b Knee lever L2 L3B L3
=3
® 2 LEM5x9B LEM5x12B LEMB6x17
o <
cg @ Ko (4.0 Nm) (4.0 Nm) (7.0 Nm)
%5
> e ‘ Shim pin (shim) SP3
-—= Shim T16APB
| Wrench WH20L WH25L
E o Wrench WT09IP
x
[
=)
£
System code A322 Grade selection A42 Technicalinfo .~ AS501 Cuttingdata .~ A366

-
A330 v

ZCC-CT



soringbars - General turning

TN** steel boring bar

Insert
A A A -
i o [ S
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
AB7 AB8 A90 A92 A99 Al163
Systemcode P A322 Grade selection * A42 Technicalinfo # AS501 Cuttingdata  A366

A331

Turning
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Drilling
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General turning  soring bars

A

PWLNR/L Kr: 95°

Turning

WN** steel boring bar  P-Clamping

Right hand style
B Stock Dimensions [mm] Inserts
Article
R|L od L h 5 e A
o S16M-PWLNR/LO6 ] 16 150 15 11 25 WN**0604**
§ S16M-PWLNR/LO6 ] 16 150 15 11 25 WN**0604**
";i S16R-PWLNR/LO6 (o] o 16 200 15 1 25 WN**0604**
$20Q-PWLNR/L0O6 [ ] L] 20 180 18 13 35 WN**0604**
$205-PWLNR/LO6 [ ] o 20 250 18 13 35 WN**0604**
S$25Q-PWLNR/L06 o o 25 180 23 17 35 WN**0604*
S25T-PWLNR/L06 o 25 300 23 17 35 WN**0604**
c S$20Q-PWLNR/LO8 L] L] 20 180 18 13 32 WN**0804**
S$205-PWLNR/LO8 ® 20 250 18 13 32 WN**0804**
$25Q-PWLNR/L0O8 L] (o] 25 180 23 17 45 WN**0804**
S25T-PWLNR/LO8 L] L] 25 300 23 17 45 WN**0804*
g\ S32R-PWLNR/LO8 L] L] 32 200 30 22 50 WN**0804*
= $32U-PWLNR/LO8 ] ] 32 350 30 22 50 WN**0804**
p-
O S50W-PWLNR/LO8 o o 50 450 47 35 50 WN**0804*
® Ex stock © On demand
# With internal cooling
Spare parts
D Insert WN**0604** WN**0B04** WN**0804%* WN**0804**
od 16-25 20-25 32 50
B | Kneelever L3B L4A L4 L4
=3
Teles LEM5x128B
o <
c g g S (4.0 Nm)
€=
(W] E—
o O _ LEMBx21 LEM8x21
= o® S (10.2 Nm) (10.2 Nm)
‘@ St LEM&Ex13.4A
(7.0 Nm)
B | shim pin (shim) SP4 spa
E .:. Shim WOBAP WOBAP
™ Wrench WH25L WH30L WH30L
x o Wrench WT09IP
=)
£
System code A322 Grade selection Technical info A501 Cutting data
g

A332



Boring bars General turning

WN** steel boring bar

Insert
.'.' -\'\ & -
| & | 8| a | = -
== P bt
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A106 A107 A107 A109 A111 A165
Systemcode » A3%2 Gradeselection & A42 Technicalinfo # AS501 Cuttingdata * A366

Turning

A333

Milling

N

Drilling

O
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A

Turning

Milling

N

Drilling

O
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General turning  soring bars

CC** steel boring bar

SCLCR/L Kr:95°

S-Clamping

Right hand style
Stock Dimensions [mm] Inserts
Article -
R|L od L h s L, e Din 3] E

S08K-SCLCR/LO6 e o 8 125 7 5 14 14 10 -15 CC*0602**
S10K-SCLCR/LO6 e e 10 125 5 14 14 10 -15 CC*0e02**
S10M-SCLCR/LO6 e o 10 150 9 6 14 14 12 -13 CC*0602**
S$12M-SCLCR/LO6 e @ 12 150 11 g9 25 25 16 -10 CC*0602**
A08F-SCLCR/LO6 K e e 8 80 75 5 14 14 10 -15 CC*0602%*
AT0H-SCLCR/LO6 H e e 10 100 95 6 14 14 12 -13 CC**0602**
A12K-SCLCR/LO6 * e e 12 125 115 9 25 25 16 -10 CC*0602%*

51 2M-SCLCRILOS e e 12 150 11 9 25 25 16 -10 -EC**09T3** -------
S16M-SCLCR/L09 e O 16 150 15 11 325 1325 20 -12 CC*0913**
S16R-SCLCR/LO9 e o 16 200 15 11 325 325 20 -12 CCHo9T13**
$20Q-SCLCR/L0O9 e o 20 180 18 13 38 38 25 -8 CCH*09T13**
$205-SCLCR/L09 e o 20 250 18 13 38 38 25 -8 CCo9T13*
$25Q-SCLCR/LO9 ® O 25 180 23 17 45 45 32 -6 CC*0913**
S25T-SCLCR/LO9 e o 25 300 23 17 45 45 32 6 CC**09T13**
A12K-SCLCR/LO9 K e e 12 125 115 9 25 25 16 -10 CCHD9i3*r
A16M-SCLCR/LO9 e e 16 150 155 1 325 325 20 -12 CC**0913*>
A20Q-SCLCR/LO9 e e 20 180 19 13 38 38 25 -8 CCH*09T13**
A25R-SCLCR/LO9 H e e 25 200 24 17 45 45 32 -6 CC973**
S$25Q-SCLCR/L12 e O 25 180 23 17 45 45 32 -6 cC**1204*
S25T-SCLCR/L12 e @ 25 300 23 17 45 45 32 -6 CC¥*1204*
S32R-SCLCR/L12 e o 32 200 30 22 50 50 40 -10 CCH 1204
S$32U-SCLCR/L12 e 32 350 30 22 50 50 40 -10 CC*¥*1204**
S405-SCLCR/L12 [#] 40 250 37 27 60 60 50 -8 cC**1204*
S40V-SCLCR/L12 e e 40 400 37 27 60 60 50 -8 CC¥*1204*
A25R-SCLCR/L12 ke 25 200 24 17 45 45 32 -6 CcC*1204*
A32T-SCLCR/L12 * o 32 300 30 22 40 -10 CC**1204*
A32S-SCLCR/L12 K oe e 32 250 3 22 50 50 40 -10 cC**1204*
® Exstock © On demand

% With internal cooling
Systemcode > A322 Gradeselection > A42 Technicalinfo . A501 Cuttingdata  A366

Pl

A334



Boring bars General turning

CC** steel boring

Spare parts

bar

...

8-12

B o OO Y

12-20

L S L

25

25

i it S O

SETAT

32-40

Screw

Screw

Screw (shim)

I60M2.5%5.5

L.

160M3.5x8

.

|160M3.5x10

-

160M4x11X
(3.4 Nm)

160M4x 11X
(3.4 Nm)

SMEXT0XA

Shim

C12BS

Wrench (screw)

ML

Wrench (shim)

WTO7IP

WT15IP

WT15IP

WT15IP

WT15IP

WH40L

Insert

-

Finishing

Medium Cut

L]
Roughing

Alum Machining

P

o | =

Cast Iron

o

PCBN/PCD

Al16

A119

A121

A122

Al121

A180

Systemcode » A3%2

Grade selection * A42

Technicalinfo 3 A501

Cutingdata * A366

A335
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General turning  soring bars

DC** steel boring bar  S-Clamping

A

SDQCR/L Kr: 107°30'

o
£
=
e
>
'_..
Right hand style
B Stock Dimensions [mm] Inserts
Article K
R{L| ed | L h s L | e | Dw| © L =N
o S10M-SDQCR/L07 e o 10 150 9 7 20 20 13 -8 DC**0702**
§ S12M-SDQCR/L07 e e 12 150 11 g9 22 22 16 -8 DC**0702**
5 S16M-SDQCR/LO7 o e 16 150 15 11 27 27 20 -6 DC**0702**
$16Q-SDQCR/LO7 e @ 16 180 15 11 27 27 20 -6 DC**0702**
S16R-SDQCR/LO7 e o 16 200 15 11 27 27 20 6 DC**0702**
A10H-SDQCR/LO7 H e e 10 100 95 7 20 20 13 -8 DC**0702**
A12K-SDQCR/LO7 * e e 12 125 115 9 22 22 16 -8 DC**0702**
C $20Q-SDQCR/L11 e O 20 180 18 13 32 32 25 -6 DC*11T3**
5$20S-SDQCR/L11 e @ 20 250 18 13 32 32 25 -6 DEF1113+
$25Q-SDQCR/L11 e O 25 180 23 17 32 32 32 -6 DC*=1173*
S$25T-SDQCR/L11 e o 25 300 23 17 32 32 32 -6 DC*1173**
g\ A16M-SDQCR/L11 e e 16 150 155 11 27 27 20 ] DC**1173*
= A20Q-SDQCR/L11 e e 20 180 19 13 32 32 25 -6 DC*1173**
fos
O A25R-SDQCR/L11 ¥ oe e 25 200 24 17 32 32 32 6 DEF T
® Ex stock © On demand
# With internal cooling
Spare parts
od 10 12-16 16-20 20 25
v SerEw 160M2.5%5.5 160M2.5x6.5 160M3.5x8 160M3.5x8 160M3.5x10
= (1.0 Nm) (1.0 Nm) (2.7 Nm) (2.7 Nm) (2.7 Nm)
= § e sl o SRR on Lo o L e PTRERE n un el e MER IR RS o e RO R R s
= = \,/ Wrench (screw) WTO7IP WTO7IP WT15IP WT15IP WT15IP
= E
]
@
= E
Insert
—— v
¢ . £ ( (== i
o/ .
’ ‘ J J »
E Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
Al26 A127 A129 Al129 A129 Al184
x
[
=)
i
System code . A322 Grade selection . A42 Technicalinfo . A501 Cuttingdata * A366

-
A336 v

ZCC-CT



Boring bars General turning

DC** steel boring bar  S-Clamping
SDUCR/L Kr:93°
> i I
h Dmin
T s == = N
2 s} [el = % WA
& 3 -l
| I ed
I
Right hand style
Stock Dimensions [mm)] Inserts
Article s
R|L| ed L h s L, € | Dmn| © ‘@
S10M-SDUCR/L07 e o 10 150 9 = 0 13 -8 DC*0702%*
S12M-SDUCR/L07 L] L] 12 150 11 22 22 16 -8 DC**0702**
S16M-SDUCR/LO7 e o 16 150 15 11 27 27 20 -6 DC**0702**
S16R-SDUCR/LO7 e @ 16 200 15 11 27 27 20 -6 DC**0702**
A10H-SDUCR/LO7 e e 10 100 9.5 7 = 0 13 8 DC**0702**
A12K-SDUCR/LO7 e e 12 125 115 9 22 22 16 -8 DC**0702**
A16M-SDUCR/LO7 e e 16 150 155 1 27 27 20 6 DC**0702**
$20Q-SDUCR/L11 L] L] 20 180 18 13 40 40 25 -6 DC**1173**
S20S-SDUCR/L11 e @ 20 250 18 13 40 40 25 6 DC**1113%
S$25Q-SDUCR/L11 e O 25 180 23 17 46 46 32 -6 DC**11T3**
S25T-SDUCR/L11 e o 25 300 23 17 46 46 32 -6 DC**11T3**
A16R-SDUCR/L11 * o 16 200 15 145 27 27 23 -6 DC**11T3**
A20Q-SDUCR/L11 e L] 20 180 19 13 40 40 25 -6 DC*11T3**
A25R-SDUCR/L11 e 25 200 24 17 46 46 32 -6 DC**11T3*
® Ex stock © On demand
= With internal cooling
Spare parts
od 10-16 16-25
v Po— 160M2.5%5.5 160M3.5x8
(1.0Nm) (2.7 Nm)
3/ Wrench WTO7IP WT15IP
Insert
. = ¥
-/ () [~ )
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
Al126 A127 A129 A129 A129 Al184
Systemcode » A3%2 Grade selection * A42 Technicalinfo # AS501 Cuttingdata . A366

A337
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Turning

Milling

N

Drilling

O

Technical
Information
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General turning  soring bars

DC** steel boring bar

SDZCR/L Kr: 85°

S-Clamping

A338

Right hand style
Stock Dimensions [mm] Inserts
Article -

R{L| ed | L h s e f | Dwn| © L =N
$25Q-SDZCR/L11 L] 25 180 23 17 30 6.9 32 -6 DC*1173**
S25T-SDZCR/L11 e e 25 300 23 17 30 6.9 32 -6 DC*1173**
S32R-SDZCR/L11 [o] 32 200 30 22 39 84 40 -6 DC*1173**
$32U-SDZCR/L11 e @ A2 350 30 22 39 84 40 -6 DC*1173**
S40S-SDZCR/L11 o e 40 250 37 27 47 9.4 50 -4 DC*1113*
S40V-SDZCR/L11 e o 40 400 37 27 47 9.4 50 -4 DC*11T3**
A25R-SDZCR/L11 * e e 25 200 24 17 30 45 32 6 DC*1113*
A325-SDZCR/L11 M oe e 32 250 3 22 39 6 40 -6 DC*11T3**

® Ex stock © On demand
% With internal cooling
Spare parts
S, O (R s, i SO BN "y .. | il
ed 32-40
v S 160M3.5x10 160M3.5x12
(2.7 Nm) (2.7 Nm)
W | Screw (shim) SM5x8.65XA
- Shim D11BS
\,/ Wrench (screw) WT15IP WT1sIP
| wrench (shim) WH35L
Insert
- v
i) (o) = ©
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
Al26 A127 Al129 A129 A129 Al184
System code . A322 Grade selection © A42 Technicalinfo . A501 Cuttingdata * A366



Boring bars General turning

SC** steel boring bar

SSKCR/L Kr: 75°

S-Clamping

= |
= i 1 Dmin
e 2d -
L
Right hand style
Stock Dimensions [mm] Inserts
Article S
R| L | eod L h 5 e Drin 5]
S12M-SSKCR/L09 e o 12 150 11 9 26 16 -10 SCH09T3**
S16M-SSKCR/L09 0O © 16 150 15 11 325 20 -1 SCH*09T3*
S16R-SSKCR/L09 o o 16 200 15 11 325 20 -1 SCH*09T3**
5$20Q-SSKCR/L09 o o 20 180 18 13 345 25 -6 S5CH*09T3**
5205-SSKCR/L09 e O 20 250 18 13 345 25 6 SCH09T3*
A12K-SSKCR/L09 b ® O 12 125 11 9 26 16 -10 SCH09T13*
A16M-SSKCR/LO9 * e o 16 150 15 11 325 20 -1 SCH09T3*
A20Q~SSKClF-{:~"L-5é --------- S ® O 20 180 19 13 345 25 -6 SCH09T3*
$25Q-SSKCR/L12 o o 25 180 23 17 36.3 32 -8 SC*1204*
S25T-SSKCR/L12 e O 25 300 23 17 36.3 32 -8 SC**1204**
S32R-SSKCR/L12 o o 32 200 30 22 435 40 -10 SC**1204**
S32U-SSKCR/L12 L 32 350 30 22 435 40 -10 SC**1204**
A25R-SSKCR/L12 W e o 25 200 24 17 413 3z -8 SC**1204**
A32S-SSKCR/L12 ® e 32 250 Rl 22 428 40 -10 SCF*1204%
® Ex stock © On demand
= With internal cooling
Spare parts
Insert SC**QQT3** SC**1204%* SC**1204%*
B I e
v Po— 160M3.5x8
(2.7 Nm)
v P E - g S e e oy |60M4><11x |50M4X11x
(3.4 Nm) (3.4 Nm)
w Screw (shim) SMEx10XA
| | Shim $128BS
3/ Wrench (screw) WT15IP WT15IP WT15sIP
¢ | wrench (shim) WH40L
Systemcode o A322 Gradeselection & A42 Technicalinfo # AS501 Cuttingdata . A366
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Turning

Milling
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O
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General turning  soring bars

SC** steel boring bar

Insert
7 =
- Lo ()
|
Finishing Medium Cut Roughing Alum Machining
Al134 A135 A136 A136
System code . A322 Grade selection * A42 Technicalinfo *
>

A340

AS01

>

Cutting data

A366



soringbars - G@neral turning

TC** steel boring bar

STFCR/L Kr:91°

S-Clamping

Dmin l
!

Right hand style
Stock Dimensions [mm] Inserts
Article S A
R | L ad L h 5 e Drin 5] N
S12M-STFCR/L11 e o 12 150 11 9 30 16 -10 TC**1102**
S16M-STFCR/L11 o e 16 150 15 11 35 20 -6 TC**1102**
S16R-STFCR/L11 e o 16 200 15 11 35 20 -6 TC**1102**
S20Q-STFCR/L11 o o 20 180 18 13 36 25 -3 TC**1102**
S20S-STFCR/L11 e o 20 250 18 13 36 25 -3 TC**1102**
A12K-STFCR/L11 E e o 12 125 115 9 26 16 -10 TC**1102**
A16M-STFCR/L11 ES e o 16 150 155 11 30 20 6 TC**1102**
A20Q-STFCR/L11 S e e 20 180 19 13 36 25 -3 TC**1102**
S25Q-STFCR/L16 * O 25 180 23 17 49 32 6 TC*1613*"
S25T-STFCR/L16 e o 25 300 23 17 49 32 -6 TC**16T3**
S32R-STFCR/L16 e o 32 200 30 22 50 40 -10 TC**16T3**
S32U-STFCR/L16 e o 32 350 30 22 50 40 -10 TC**16T3**
S40S-STFCR/L16 o © 40 250 37 27 60 50 -8 TC**16T3**
S40V-STFCR/L16 e @ 40 400 37 27 60 50 -8 TC**16T3**
A25R-STFCR/L16 b e o 25 200 24 17 45 32 -6 TC*1613*"
A32S-STFCR/L16 B e © 32 250 31 22 49 40 -10 TC*1613*
® Ex stock © On demand
= With internal cooling
Spare parts
Insert TC**1102** TC**16T3** TC**16T3**
od 12-20 25 32-40
v St 160M2.5%6.5 160M3.5x10 160M3.5x12
(1.0Nm) (2.7 Nm) (2.7 Nm)

W | screw (shim) SM5X8.65XA
N Shim T16BS
;/- Wrench (screw) WTO7IP WT15IP WT15IP
¢ | wrench (shim) WH35L
System code A322 Grade selection A42 Technical info A501 Cutting data A366
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Turning

Milling

N

Drilling

O
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General turning  soring bars

TC** steel boring bar

Insert
P ‘
L | A | A CN - “
i == — »
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A141 Al142 A143 A145 Al43 A187
Grade selection > A42 Technicalinfo . A501 Cuttingdata * A366

System code A322

A342



Boring bars General turning

VC** steel boring bar  S-Clamping A

SVQCR/L Kr:107°30'

Turning

e | ]
v 1 i
& ST, @'}Mm
e
. L
Right hand style
Stock Dimensions [mm] Inserts B
Article S ==
R| L | eod L h 5 e Drin 5] -
S16Q-SVQCR/L11 L[] 16 180 15 13 28 22 6 VC**1103**
S20R-SVQCR/L11 e} 20 200 18 15 32 26 -4 VCF*1103%*
® Ex stock © On demand
s With internal cooling
Spare parts
Insert VC**1103**
od 16-20
v B2 160M2.5x6.5
(1.0 Nm)
g/ Wrench (screw) WTO7IP
Insert
-
—e— - «
Finishing Alum Machining PCBN/PCD
A156 Al154 A193
Systemcode » A3%2 Grade selection * A42 Technicalinfo # AS501 Cuttingdata . A366

e
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A

Turning

Milling

N

Drilling

O

Technical
Information
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General turning  soring bars

VC** steel boring bar

SVUCR/L Kr:93°

S-Clamping

Right hand style
Stock Dimensions [mm] Inserts
Article - ~
R od L h s L, e Din -
$16Q-SVUCR/L11 16 180 15 15 25 25 24 VC*1103**
S20R-SVUCR/L11 20 200 18 17 30 30 28 vC*1103**
S40U-SVUCR/L16 40 350 37 27 56 56 50 VC*1604**
@ Ex stock © On demand
% With internal cooling
Spare parts
... O POV, .2 L. i POV NSV
od 16-20 40
v el 160M2.5x6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
’ SM5xB.65XA
w Screw (shim) (4.0 Nm)
— Shim V16B5C
y/ Wrench (screw) WTO7IP WT15IP
¢ | wrench (shim) WH35L
Insert
-
Finishing Medium Cut Alum Machining PCBN/PCD
Al156 A156 A154 A193

System code A322

A344

Grade selection .~ A42

Technicalinfo . AS501

Cuttingdata * A366



General turning

Boring bars

S-Clamping

VB** steel boring bar

SVQBR/L Kr:107°30'

Right hand style
Stock Dimensions [mm)] Inserts
Article s
R|L| ed L h 5 e f Dwin | © -
S32R-SVQBR/L16 e o 32 200 30 22 56 8.4 40 -8 VB**1604**
S32U-SVQBR/L16 L] L] 32 350 30 22 56 8.4 40 -8 VB**1604**
S40V-SVQBR/L16 e o 40 400 37 27 64 9.4 50 -8 VB**1604**
A325-SVQBR/L16 ® o o 32 250 31 22 56 8.4 40 -8 VB**1604**
® Ex stock o On demand
% With internal cooling
Spare parts
Insert VB**1604**
od 32-40
v Sciow 160M3.5x12
(2.7 Nm)
P | Screw (shim) SM5x8.65XA
— Shim V16BS
3/ Wrench (screw) WT15IP
¢ | wrench (shim) WH35L
Insert
—_— —- < A N
Finishing Medium Cut Roughing PCBN/PCD
A148 Al151 Al152 A1
Systemcode » A3%2 Grade selection * A42 Technicalinfo # AS501 Cuttingdata . A366

A345
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Turning
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General turning  soring bars

VB** steel boring bar

SVUBR/L Kr:93°

S-Clamping

Dmin
. P ‘
v s| of -0 = ‘Ifg:/
f L ed
I
Right hand style
Stock Dimensions [mm] Inserts
Article K
R|L| ed L h s e T || Digs | @B -
S32R-SVUBR/L16 e O 32 200 30 22 49 84 40 -8 VB**1604%*
S$32U-SVUBR/L16 e e 32 350 30 22 49 84 40 -8 VB**1604%*
S40S-SVUBR/L16 ® O 40 250 37 27 565 94 50 -8 VB**1604**
S40V-SVUBR/L16 e @ 40 400 37 27 565 94 50 -8 VB**1604%*
A325-SVUBR/L16 ¥ oe e 32 250 31 22 49 8.4 40 -8 VB**1604%*
® Ex stock © On demand
% With internal cooling
Spare parts
Insert VB**1604**
ed 32-40
v SErEW 160M3.5x12
(2.7 Nm)
Screw (shim) SM5x8.65XA
= Shim V16BS
y/ Wrench (screw) WT15IP
¢ | Wrench (shim) WH35L
Insert
-
e — - L
Finishing Medium Cut Roughing PCBN/PCD
A148 A151 A152 A191
System code . A322 Grade selection © A42 Technicalinfo . A501 Cuttingdata * A366

A346



soringbars - General turning

Turning

Milling

N

Drilling

O

Technical
Information

Index

VB** steel boring bar S-Clamping
SVXBR/L Kr:93°
g i— )
l¥ﬂ h Dmin
TS o1 ——) ]
s] }0 — A X —
d 8
L
Right hand style
Stock Dimensions [mm)] Inserts
Article s
R|L | ed L h 5 e f Dy 3] O
S16P-SVXBR/L1102-KR93 o o 16 170 15 125 30 72 k| -8 VB**1102%*
S16P-SVXBR/L11-KR93 o o 16 170 15 125 30 72 21 -8 VB**1103**
S20R-SVXBR/L11-KR93 o o 20 187 20 13 22 57 25 -8 VB**1103**
5$255-SVXBR/L16-KR93 o o 25 235 25 19 26 10.2 32 -8 VB**1604**
S32T-SVXBR/L16-KR93 o o 32 280 32 22 80 1.7 40 8 VB**1604**
S40M-SVXBR/L16-KR93 o o 40 130 40 27 40 143 50 -8 VB**1604**
S40U-SVXBR/L16-KR93 o o 40 330 40 27 90 143 50 8 VB**1604**
® Ex stock © On demand
# With internal cooling
Spare parts
Insert VB**1102%* VB**1103** VB**1604**
od 16-20 16-20 25-40
v Scion 160M2.5x6.5 160M2.5x6.5 160M3.5x12
(1.0Nm) (1.0 Nm) (2.7 Nm)
. SM5x8.65XA
W Screw (shim) (4.0 Nm)
— Shim V16B5
»/ Wrench (screw) WT15IP
| wrench (shim) WH35L
;/ Wrench WTO7IP WTO7IP WT15IP
Insert
-
- - b - N
Finishing Medium Cut Roughing PCBN/PCD
A148 Al151 Al152 A1
System code > A2 Grade selection .~ A42 Technical info > A501 Cutting data . A366

A347
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General turning  soring bars

CP** steel boring bar  S-Clamping

SCLPR/L Kr:95°

Dmin

Right hand style
Stock Dimensions [mm] Inserts
Article sk
R| L | ed L h 5 e Din 3]
S10K-SCLPR/LO6 e o 10 125 9 B 17 12 -7 CP*0602**
S12M-SCLPR/LO6 ] ] 12 150 11 8 20 16 -4 CP*™0602**
$16Q-SCLPR/L09 e e 16 180 15 10 29 20 -4 CP*09T73**
S20R-SCLPR/LO9 o o 20 200 18 13 35 25 -4 CP**09T3**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert CP**0602%* CP**(QQ9T3**
od 10-12 20-25
v St 160M2.5%5.5 160M3.5x8
(1.0 Nm) (2.7 Nm)
v)/ Wrench (screw) WTO7IP WT15IP
i)
;-’Q_ “ {
— -—
Finishing Medium Cut Cast Iron
Al124 Al124 Al124
System code . A322 Grade selection . A42 Technicalinfo . A501 Cuttingdata * A366

-
A348 gt



General turning

Boring bars

DP** steel boring bar

SDQPR/L Kr:107°30'

S-Clamping

& A\
Right hand style
Stock Dimensions [mm] Inserts
Article S
R|L| od L h s e Dmin | © @
S10K-SDQPR/LO7 e o 10 125 9 7 20 13 -8 DP*0702**
S12M-SDQPR/L07 e o 12 150 11 9 22 16 -8 DP**0702**
S$16Q-SDQPR/LO7 e o 16 180 15 11 27 20 -6 DP*0702**
S$16Q-SDQPR/L11 e o 16 180 15 11 32 20 -6 DP**11T3**
S20R-SDQPR/L11 0O o 20 200 18 13 33 25 6 DP**11T3**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert DP**Q702** DP**Q702%* DP**11T3%*
od 10-12 16 16-20
v St 160M2.5%5.5 160M2.5%6.5 160M3.5x8
(1.0Nm) (1.0 Nm) (2.7 Nm)
/ Wrench (screw) WTO71P WTO7IP WT15IP
Insert
Finishing
Al131
Systemcode . A322 Grade selection A42 Technical info A501 Cutting data A366

A349
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Turning

Milling

A

Drilling

O
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General turning  soring bars

DP** steel boring bar  S-Clamping
SDUPR/L Kr: 93°
et
B
g‘;
S
]
Right hand style
Stock Dimensions [mm] Inserts
“Ir|lL]|ed | L | h s | e | D @
S10K-SDUPR/LO7 e 10 125 9 9 18 15 DP**0702**
S12M-SDUPR/LO7 12 150 1 9 19 16 DP=*0702**
$16Q-SDUPR/LO7 o o 16 180 15 1 25 20 DP**Q702**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert DP**Q702%* DP**Q702**
od 10-12 16
v el 160M2.5%5.5 160M2.5%6.5
(1.0 Nm) (1.0 Nm)
& | Wrench (screw) WTO7IP WTO7IP
Insert
Finishing
A131
Systemcode . A322 Grade selection A42 Technicalinfo *  A501 Cuttingdata .~ A366
g

A350



soringbars - General turning

TP** steel boring bar  S-Clamping

STUPR/L Kr:93°

Right hand style

Stock Dimensions [mm] Inserts
Article S
R | L ad L h 5 e Drin 5] &
S10K-STUPR/LO9 e o 10 125 9 6 20 12 6 TP**0902**
S12M-STUPR/LO9 e o 12 150 11 8 22 16 -4 TP**0902**
S12M-STUPR/L11 e o 12 150 11 8 25 16 -4 TP**1103**
S16Q-STUPR/L11 e @ 16 180 15 10 27 20 -3 TP**1103**
e Ex stock o On demand
% With internal cooling
Spare parts
Insert TP**0902** TP**1103**
od 10-12 12-16
v Sciow 160M2.25.5 160M2.5x6.5
(0.8 Nm) (1.0 Nm)
3/ Wrench WTO7IP WTO7IP
Insert
Finishing
Al147
Grade selection =~ A42 Technical info A501 Cutting data A366

Systemcode . A322

A351
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Turning

Milling

N

Drilling

O

General turning  soring bars

CC** steel boring bar  S-Clamping

SCFCR/L Kr:90°

Stock Dimensions [mm] Inserts
Article sk

R|L od a b L 5 e Diia a
S10M-SCFCR/L06525 e O 10 27 25 150 7 30 13 CC**0602**
S12P-SCFCR/L06525 ® 12 27 25 170 9 35 16 CC**06e02**
S$16Q-SCFCR/L09S25 e O 16 27 25 180 11 40 20 CEH09134*
S20R-SCFCR/L09525 ® 20 27 25 200 13 45 25 CC*0913**
S25R-SCFCR/L12525 e o 25 27 25 200 17 50 32 CC*1204**

® Ex stock © On demand

s With internal cooling

Technical
Information

Index

Spare parts
Insert CC**0602%* CC**Q9T3** CC**1204%
od 10-12 16-20 25
v Screw 160M2.5%5.5 160M3.5x8 160M4x12
(1.0Nm) (2.7 Nm) (3.4 Nm)
o Wrench WTO7IP WT15IP WT20IP
Insert
= 3 rd Tt '
2 8| & & @& 9
. .
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
Al16 A119 A121 A122 A121 A180
System code o A32 Grade selection . A42 Technical info ; AS01 Cutting data A366

A352



Boring bars

General turning

CC** steel boring bar

SCLCR Kr: 95°

S-Clamping

|

- |

&

L
Dimensions [mm] Inserts
Article s | Stock
S10M-SCLCR06520 o] 10 22 20 150 30 13 CC**0602**
S12P-SCLCRO6520 o] 12 22 20 170 9 35 16 CC**0602%*
$16Q-SCLCR09S20 L] 16 22 20 180 11 40 20 CCH09T3**
S20R-SCLCR09520 @ 20 22 20 200 13 60 25 CC**09T3**
® Ex stock © On demand
% With internal cooling
Spare parts
O o i T M b oot oL PEY
od 10-12 16-20
v Screw 160M2.5x5.5 160M3.5x8
(1.0 Nm) (2.7 Nm)
3/ Wrench WTo7IP WT15IP
Insert
¥ 3 C = v
E a By (©W) ﬂ it \
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A116 A119 A121 A122 A121 A180
Systemcode » A3%2 Gradeselection & A42 Technicalinfo # AS501 Cuttingdata . A366
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General turning  soring bars

CP** solid carbide boring bar

SCLPR/L Kr:95°

S-Clamping

r—

T

Right hand style
Stock Dimensions [mm] Inserts
Article sk
R[L|®@ | ed | h s L Lz 0 @
C10M-SCLPR/LO6 e o 12 10 9 6 150 17 7 CP*0602**
C12Q-SCLPR/LO6 ] o} 16 12 11 8 180 20 4 CP**0602**
C16R-SCLPR/LO9 e e 20 16 15 10 200 29 4 CP**09T73**
E16R-SCLPR/L0O9 ® o o 19 16 155 10 200 - -2 CP**09T3**
C20S-SCLPR/LO9 e O 25 20 18 13 250 35 4 CP**0913*
E205-SCLPR/LO9 ¥ o 24 20 19.5 13 250 = -2 CP**09T3**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert CP**0602%* CP**Q9T3**
ed 10-12 16-20
v Screw 160M2.5%5.5 160M3.5x10
(1.0 Nm) (2.7 Nm)
)‘,./ Wrench (screw) WTO7IP WT15IP
Insert
] 3
@ D Y
=
Finishing Medium Cut Cast Iron
Al24 Al124 Al124
Systemcode . A322 Grade selection A42 Technicalinfo *  A501 Cuttingdata = A366

A354



Boring bars General turning

CC** solid carbide boring bar

SCLCR/L Kr: 95°

S-Clamping

Dmin

¢

L1
I
Right hand style
Stock Dimensions [mm] Inserts
"IR|L]|@]|ed| h | s | L | L] e E
EO8K-SCLCR/L06-09 ¥ e e 9 7.5 5 125 = -12 CC**0602%*
E0BK-SCLCR/L06-10 S e o 10 7.5 6 125 = -12 CCH*0602%*
E10M-SCLCR/LO6 ¥ooe e 12 10 9.5 7 150 = -10 CC**0602**
E12Q-SCLCR/L0O6 £ e e 15 12 115 9 180 = -10 CCH*0602%*
E16R-SCLCR/LO6 Hooe e 18 16 155 10 200 = 8 CC**0602%*
E12Q-SCLCR/L09 E e e 15 12 115 9 180 = -9 CC**0973**
E16R-SCLCR/LO9 X e e 18 16 155 10 200 = -10 CC**0913*
E205-SCLCR/L09 S e e 24 20 19.5 13 250 = -8 CC**0913*
E25T-SCLCR/LO9 Hooe e 31 25 24 17 300 = 6 CC**09T3**
® Ex stock © On demand
# With internal cooling
Spare parts
o nsert | . CCtoso2™ @0 ccroste ... ccrtosmse
od 8-16 12 16-25
v Screw 160M2.5x5.5 160M3.5x8 160M3.5x10
(1.0 Nm) (2.7 Nm) (2.7 Nm)
»/ Wrench (screw) WTO7IP WT15IP WT15IP
Insert
E a — J Pl B )
. "
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
Al16 Al19 A121 A122 Al A180
Systemcode » A3%2 Gradeselection & A42 Technicalinfo # AS501 Cuttingdata . A366

A355

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

A

Drilling

O

Technical
Information

Index

General turning  soring bars

DP** solid carbide boring bar  S-Clamping

SDQPR/L Kr:107°30'

Right hand style

Stock Dimensions [mm] Inserts
Article sk

R|L| @ | od h s L, L <] @
C10M-SDQPR/LO7 e o 13 10 9 7 150 20 8 DP**0702
C12Q-SDQPR/LO7 o e 16 12 11 9 180 22 8 DP**0702
C16R-SDQPR/LO7 (o] o 20 16 15 1 200 27 6 DP*#0702
C16R-SDQPR/L11 o o 20 16 15 11 200 32 6 DP=*11T13**
C205-SDQPR/L11 e O 25 20 18 13 250 33 6 DP*1113**

® Ex stock © On demand

% With internal cooling

Spare parts
Insert DP**0702 DP**0702 DP**11T73%*
ed 10-12 16 16-20
v SErEW 160M2.5x5.5 160M2.5%6.5 160M3.5x8
(1.0 Nm) (1.0 Nm) (2.7 Nm)
y/ Wrench (screw) WTO7IP WTO7IP WT15IP
Insert
Finishing
A131
Systemcode . A322 Grade selection . A42 Technicalinfo *  A501 Cuttingdata * A366

A356 ”



Boring bars General turning

DC** solid carbide boring bar

SDQCR/L Kr:107°30'

S-Clamping

Right hand style
Stock Dimensions [mm] Inserts
Article S
R|L|@| ed | h s L | | e -
E08K-SDQCR/LO7 ¥ooe e 11 8 7.5 6.5 125 = -12 DC*0702%*
E10M-SDQCR/LO7 b e o 12 10 9.5 7 150 = -10 DC**0702**
E12Q-SDQCR/LO7 ¥ooe e 15 12 115 9 180 = -10 DC**0702**
E16R-SDQCR/LO7 £ e O 18 16 155 10 200 27- -6 DC**0702**
E20S-SDQCR/LO7 W e © 24 20 195 13 250 33 -4 DC**0702**
E16R-SDQCR/L11 b e e 18 16 155 10 200 = -8 DC**11T13**
E20S-SDQCR/L11 * e o 24 20 195 13 250 = 8 DC**1113**
E25T-SDQCR/L11 S ® O 31 25 24 17 300 = -6 DC**1173**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
od 8-20 16-25
v Edpais 160M2.5x%5.5 160M3.5x10
(1.0 Nm) (2.7 Nm)
3/ Wrench (screw) WTO7IP WT15IP
Insert
= v
# 7/ P> d
= ) <« .
’ ‘ J J - ’
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
Al26 A127 A129 A129 A129 Al84
Systemcode o A322 Gradeselection & A42 Technicalinfo # AS501 Cuttingdata . A366
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General turning  soring bars

DP** solid carbide boring bar  S-Clamping

SDUPR/L Kr: 93°

Right hand style

Stock Dimensions [mm] Inserts
Article sk
R|L| @ | ed h s L, Ls @
C10M-SDUPR/LO7 ] 15 10 9 150 18 DP**0702**
C12Q-SDUPR/LO7 16 12 11 180 19 DP*=*0702**
C16R-SDUPR/LO7 (o] 20 16 15 1 200 25 DP**Q702**
@ Ex stock © On demand
% With internal cooling
Spare parts
Insert DP**Q702%*
od 15-20
v el 160M2.5%5.5
(1.0 Nm)
e Wrench WTO7IP
Insert
Finishing
A131
Grade selection . A42 Technical info ; AS01 Cutting data A366

System code o A32

A358



Boring bars General turning

DC** solid carbide boring bar  S-Clamping A

SDUCR/L Kr:93°

g
T |
I!J" ke = i =
s
e =
5 e ]
Lo L1
|
Right hand style
Stock Dimensions [mm] Inserts B
Article S
R|L|@| ed | h s L | | e -
E10M-SDUCR/LO7 ¥ e o© 12 10 9.5 7 150 = -10 DC*0702%* i
E12Q-SDUCR/LO7 b e o 15 12 115 9 180 = -10 DC**0702** g
E16R-SDUCR/LO7 ¥ e o 18 16 155 10 200 = -6 DC**0702** é
E205-SDUCR/LO7 £ O O 24 20 195 13 250 = -4 DC**0702**
E16R-SDUCR/L11 W e © 18 16 155 10 200 = 8 DC**1113**
E20S-SDUCR/L11 b e e 24 20 19.5 13 250 = -8 DC**11T13**
E25T-SDUCR/L11 ¥ o o 31 25 24 17 300 = 6 DC**1113**
® Ex stock © On demand C
# With internal cooling
Spare parts
Insert DC**Q702%** DC**11T73%* g'
od 10-20 16-25 =
e
v Scion 160M2.5%5.5 160M3.5x10 £y
(1.0 Nm) (2.7 Nm)
»/ Wrench (screw) WTO71P WT15IP
Insert D
- o '
(=3 @ '~ ut
L) ]
c
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD "@ e
Al126 A127 Al129 A129 A129 A184 E E
w P
o O
L~
&
o
=
Systemcode » A3%2 Gradeselection & A42 Technicalinfo # AS501 Cuttingdata . A366

e
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General turning  soring bars

TP** solid carbide boring bar  S-Clamping

STUPR/L Kr:93°

/

&

Right hand style

Stock Dimensions [mm] Inserts
Article ok
R L @D od h 5 L, L, 3] &
C10M-STUPR/L09 o o 12 10 9 150 20 6 TP**0902**
C12Q-STUPR/LO9 ] 16 12 11 180 22 4 TP**0902**
C12Q-STUPR/L11 ] 16 12 11 180 25 4 TP**1103
C16R-STUPR/L11 o o 20 16 15 10 200 27 3 TP**1103
® Ex stock © On demand
% With internal cooling
Spare parts
Insert TP**0902** TP**1103
10-12 12-16
v St 160M2.2%5.5 160M2.5%6.5
(0.8 Nm) (1.0 Nm)
v)/ Wrench (screw) WTO7IP WTOZIP
Insert
Finishing
A147
Systemcode . A322 Grade selection . A42 Technical info A501 Cutting data > A366

A360



Boring bars General turning

TC** solid carbide boring bar  5-Clamping

STFCR/L Kr:90°

/ fase————— -

I = V\
Right hand style
Stock Dimensions [mm] Inserts
Article S A
R| L | @ od h 5 L, L5 5] _ 4(’
= v
EO8K-STFCR/LO9 ¥ o e 11 8 7.5 6 125 = -12 TC**0902**
ET10M-STFCR/L09 b 0O © 12 10 9.5 7 150 = -10 TC**0902**
E12Q-STFCR/L11 ¥ o o 15 12 115 9 180 = -10 TC*1102**
E16R-STFCR/L11 £ O O 18 16 155 10 200 = -8 TC**1102**
E20S-STFCR/L11 ¥ o o 24 20 195 13 250 = 8 TC**1102**
E20S-STFCR/L16 E O O 24 20 19.5 13 250 = -8 TC*16T3*
E25T-STFCR/L16 ¥ o o 31 25 24 17 300 = 6 TC*1613*
® Ex stock © On demand
# With internal cooling
Spare parts
Insert TC**0902** TC**1102%* TC**16T3**
8-10 12-20 20-25
v Scion 160M2.25.5 160M2.5%5.5 160M3.5x10
(0.8 Nm) (1.0 Nm) (2.7 Nm)
»/ Wrench (screw) WTO71P WTO7IP WT15IP
Insert
A
h i, o <
e | & | A | & | A | &
{ 3 2, 1
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
Al4l A142 Al143 Al45 A143 A187
Systemcode » A3%2 Grade selection * A42 Technicalinfo # AS501 Cuttingdata . A366
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General turning  soring bars

TC** solid carbide boring bar  S-Clamping
STFPR/L Kr:90°
ﬂﬁ—'
Chmin
& 1 T "
e
L2
| L1 ‘\
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R|{L| @D | ed h s L E 0 ééﬁ%
ET10M-STFPR/L11 % o0 o 12 10 9.5 B 150 = -5 TP**1103**
E12Q-STFPR/L11 k o o 15 12 115 8 180 = -4 TP**1103**
E16R-STFPR/L11 X o o 19 16 155 10 200 = -2 TP**1103**
E20S-STFPR/L11 ko o 24 20 19 13 250 = -2 TP**1103**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert TP**1103**
10-20
v St 160M3.0x7.0
(1.8 Nm)

v)/ Wrench (screw) WTOS8IP

Insert

Finishing
A147
System code o A32 Grade selection . A42 Technical info ; AS01 Cutting data A366

A362



Boring bars General turning

VC** solid carbide boring bar  S-Clamping
SVQCR/L Kr: 107°30'
| ]
. =g i
@ﬁ e ! 9
o 1) #3
45 b 2 he W
Right hand style
Stock Dimensions [mm] Inserts
Article S ==
R| L | @ od h 5 L, L5 5] -
C16R-SVQCR/L11 22 16 15 13 200 28 6 VC**1103**
C205-SVQCR/L11 26 20 18 15 250 32 -4 VCF*1103%*
® Ex stock 0 On demand
s With internal cooling
Spare parts
Insert VC**1103**
16-20
v B2 160M2.5x6.5
(1.0 Nm)
g/ Wrench (screw) WTO7IP
Insert
Finishing Alum Machining PCBN/PCD
A156 Al154 A193
Systemcode » A3%2 Grade selection * A42 Technicalinfo # AS501 Cuttingdata . A366
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General turning  soring bars

VC** solid carbide boring bar

SVUCR/L Kr:93°

S-Clamping

Dimin
x'r\- )
\'3 ’
Right hand style
Stock Dimensions [mm] Inserts
Article sk -
R(L| @D | ed h 5 L L, [¢] *
C16R-SVUCR/L11 (s} 24 16 15 15 200 25 6 VC*1103**
E16R-SVUCR/L11 % o o 22 16 15 13 200 = 6.5 vC*1103**
C20S-SVUCR/L11 e e 28 20 18 17 250 30 4 VC**1103**
E205-SVUCR/L11 ¥ o o 27 20 18 13 250 - 6.5 vC*1103**
E25T-SVUCR/L16 % o o 35 25 23 205 300 = 6.5 VC*1604**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert VC**1103** VC**1604**
16-20 25
v SErEW 160M2.5x6.5 I60M3.5x10
(1.0 Nm) (2.7 Nm)
y/ Wrench (screw) WTO7IP WT15IP
Insert
-
— -~ < «
Finishing Medium Cut Alum Machining PCBN/PCD
A156 A156 A154 A193
System code . A322 Grade selection © A42 Technicalinfo . A501 Cuttingdata * A366
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Boring bars General turning

ZNEX solid carbide boring bar

SZLNR Kr: 95°

S clamping

Ly

Stock Dimensions [mm] Insert
Article sk
R|L|Dw| @ | h | s | L | L |8 -
CO6X-SZLNRO4 L[] 7 55 34 80 - -14 ZNEX0401**
@ Ex stock © On demand
% With internal cooling
Spare parts
Insert ZNEX0401**
od 6
v Screw 160M2x3,7
(0,5 Nm)
\,/ Wrench (Screw) WTO6IP
C06X** holder
SZLNR Kr: 95°
L
1 1
o | 1B
A 1 .
D
L
Stock Dimensions [mm]
Article
D d, L h
SHSZ1600.06.100 ] 16 6 100 15
@ Ex stock © On demand
= With internal cooling
Register on our website
and order online now.
Spare parts
‘ Screw M4x55H
( Wrench {SCTEW} WH20L www.zccct-europe.com
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General turning Recommended cutting data

Turning insert, negative

Starting values for cutting speed v, [m/min]

s
g
Brinell g“ HC (CVD)
Material group Compaosition / structure / heat treatment hardness £ YBC103 YB6315 YBC152
HB £
§ Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 0,1 02 0,6 01 0,2 0,6 01 02 0.6
approx.0,15% C annealed 125 520 420 280 500 400 270 500 400 270
approx. 0,45 % C annealed 190 440 360 | 250 | 420 340 230 | 420 340 230
Unalloyed steel approx. 0,45 % C tempered 250 3 350 300 220 330 280 200 330 280 200
approx. 0,75 % C annealed 270 4 340 250 210 320 270 150 320 270 190
approx.0,75% C tempered 300 o 300 260 150 280 240 170 280 240 170
P annealed 180 6 420 320 200 400 300 180 400 300 180
tempered 275 7 300 250 170 280 230 150 280 230 150
Low-alloyed steel
tempered 300 8 280 240 170 260 220 150 260 220 150
tempered 350 9 250 210 140 230 190 120 230 190 120
High-alloyed steel and high-alloyed annealed 200 10 380 310 210 360 290 190 360 290 190
tool steel hardened and tempered 325 1 | 210 | 180 | 150 [ 190 | 160 | 130 | 190 | 160 | 130
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
K Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% 5i, cannot be hardened 75 24
N Cast aluminium alloys = 12% 5i, hardenable hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys CuZn, CuSnZn % 5%
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Ry 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Not

o

A366

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D11.

: The given cutting values are guide values, which were determined under ideal conditions.




Recommended cutting data

General turning

Starting values for cutting speed v, [m/min]

HC (CVD)
YBC203 YBC252 YBC352 YBM153 YBM253 YBD102 YB7315 YBD152
Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm]
01 04 0.8 01 04 0.8 0.2 05 1.0 0.2 04 0,6 0.2 04 0,6 01 03 04 0,1 03 0,5 01 03 0,5
480 370 230 480 370 230 430 330 220
400 310 190 400 310 190 350 270 180
310 250 160 310 250 160 260 210 150
300 240 150 300 240 150 250 200 140
260 210 130 260 210 130 210 170 120
380 290 170 380 290 170 320 240 150
260 210 140 260 210 140 200 170 120
240 200 140 240 200 140 180 160 120
220 180 110 220 180 110 150 130 90
310 250 170 310 250 170 220 180 130
150 130 100 150 130 100 - - -
380 295 210 350 265 180
190 155 120 150 110 65
250 200 150 200 140 a0
200 160 130 160 115 70
530 380 220 600 410 220 540 375 210
240 200 150 330 240 150 280 210 140
300 210 145 340 250 160 290 215 140
220 150 105 260 190 120 210 155 100
330 265 220 370 300 230 320 265 210
230 155 100 280 200 120 230 165 100
HC Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet

HW
BL
BH
CN
™
HCG
BC
cC
CR
op

Uncoated carbide, primary component (WC)

Cubic boron nitride with low BN content

Cubic boron nitride with high BN content

Si3N4 ceramic

Mixed ceramic

Coated cermet

CBN with coating

Coated cutting ceramic

Cutting ceramic, primary component aluminium oxide (AlOs), reinforced
Polycrystalline diamond

A367
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General turning Recommended cutting data

Turning insert, negative

Starting values for cutting speed v, [m/min]

a
2
g
Brinell & HC (CVD) HC (PVD)
Material group Compaosition / structure / heat treatment hardness £ YBD152C YBG101 YBG102
HB £
§ Feed rate [mm] Feed rate [mm]
= 01 03 05 0,1 03 06 0,1 03 06
approx.0,15% C annealed 125
approx. 0,45 % C annealed 190
Unalloyed steel approx. 0,45 % C tempered 250 3
approx. 0,75%C annealed 270 4
approx.0,75% C tempered 300 B
P annealed 180 6
tempered 275 7
Low-alloyed steel
tempered 300 8
tempered 350 9
High-alloyed steel and high-alloyed annealed 200 10
tool steel hardened and tempered 325 n
ferritic/martensitic annealed 200 12 360 290 200
martensitic tempered 240 13 180 150 110
M Stainless steel
austenitic quench hardened 180 14 240 190 140
austenitic-ferritic 230 15 190 150 i}
perlitic/ferritic 180 16 570 | 395 220
Grey cast iron — =
perlitic (martensitic) 260 17 310 230 150
ferritic 160 18 310 | 230 150
K Cast iron with spheroidal graphite
perlitic 250 19 230 170 110
ferritic 130 20 340 280 220
Malleable cast iron
perlitic 230 21 250 180 110
cannot be hardened 60 22 2000 | 1200 - 2000 | 1200 -
Aluminium wrought alloys
hardenable hardened 100 23 610 420 - 610 420 -
< 12% Si, cannot be hardened 75 24 550 300 - 550 300 -
N Cast aluminium alloys = 12% 5i, hardenable hardened 90 25 360 190 - 360 190 -
> 12% Si, cannot be hardened 130 26 320 170 - 320 170 -
machining steel, PB> 1% 110 27 730 350 - 730 350 -
Chpper.and copper ARoys CuZn, CuSnZn 90 28 370 | 33 | - | 370 [ 330 | -
(bronze/brass)
CusSn, Pb-free copper, electrolytic copper 100 29 270 200 - 270 200 -
annealed 200 30 65 45 =
Fe-based alloys
hardened 280 31 60 40 -
Heat-resistant alloys annealed 250 32 60 40 -
S Ni or Co bass hardened 350 33 55 35 -
cast 320 34 55 35 -
pure titanium Ry 400 35 100 60 -
Titanium alloys
aand p alloys hardened Rm 1050 36 80 40 -
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Not

o

A368

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D11.

: The given cutting values are guide values, which were determined under ideal conditions.




Recommended cutting data

General turning

Starting values for cutting speed v, [m/min]
HC (PVD) HG HT
YBS103 YBG105 YB9320 YBG205 YPD201 YNG151C ¥YNG151 YNT251
Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm)] Feed rate [mm] Feed rate [mm] Feed rate [mm]
01 03 0,6 01 03 06 01 03 0.6 0,1 03 0,6 01 03 0,6 01 0.2 04 0,1 0.2 04 01 0.2 04
510 350 - 510 350 - 510 350 -
430 270 - 430 270 - 430 270 -
330 220 - 330 220 - 330 220 -
320 200 - 320 200 - 320 200 -
280 170 - 280 170 - 280 170 -
400 240 - 400 240 - 400 240 -
290 180 - 290 180 - 290 180 -
240 170 - 240 170 - 240 170 -
220 150 - 220 150 - 220 150 -
340 220 - 340 220 - 340 220 -
180 110 - 180 110 - 180 110 -
360 290 200 360 290 200 360 290 200 320 250 160 360 250 200
180 150 110 180 150 110 190 155 110 170 150 110 190 155 110
240 190 140 240 190 140 250 210 150 230 1820 140 250 210 150
190 150 110 180 150 110 200 165 120 180 150 110 200 165 120
430 365 280 430 365 280 430 365 280
390 340 270 390 340 270 390 340 270
360 300 220 360 300 220 360 300 220
340 295 230 340 295 230 340 295 230
310 260 190 310 260 190 310 260 190
250 210 150 250 210 150 250 210 150
80 65 45 65 45 = 55 35 = o = = = 65 45
75 60 40 60 40 - 50 30 - 50 - - - 60 40
70 &0 40 60 40 - 50 30 - 50 - - - 60 40
65 55 35 55 35 - 45 25 - 45 - - - 55 35
65 55 3 55 35 - 45 25 - 45 - - - 55 35
110 100 60 100 50 - 80 60 - 70 - - - 100 60
90 80 40 80 40 - 60 40 - 50 - - - 80 40
HC Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HCi Coated cermet
BC  CBN with coating
CC Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al;03), reinforced
DP  Polycrystalline diamond
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General turning Recommended cutting data

Turning insert, negative

Starting values for cutting speed v, [m/min]

a
2
Brinell g‘ HW 5
Material group Compaosition / structure / heat treatment hardness £ YD101 YD201 YCB112
HB £
§ Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 005 | 02 | 035 | o1 02 03 0,1 02 03
approx.0,15% C annealed 125
approx. 0,45 % C annealed 190
Unalloyed steel approx. 0,45 % C tempered 250 3
approx. 0,75%C annealed 270 4
approx.0,75% C tempered 300 B
P annealed 180 6
tempered 275 7
Low-alloyed steel
tempered 300 8
tempered 350 9
High-alloyed steel and high-alloyed annealed 200 10
tool steel hardened and tempered 325 n
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
K Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22 1750 | 1200 | 800 1750 | 1200 | 800
Aluminium wrought alloys
hardenable hardened 100 23 510 380 250 510 380 250
< 12% 5i, cannot be hardened 75 24 460 320 175 460 320 175
N Cast aluminium alloys = 12% 5i, hardenable hardened 90 25 300 | 205 110 300 | 205 110
> 12% Si, cannot be hardened 130 26 270 185 100 270 185 100
machining steel, PB> 1% 110 27 610 410 205 610 410 205
Chpper.and copper ARoys CuZn, CuSnZn 90 28 | 310 | 250 | 195 | 310 | 250 | 195
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29 225 170 115 225 170 115
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32 180 160 140
S Ni ar Co bass hardened 350 3 160 | 140 | 120
cast 320 34 120 100 BO
pure titanium Ry 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37 220 170 130
Hardened steel
H hardened and tempered 60 HRC 38 200 160 120
Hard cast iron cast 400 39 200 150 100
Hardened cast iron hardened and tempered 55 HRC 40 200 150 100
Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Not
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A370

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D11.

: The given cutting values are guide values, which were determined under ideal conditions.




Recommended cutting data

General turning

Starting values for cutting speed v [m/min]

BL BC BH BL
YCB113 YCB121 YCB131 YCB113C YCB121C YCB131C YCB215 YZB630
Feed rate [mm)] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm]
0,1 02 03 0,1 0,2 03 0,1 03 05 01 0.2 03 0.1 0.2 03 0,1 03 0.5 0,1 03 0,5 03 03 05
1500 980 400
1250 200 320
300 200 100
300 200 100
160 140 120
140 120 100
120 100 80
240 180 140 220 170 130 160 120 100 240 180 140 220 170 130 160 120 100 220 170 130
220 180 140 200 160 120 150 120 100 220 180 140 200 160 120 150 120 100 200 160 120
250 150 100 200 150 100 180 120 100 250 150 100 200 150 100 180 120 100 200 150 100
200 150 100 200 150 100 150 120 100 200 150 100 200 150 100 150 120 100 200 150 100
HC Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HCi Coated cermet
BC  CBN with coating
CC Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al;03), reinforced
DP  Polycrystalline diamond
P> _
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General turning Recommended cutting data

Turning insert, negative

Starting values for cutting speed v, [m/min]

a
2
Brinell g‘ 2 i M
Material group Compaosition / structure / heat treatment hardness £ YZB630C YZB233 CA1000
HB £
§ Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 01 03 05 03 09 15 0,1 06 15
approx.0,15% C annealed 125
approx. 0,45 % C annealed 190
Unalloyed steel approx. 0,45 % C tempered 250 3
approx. 0,75%C annealed 270 4
approx.0,75% C tempered 300 B
P annealed 180 6
tempered 275 7
Low-alloyed steel
tempered 300 8
tempered 350 9
High-alloyed steel and high-alloyed annealed 200 10
tool steel hardened and tempered 325 n
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16 1500 950 400
Grey cast iron — =
perlitic (martensitic) 260 17 1250 | 780 320
ferritic 160 18 - - -
K Cast iron with spheroidal graphite
perlitic 250 19 500 300 100
ferritic 130 20 - - -
Malleable cast iron
perlitic 230 21 500 300 100
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% 5i, cannot be hardened 75 24
N Cast aluminium alloys = 12% 5i, hardenable hardened 90 25
> 12% 5i, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys CuZn, CuSnZn % 5%
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Ry 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37 220 170 130 180 150 120
Hardened steel
H hardened and tempered 60 HRC 38 200 160 120 140 120 80
Hard cast iron cast 400 39 200 150 100 80 60 40
Hardened cast iron hardened and tempered 55 HRC 40 200 150 100 - - -
Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Not

o

A372

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D11.

: The given cutting values are guide values, which were determined under ideal conditions.




Recommended cutting data General tu rning

Starting values for cutting speed v [m/min]
cc CN CR
CM1000 CN1000 C51000 CW1400 CW1800
Feed rate [mm)] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm]
0,1 06 1.5 0,1 06 1.5 0,1 06 15 0,1 0.6 1.5 0,1 0.6 1.5
800 700 600
750 625 500
600 530 450
500 420 350
800 700 600
700 600 500
450 400 350 400 350 300 400 350 300
300 250 200 300 250 200 300 250 200
250 180 150 180 160 140 180 160 140
200 160 140
150 130 100
HC Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HCi Coated cermet
BC  CBN with coating
CC Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al;03), reinforced
DP  Polycrystalline diamond
P> _
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General turning Recommended cutting data

Turning insert, positive

Starting values for cutting speed v, [m/min]

s
e
Brinell g“ HC (CVD)
Material group Compaosition / structure / heat treatment hardness £ YBC103 YB6315 YBC152
HB £
§ Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 0,1 0,2 04 01 0,2 04 0,1 02 04
approx.0,15% C annealed 125 460 400 280 450 3%0 270 450 390 270
approx. 0,45 % C annealed 190 390 340 | 240 380 330 230 380 330 230
Unalloyed steel approx. 0,45 % C tempered 250 3 310 275 210 300 265 200 300 265 200
approx. 0,75 % C annealed 270 4 300 265 200 290 255 150 290 255 190
approx.0,75% C tempered 300 o 260 235 180 250 225 170 250 235 170
P annealed 180 6 370 310 190 360 300 180 360 300 180
tempered 275 7 260 220 160 250 210 150 250 210 150
Low-alloyed steel
tempered 300 8 240 210 160 230 200 150 230 200 150
tempered 350 9 210 180 130 200 170 120 200 170 120
High-alloyed steel and high-alloyed annealed 200 10 330 285 200 320 275 190 320 275 190
tool steel hardened and tempered 325 1 170 160 140 160 150 130 160 150 130
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
K Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% 5i, cannot be hardened 75 24
N Cast aluminium alloys < 12% Si, hardenable hardened 90 25
> 12% 5i, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys CuZn, CuSnZn % 5%
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Ry 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Not

o

A374

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D11.

: The given cutting values are guide values, which were determined under ideal conditions.




Recommended cutting data

General turning

Starting values for cutting speed v, [m/min)]

HC (CVD)
YBC203 YBC252 YBC352 YBM153 YBM253 YBD102 YB7315 YBD152
Feed rate [mm] Feed rate [mm] Feed rate [mm) Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm]
0,1 03 0,6 o1 03 06 02 04 0.6 01 02 04 0,1 02 04 01 02 04 0,1 02 04 a1 0,2 04

430 350 230

430 350 230

390 310 230

360 295 190

360 295 190

315 250 190

280 235 160

280 235 160

230 195 160

270 2325 150

270 225 150

220 185 150

235 195 130

185 155 120

340 270 170

290 235 150

235 195 140

170 150 130

220 180 140

150 140 130

190 155 110

130 110 90

280 230 170

280 230 170

180 160 140

130 115 100

130 115 100

360 340 260

330 300 230

180 170 140

150 130 95

240 220 170

195 170 115

150 175 140

160 140 100

480 345 200 540 370 200 450 340 190

220 180 135 300 220 135 250 190 130

270 210 130 300 230 145 260 200 125

200 150 95 230 180 110 190 140 90

275 240 180 310 260 190 265 230 170

190 145 B85 230 170 100 190 140 90

HC
HT
HW
BL
BH
CN
™
HCG
BC
cC
CR
op

Coated carbide

Uncoated carbide, primary component (TiC) or (TiN), cermet
Uncoated carbide, primary component (WC)

Cubic boron nitride with low BN content

Cubic boron nitride with high BN content

Si3N4 ceramic

Mixed ceramic

Coated cermet

CBN with coating

Coated cutting ceramic

Cutting ceramic, primary component aluminium oxide (AlOs), reinforced
Polycrystalline diamond
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General turning Recommended cutting data

Turning insert, positive

Starting values for cutting speed v, [m/min]

a
2
g
Brinell & HC(CVD) HC (PVD)
Material group Compaosition / structure / heat treatment hardness £ ¥BD152C YBG101 YBG102
HB £
§ Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 0,1 02 04 01 02 04 0,1 02 04
approx.0,15% C annealed 125
approx. 0,45 % C annealed 190
Unalloyed steel approx. 0,45 % C tempered 250 3
approx. 0,75%C annealed 270 4
approx.0,75% C tempered 300 B
P annealed 180 6
tempered 275 7
Low-alloyed steel
tempered 300 8
tempered 350 9
High-alloyed steel and high-alloyed annealed 200 10
tool steel hardened and tempered 325 n
ferritic/martensitic annealed 200 12 305 245 205
martensitic tempered 240 13 150 125 100
M Stainless steel
austenitic quench hardened 180 14 200 165 145
austenitic-ferritic 230 15 160 130 115
perlitic/ferritic 180 16 520 360 200
Grey cast iron — =
perlitic (martensitic) 260 17 280 210 135
ferritic 160 18 280 220 135
K Cast iron with spheroidal graphite
perlitic 250 19 210 160 100
ferritic 130 20 280 245 180
Malleable cast iron
perlitic 230 21 210 160 100
cannot be hardened 60 2 1800 | 880 - 1800 | 880 -
Aluminium wrought alloys
hardenable hardened 100 23 540 380 - 540 380 -
< 12% Si, cannot be hardened 75 24 500 270 - 500 270 -
N Cast aluminium alloys = 12% 5i, hardenable hardened 90 25 320 170 - 320 170 -
> 12% Si, cannot be hardened 130 26 290 150 - 290 150 -
machining steel, PB> 1% 110 27 660 320 - 660 320 -
Copper ahd copper Roys CuZn, CusnZn %0 28 33 [300 [ - [ 330 [300] -
(bronze/brass)
CusSn, Pb-free copper, electrolytic copper 100 29 220 175 - 220 175 -
annealed 200 30 60 45 =
Fe-based alloys
hardened 280 31 55 40 -
Heat-resistant alloys annealed 250 32 55 40 -
S Ni or Co bass hardened 350 33 50 35 -
cast 320 34 50 35 -
pure titanium Ry 400 35 95 60 -
Titanium alloys
aand p alloys hardened Rm 1050 36 75 40 -
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Not

o

A376

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D11.

: The given cutting values are guide values, which were determined under ideal conditions.




Recommended cutting data

General turning

Starting values for cutting speed v, [m/min]
HC (PVD) HG HT
YBS103 YBG105 YB9320 YBG205 YPD201 YNG151C ¥YNG151 YNT251
Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm]
01 0.2 04 01 02 04 01 0.2 04 0,1 02 04 01 03 0,6 01 0.2 04 0,1 0.2 04 01 0.2 04
470 320 - 470 320 - 470 320 -
400 250 - 400 250 - 400 250 -
300 200 - 300 200 - 300 200 -
290 180 - 290 180 - 290 180 -
245 150 - 245 150 - 245 150 -
370 220 - 370 220 - 370 20 -
255 160 - 255 160 - 255 160 -
200 140 - 200 140 - 200 140 -
185 130 - 185 130 - 185 130 -
285 180 - 285 180 - 285 180 -
150 90 - 150 90 - 150 90 -
305 245 205 305 245 205 305 245 206 270 205 165 360 250 200
150 125 100 150 125 100 160 130 110 145 125 100 190 155 110
200 165 145 200 165 145 210 180 155 195 165 145 250 210 150
160 130 115 160 130 115 170 140 120 155 130 115 200 165 120
390 330 255 390 330 255 390 330 255
355 310 245 355 310 245 355 310 245
330 270 200 330 270 200 330 270 200
310 270 210 310 270 210 310 270 210
260 220 160 260 220 160 260 220 160
210 170 120 210 170 120 210 170 120
70 50 = 60 45 = 50 35 = 50 = = = 50 35
60 45 - 55 40 - 45 30 - 45 - - - 45 30
60 45 - 55 40 - 45 30 - 45 - - - 45 30
66 40 - 50 35 - 40 - - 40 - - - 40 -
66 40 - 50 35 - 40 - - 40 - - - 40 -
100 | 65 - 95 60 - 75 60 - 70 - - - 75 60
75 50 - 75 40 - 55 40 - 45 - - - 55 40
HC Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HCi Coated cermet
BC  CBN with coating
CC Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al;03), reinforced
DP  Polycrystalline diamond
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General turning Recommended cutting data

Turning insert, positive

Starting values for cutting speed v, [m/min]

a
2
Brinell g‘ HY B
Material group Compaosition / structure / heat treatment hardness £ ¥YD101 YD201 YCB112
HB £
§ Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 0,1 0,2 03 01 0,2 03 0,1 02 0,3
approx.0,15% C annealed 125
approx. 0,45 % C annealed 190
Unalloyed steel approx. 0,45 % C tempered 250 3
approx. 0,75%C annealed 270 4
approx.0,75% C tempered 300 B
P annealed 180 6
tempered 275 7
Low-alloyed steel
tempered 300 8
tempered 350 9
High-alloyed steel and high-alloyed annealed 200 10
tool steel hardened and tempered 325 n
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
K Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22 1550 | 1050 [ 700 | 1550 | 1050 | 700
Aluminium wrought alloys
hardenable hardened 100 23 450 320 200 450 320 200
< 12% 5i, cannot be hardened 75 24 400 270 150 400 270 150
N Cast aluminium alloys = 12% 5i, hardenable hardened 90 25 250 170 95 250 170 95
> 12% Si, cannot be hardened 130 26 230 150 B85 230 150 85
machining steel, PB> 1% 110 27 550 370 170 550 370 170
Chpper.and copper ARoys CuZn, CuSnZn 90 28 | 260 | 210 | 160 | 260 | 210 | 160
(bronze/brass)
CusSn, Pb-free copper, electrolytic copper 100 29 190 145 95 190 145 95
annealed 200 30 55 30 - 55 30 =~ = = =
Fe-based alloys
hardened 280 31 55 25 - 55 25 - - - -
Heat-resistant alloys annealed 250 32 45 25 - 45 25 - 180 160 140
S Ni or Co bass hardened 350 i3 35 20 - 35 20 - 160 140 120
cast 320 34 40 20 - 40 20 - 120 100 80
pure titanium Ry 400 35 60 40 - 60 40 - - - -
Titanium alloys
aand p alloys hardened Rm 1050 36 30 - - 30 - - = - -
hardened and tempered 55 HRC 37 220 170 130
Hardened steel
H hardened and tempered 60 HRC 38 200 160 120
Hard cast iron cast 400 39 200 150 100
Hardened cast iron hardened and tempered 55 HRC 40 200 150 100
Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Not

o

A378

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D11.

: The given cutting values are guide values, which were determined under ideal conditions.




Recommended cutting data

General turning

Starting values for cutting speed v, [m/min]

BL BC BH op
YCB113 YCB121 YCB131 YCB113C YCBi121C YCB131C YCB215 YCD421
Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm)] Feed rate [mm] Feed rate [mm] Feed rate [mm]

01 0.2 03 01 02 03 01 0.2 03 01 02 03 01 02 03 01 0,2 03 0,1 0.2 03 0,05 0.2 04
1500 980 400
1250 800 320
300 200 100
300 200 100

2500 | 2000 250

2500 | 2000 250

2500 | 2000 250

2500 | 2000 250

1000 BOO 100

650 530 70

650 530 70

400 330 40

240 180 140

220 170 130

160 120 100

240 180 140 220 170 130 160 120 100

220 180 140

200 160 120

150 120 100

220 180 140 200 160 120 150 120 100

250 150 100

200 150 100

180 120 100

250 150 100 200 150 100 180 120 100

200 150 100

200 150 100

150 120 100

200 150 100 200 150 100 150 120 100

HC Coated carbide

HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content

BH Cubic boron nitride with high BN content

CN  Si3N4 ceramic

CM  Mixed ceramic

HCi Coated cermet

BC  CBN with coating

CC Coated cutting ceramic

CR  Cutting ceramic, primary component aluminium oxide (Al;03), reinforced

DP  Polycrystalline diamond
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Parting & grooving
Product overview

System overview

Tool holder orientation

Chip breaker overview
Application fields of chip breakers
Grade overview

Application fields of grades

System code - inserts

Inserts

System code - inserts — QC series

Inserts — QC series

System code - tool holders
Tool holders

Precision monoblock tool holder

System code - tool holders - QC series

Tool holders — QC series
Recommended cutting data
Technical Information

Special tools

A382-A383

A384-A385

A386-A387

A388-A389
A390-A391
A392-A393
A394-A397

A398
A399-A415

A416
A417-A421

A422-A424
A425-A445

A446-A451

A452
A453-A455

A456-A457

A510

A513

A381

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Parting & grooving rroduct overview

Parting & grooving inserts
Double sided

s

ZT*D-MM ZT*D-MG ZT**-EG ZP*D-MG ZP*D-MG-R/L
2-8 25-6 1-6.5 256 2.35-2.85 Width
A399 A404 A407 A400 A401 Page
- < o
b
ZR*D-MG ZR*D-EG ZR*D-LH ZILD-LC
2.5-6 3-6 6-8 8 Width
A410 Ad411 A414 A415 Page
Single sided
ZT*S-MM ZT*S-MG ZP*S-MG ZP*S-MG-R/L ZIMF-NM ZIGQ-NM
256 5-6 256 253 3-6 3-6 Width
A406 A405 A402 A403 A412 A413 Page
Three cutting edges
QC™RIL  QC*R/L***R
0.75-4.8 1-4 Width
A417 A420 Page

A382



Parting & grooving

Product overview

External tool holders

-

o

V

QE**R/L QE*S**N QE*S**N-1 QE*SN30 QE*SR/L QECDR/L
A453 Ad25 A431 A432 A427 A430 A428 Page
QF**R/L QF**RR/LL QF*DR/L QF*SRR/LL QFHSDR/L QX*DR/L
Ad34 Ad36 Ad439 A438 Ad41 A429 Ad433 Page
QE**R/L-DGC QE**R/L-DGSC  QE**R/L-5C
A446 A448 A449 Page
Boring bars
& F o
C*<.Q*DR/L C40X-Q*DR/L S*K-QC**R/L
Ad44 Ad43 A454 Page
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Parting & grooving

System overview

System information

Groove
width S

Groove depth
a, max.

Grooving

Parting

Turning

Page

QE system

System for radial parting off
and grooving and turning
Tool holders available for
internal and external machining
Available with targeted cooling
and direct supply of coolant via
the shank

Inserts with one or two cutting
edges

Inserts for precision grooving
available

2,0-6,0 mm

max 30,0 mm

W A425
Ad4a4

QZ and QE system

System for radial parting off
and grooving

Insert holder and clamping block
inone

Self-clamping system

Inserts with one cutting edge
Can be used in a wide range of
applications

2,5-6,0 mm

max 60,0 mm

W A431

QF system

System for radial grooving and
turning

Penetration diameter range of
@ 48-400 mm

Screw clamped for maximum
stability

Inserts with two cutting edges
Tool holders available in a
neutral design or with a 90°
offset

Right base for M3

Left base for M4

2,0-6,0 mm

max 22,0 mm

W A434

QX system

System for undercutting
Shank holder with 45° approach
angle

Screw clamped for maximum
stability

For grooving inserts with two
cutting edges

For turning operations and
machining undercuts and
recesses. Can also be used in
copy turning applications

3,0-6,0 mm

max 4,0 mm

W A429

A384

B External tool holders

@® Boring bars




System overview Parting & grOOVing

System information

Groove
width S

Groove depth
a, max.

Grooving

Parting

Turning

Page

C*X-Q system

Spedial system for machining
aluminium wheels

Boring bar with 15° approach
angle

Screw clamped for maximum
stability

For grooving inserts with two
cutting edges

Penetration diameter range
from @ 160 mm

Spedial chip breakers for aluminium
machining

6,0-8,0 mm

max 80,0 mm

® A443

QE*S*N system

System specially designed for
heat-resistant alloys

Special chip breakers for
heat-resistant alloys

Screw clamped for maximum
stability

For grooving inserts with one
cutting edge

3,0-6,0 mm

max 22,0 mm

[l A430

QC system

System for precision grooving
Tool holders available for
external and internal machining
Tangential screw clamping for
high stability and rigidity

Three cutting edges for high
efficiency

Precision-ground grooving
inserts with high tolerances
High repeatability even after
replacing insert

Grooving inserts with straight or
round cutting edge

Special feature with internal
machining: right tool holder +
left grooving insert / left tool
holder + right grooving insert

0,5-4,8 mm

max 5,0 mm

W A453
@ 454

B External tool holders

® Boring bars
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Parting & grooving ool holder orientation

Tool holders for axial machining

Tool holder

Tool holder orientation

QFFD*‘HHFL**_**H

QFF Dﬂ**“**.ﬂ“

QFFD***+ | **-%%H

Q F F D**** RR**_**H

QF FD**HL**_**L

QFFD****Rw*_*x|_

A386



Tool holder orientation Parting & grOOVing
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Parting & grOOVing Chip breaker overview

Grooving

MM PMK S

Sintered chip breaker with straight cutting edge for general machining of steel, stainless steel, cast iron and difficult-to-
machine materials. Can be used for grooving, turning and parting off.

MG P MK S

Sintered chip breaker for general machining of steel, stainless steel, cast iron and difficult-to-machine materials. Can be

used for grooving, turning and parting off.

MG P MK S

Universal chip breaker with round profile for general machining of steel, stainless steel and cast iron. Suitable for grooving

and profiling.

s, 77

Ground precision chip breaker for grooving and turning applications. Suitable for machining of stainless steel. E-tolerance

for high repeatability.

EG M P S
Ground precision chip breaker with round profile for grooving and turning applications. Suitable for machining of
stainless steel. E-tolerance for high repeatability.

NM S

Special chip breaker for machining of heat-resistant materials.

A388
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chip breakeroverview  Parting & grooving

Grooving

LC N .

»> -

Ground chip breaker for profile and turning applications of non-ferrous metals.

LH N

7 7

Ground chip breaker for profile and turning applications of non-ferrous metals.
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Pa rting & grOOVing Application fields of chip breakers
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Application fields of chip breakers Pa rting & grOOVing
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Parting & grooving crade overview

Parting & grooving
Grade ISO Micro structure Grade description
EE—————
YBC252 P20- P35 CVD coated P20-P35 carbide grade for medium operation to roughing of steel and casting
u steel. Optimal performance of wear resistance and toughness for a wide application field.
YBC251 P20 - P35 . Jiim D Faated PEG-F.’?’S carbide grade for medium operation to roughing of steel and casting
J A steel in lower cutting speed.
— PVD multilayer coated 505-520 carbide substrate for finishing to medium application of
YBG105 505 - 520 2 g DT super alloy material but also stainless steel. Good wear resistance and thermal stability in a
S ALPIE G T wide application field.
YBG102 $05-515 PVD coated S05-515 carbide substrate for finishing to medium application of super alloy
oo material, stainless steel and aluminum. Good wear resistance in a wide application field.
P10-P30 PVD muiltilayer coated P10-P30/M10-M25 carbide substrate for finishing to medium
YB9320 M10 - M25 machining of stainless steel, super alloys and steel (grooving/milling). Optimised coating
stability for higher wear resistance and thermal stability in a wide range of applications.
P10-P30 PVD multilayer coated P10-P30/M20-M40/515-525 carbide substrate for finishing to
YBG205 M20 - M40 medium machining of stainless steel, super alloys and steel (milling). Excellent wear
$15-525 resistance and thermal stability in a wide range of applications.
YBG202 P10-P30 PVD coated P10-P30/M10-M25 carbide substrate for finishing to medium application of
M10-M25 stainless steel and steel (milling). Good wear resistance in a wide application field.
YBG302 P15-P30 (P PVD coated P15-P30/M25-M40 carbide substrate for medium roughing application of
M25 - M40 ."’.,f' L A & stainless steel and steel (milling). Good wear resistance and toughness.
iz A S0
ok A {’r s
Fad D
>
A392 '



crade overview Parting & grooving

Parting & grooving
Grade 1SO Micro structure Grade description
YD101 K05 - K20 Uncoated K05-K20/N05-N20 carbide substrate for fine to medium application in
NO5 - N20 aluminum and other material.
K10-K30 Uncoated K10-K30/N10-N30 carbide substrate for medium application in aluminum and
YD201 :
N10- N30 other material.
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Pa rting & grOOVing Application fields of grades

CVD coated carbide grades for steel

+V¢

P15

P35

YBC252

© &

5

A

+f

PVD coated carbide grades for stainless steel

+Vc

M10

M20

M30

A

Ve 4

YB9320
YBG205

YBG302

M10

YBG202

M20

M30

YBG302

O O

&

Y

PVD coated carbide grades for superalloys

Ve &

S05

S10

520

A394
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Application fields of grades Pa rting & grOOVing

Carbide grades for non-ferrous metals

+Ve A

o —

N20 -

_Vc
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Parting & grOOVing Application fields of grades

Application fields of grades - parting & grooving

I1SO

HC' (CVD)

HC' (PVD) HT

HC?

Ceramic HW

CBN

PCD

PO1

P10

P20

YBC251
YBC252

P30

P40

MO1

M10

M20

M30

M40

K01

K10

K20

K30

NO1

N10

YD101

N20

YD102

N30

S01

S10

S20

YBG102
YBG105

S30

HO1

H10

H20

H30

Steel

N | MNon-ferrous metals

Stainless steel

s | Heat-resistant alloys

Castiron

H | Hardened materials

A396

HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide



Application fields of grades Parting & grOOVing

Notes
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Parting & grOOVing System code - inserts

ZP G D 04 04 -

1 2 3 4
Application Insert seat size [mm]
Code Description Groove width
zP Parting
T Grooving & turning Code Description
ZR Form turning B 20
E 25
F 30
G 4,0
H 50
K 6,0
L 8,0
1 2
No. of cutting edges Insert thickness S [mm]
Code Description E:IS
) Single
D Double Code S
02 20
025 25
03 3.0
04 4,0
05 50
06 6,0
o8 8,0
3 4
Nose radius r [mm] Tolerance class [mm]
I Code Description
Code r E +0,025
02 0,2
03 03
04 04
08 08
5 6
Chip breaker
Code Description
G General chip breaker
F Special chip breaker
M Straight edge
7

A398




nserts  Parting & grooving

O Ideal machining conditions
€3 Normal machining conditions
g% Unfavourable machining conditions

Parting inserts

Turning

Milling

N

Drilling

ZT** parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
La s P |G SDBE
K
R N O
S @i i)
Double cutting edge H
150 R£0.1|L s| £ |@g SSRg8SQ
+0.1 |La max o s mAa® oo
g8 228328 |88
! i s 5 ==
ZTBD02002-MM 0.2 13 2 |0,02-0,07 LI ] o
ZTED02503-MM 0.3 17 |25 0,03-01 ]
ZTFD0303-MM 0.3 17 3 |10,04-013 ]
/ ZTGD0404-MM 04 | 22 | 4 |006-0,18 °
. ZTHDO0504-MM 0.4 22 5 |0,08-0,23 ]
ZTKD0608-MM 0.8 22 6 |0,12-0,27 L]
ZTLD0808-MM 0.8 28 8 |0,13-0,29| ¢ [ Je]
® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*D*R/L QF*D*R/L-H QF*D*LL-H QF*D*RR-H QF*D*R/L-L *-QBDR/L C***.Q*DR/L
A425 A434 A436 A436 A439 Add4 Add4
QE*D*R/L-DGC QE*D*R/L-DGSC QE*D*R/L-SC
A446 A448 A449
Systemcode . A398 Gradeselection * A394 Technicalinfo & AS01 Cuttingdata 2 A456

O
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Parting & grooving inserts

Parting inserts

QO Ideal machining conditions
& Normal machining conditions
€% Unfavourable machining conditions

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
La P |6 SOOR
M SRR RRE X
K
R
) P N @F+)
——xt s s 00666
Double cutting edge H
N o— N oo oo
ISO R+0.1 |La max|S5+0.10 o 2E2RRRR S o
ouou DO i3I =
m @ OOoomMOoDo (sl s
> > >3 > S e > =
ZPED02502-MG 0.2 17 25 10,0301 L] L] o e
ZPFD0302-MG 0.2 17 3 004013 » L[] o e
/ ZPGD0402-MG 0.2 22 4 10,07-018 ® . ] (o]
ZPHDO0503-MG 03 22 5 0,1-0,24 s 3 }
ZPKD0604-MG 04 22 6 012029 |0 s O
® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*D*R/L QF*D*R/L-H QF*D*RR-H QF*D*LL-H QF*D*R/L-L C***.Q*DR/L QE*D*R/L-DGC
. &
1
A425 Ad34 A436 A436 A439 Addd Add6
QE*D*R/L-DGSC QE*D*R/L-S5C
A448 A449
Systemcode »  A398 Grade selection  A394 Technicalinfo A501 Cuttingdata * A456

A400



nserts  Parting & grooving

Parting inserts

O Ideal machining conditions
€3 Normal machining conditions

g% Unfavourable machining conditions

ZT** parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
P @& AL
M SRR
K
N O
S COHBSB8H
Right hand style H
IS0 tamax|L| s |6|R| £ |25 SSRes8 |53
24 285228 |58
ZPED02502-MG-6L 17 20]2.35] 6° |0.2|0,03-0,08 [
ZPED02502-MG-6R 17 20]2.35] 6° |0.2|0,03-0,08 ® [
ZPED02502-MG-15L 17 20]2.35]15"|0.2|0,03-0,05 O
. | ZPED02502-MG-15R 17 20 ]2.35]15%|0.2|0,03-0,05 o0
/ ZPFD0302-MG-6L 17 20|2.85]| 67 |0.2| 0,04-0,1 [ (s
ZPFDO0302-MG-6R 17 20|2.85]| 6% |0.2| 0,04-01 o 0
ZPFD0302-MG-15L 17 20]2.85]|15"|0.2|0,04-0,08 0 0
ZPFD0302-MG-15R 17 20]2.85|15"|0.3|0,04-0,08 L s}
® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*D*R/L
7
A425
Grade selection A394 Technical info A501 Cutting data A456

System code A398
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Parting & grooving inserts

QO Ideal machining conditions
& Normal machining conditions

Turning

Milling

N

Drilling

O
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Parting inserts

€% Unfavourable machining conditions

Parting & grooving insert (single sided) HC' (CVD) HC' (PVD) HW
L » P oo BO0S
ﬁ M EEED
K
r N o®
EQE s 00866
Single cutting edge =)
150 R+0.1|st010| f |2 & SSR8883 ==
ge HEe e
ZPES02502-MG 0.2 25 | 0,03-01 (o] o e
ZPFS0302-MG 0.2 3 0,04-0,13 L] ® L]
ZPGS0402-MG 0.2 4 10,07-0,18 o e o]
ZPGS0402-MG-25 0.2 4 10,07-0,18
/ ZPHS0503-MG 03 5 0,1-0,24 o e
ZPHS0503-MG-25 03 5 0,1-0,24 ®
ZPKS0604-MG 04 6 |0,12-0,29 o e
ZPKS0604-MG-25 04 6 |0,12-0,29 L]
® Ex stock © On demand HC' Coated carbide
Single sided inserts only for parting blades HW Uncoated carbide
Tool holders
QE*S*R/L QZ**+QE** QF*S*LL-H QF*S*RR-H QF*S*R/L-L QF*S*R/L-H
0 5
A427 A432 A438 A438 A441 A442
System code . A398 Grade selection .* A394 Technical info ; A501 Cutting data > A4s6

A402
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nserts  Parting & grooving

Parting inserts

O Ideal machining conditions
€3 Normal machining conditions
g% Unfavourable machining conditions

Parting & grooving insert (single sided) HC' (CVD) HC' (PVD) HW
L s P [ AR
H M SOOB
K
; N O &
7]
BFEE]D S QOBSBE
Single cutting edge H
~No— N Ng oo
IS0 R+0.1| L |S+0.10]6 f i 22000 R S o
Uy [CHCR- MU RL) = o
@ @ o@omoO@@Eo (alia)
> > > > > > > > > >
ZPES02502-MG-6L 02 (199| 25 |6°(0,03-0,08 [
ZPES02502-MG-6R 0.2 (199| 25 |67°(0,03-0,08 [ ]
Y , ZPFS0302-MG-6L 02 (199 3 6% 0,04-01 [
ZPFS0302-MG-6R 02 (199 3 67| 0,04-01 ®
® Ex stock 0 On demand HC' Coated carbide
Single sided inserts only for parting blades HW  Uncoated carbide
Tool holders
QZ**+QE**
A432
System code A398 Grade selection A394 Technical info A501 Cutting data A456

A403

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Parting & grooving inserts

Parting inserts

@)

Ideal machining conditions

& Normal machining conditions
€% Unfavourable machining conditions

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
La S P & DHHE
9 o . N B
K
N @F+)
S S o008 &
Double cutting edge H
N o— N oo oo
ISO R+0.1 |La max|S5+0.10 o 2E2RRRR S o
ouou DO i3I =
m @ OOoomMOoDo (sl s
> > >3 > S e > =
ZTED02503-MG 17 25 [0,03-011 o e
ZTFD0303-MG 17 3 0,04-0,14 o LI I
ZTGD0402-MG 22 4 0,07-0,2
.
(y ZTGD0404-MG 2 4 |00702| e o .
. ZTHDO504-MG 22 5 0,10-0,25 °
ZTKD0604-MG 22 6 0,13-0,30
ZTKD0608-MG 22 6 0,13-0,30 o o e
® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*D*R/L QF*D*R/L-H QF*D*RR-H QF*D*LL-H QF*D*R/L-L C***.Q*DR/L QE*D*R/L-DGC
A425 Ad434 A436 A436 A439 Addd Adde
QE*D*R/L-DGSC QE*D*R/L-S5C
5=
A448 Ad49
Systemcode . A398 Grade selection  A394 Technicalinfo » A501 Cuttingdata * A456
=
A404 g



nserts  Parting & grooving

O Ideal machining conditions
€3 Normal machining conditions

Parting inserts g% Unfavourable machining conditions

Turning
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Parting & grooving insert (single sided) HC' (CVD) HC' (PVD) HW
s P |©G& U R L)
== . R
K
i N oo
- s CoB8Y
Single cutting edge H

~No— N Ng oo
1SO R+0.1|S+0.10| f i 22000 R S o
@ & 222238 aa
> > > 3> > > > =

ZTHS0504-MG 04 5 0,10-0,25 o o e

ZTKS0608-MG 0.8 6 0,13-0,30 O e

.
® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*S*R/L QZ**+QE** QF*S*LL-H QF*S*RR-H QF*S*R/L-L QF*S*R/L-H
i | - -
A427 A431 A438 A438 Add Ad432
System code > A398 Grade selection .~ A394 Technical info A501 Cutting data A456

A405



Parting & grooving inserts

Parting inserts

QO Ideal machining conditions
& Normal machining conditions
€% Unfavourable machining conditions

Parting & grooving insert (single sided) HC' (CVD) HC' (PVD) HW
= L s P oo 0008
=
i M SRR RRE X
-
= K
N @F+)
w
=i i 11N
Single cutting edge =)
B g Nl ooy
1SO R+0.1| L |S+0.10 f o 0 222K S o
@ & 228828 oo
e - el e al — > >
ZTES02503-MM 03 (199 25 | 00301 ®
ZTFS0303-MM 03 (199 3 0,04-0,13 .
8 , ZTGS0404-MM-25 04 (246 4 10,06-0,18 .
% ZTHS0504-MM-25 04 (2486 5 0,08-0,23 ®
ZTKS0608-MM-25 08 (246 6 0,12-0.27 °
® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
C QE*S*R/L QZ**+QE** QF*S*LL-H QF*S*RR-H QF*S*R/L-L QF*S*R/L-H
f C)
o
£
E
o A427 A432 A438 A438 Ad41 Ad442
c
™ 0
e
£E
¥ 5
@
i =
>
[
=)
£
System code A398 Grade selection .* A394 Technical info A501 Cutting data > A4s6

A406
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nserts  Parting & grooving

Parting inserts

O

€3 Normal machining conditions

Ideal machining conditions

g% Unfavourable machining conditions

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
5 P oo SO0
M SRR
niAR K
R N oL
== |5 s 60666
H

~No— alln =N

ISO La max|5+0.025|R+0.05| f 0 0 2EJIRRR 5o

g3 SE2g8g [og
ZTCD01002-EG 26 1 0.2 |0,02-0,04 o
ZTCD011502-EG 26 1.15 0.2 |(0,02-0,04 (s}
ZTCD01202-EG 26 1.2 0.2 |(0,02-0,04 O
ZTCDO013802-EG 26 1.38 0.2 |0,02-0,04 0
ZTCD01402-EG 26 1.4 0.2 |(0,02-0,04 (s}
ZTCDO01500-EG 26 1.5 0 0,02-0,04 (s}
ZTCD01502-EG 26 1.5 0.2 |0,02-0,04 o

ZTCD01503-EG 26 1.5 03 |(0,02-0,04 o

ZTCDO015503-EG 26 1.55 0.3 |(0,02-0,04 o
ZTCD01602-EG 26 1.6 0.2 |0,02-0,04 (o]
; ZTCD01702-EG 34 1.7 0.2 |(0,02-0,08 (o]

/ ZTCD017503-EG 34 1.75 03 |(0,02-0,08 (]
ZTCD017602-EG 34 1.76 0.2 |(0,02-0,08 o
ZTCD01802-EG 34 1.8 0.2 |(0,02-0,08 o
ZTCD018502-EG 34 1.85 0.2 |(0,02-0,08 (s}
ZTCD02000-EG 34 2 0 0,02-0,08 O
ZTCDO02002-EG 34 2 0.2 |0,02-0,08 °
ZTCD020503-EG 34 205 03 |(0,02-0,08 (s}
ZTCD021502-EG 34 215 0.2 |(0,02-0,08 (o]
ZTCDO02302-EG 34 23 0.2 |(0,03-011 o]
ZTCD02303-EG 34 23 03 (0,03-0,11 (o]
ZTCDO02402-EG 34 24 0.2 |(0,03-0,11 o

® Ex stock © On demand HC' Coated carbide

HW Uncoated carbide
Tool holders
QECD
-
A428
System code A398 Grade selection A394 Technical info A501 Cutting data A456
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Parting & grooving inserts

Parting inserts

@)

Ideal machining conditions

& Normal machining conditions

€% Unfavourable machining conditions

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
P && DHHR
— M SOOB
U [/ K
N (O}
S (@@L E )
H
150 La max | 5+0.025 |R+0.05 f g é é % ﬁ § % %‘ oo
e g28888 |00
ZTED02502-EG 17 25 0.2 [0,03-011 (s]
ZTED026502-EG 17 265 0.2 [0,03-011 {s]
ZTED02702-EG 17 27 02 |0,03-01 [s]
ZTED02703-EG 17 27 0.3 |0,03-011 o
ZTED02802-EG 17 28 0.2 10,04-013 o
ZTED02803-EG 17 28 0.3 [0,04-013 (s]
ZTED02804-EG 17 28 04 1004013 o
ZTED02903-EG 17 29 0.3 [0,04-013 o
ZTFD03001-EG 17 3 0.1 [0,04-013 o
ZTFD03002-EG 17 3 0.2 [0,04-013 o
ZTFD03003-EG 17 3 0.3 [0,04-013 o
ZTFD03203-EG 17 32 0.3 [0,04-013 o
ZTFD0325024-EG 17 3.25 24 1004013 [s]
ZTFD03302-EG 17 33 0.2 [0,04-013 o0
ZTFD03303-EG 17 33 0.3 [0,04-013 {s]
£ ZTFD03403-EG 17 34 0.3 [0,04-013 [s]

/ ZTFDO035-EG 17 35 0 0,04-013 o
ZTGD039602-EG 22 3.96 0.2 1007018 o
ZTGD04002-EG 22 4 0.2 |0,07-018 o
ZTGDO04003-EG 22 4 0.3 [0,07-018 o
ZTGDO04004-EG 22 4 04 [0,07-018 o
ZTGD04008-EG 22 4 0.8 |0,07-018 o
ZTGD04503-EG 22 45 0.3 [0,07-018 o
ZTGDO04505-EG 22 45 0.5 [0,07-018 (s]
ZTGDO04805-EG 22 48 05 01024 o
ZTHDO5003-EG 22 5 03 |01-024 [s]
ZTHDO5004-EG 22 5 04 |01-024 {s]

ZTHDO5008-EG 22 5 0.8 |01-024 s}
ZTHDO05012-EG 22 5 012 | 0,1-0,24 o0
ZTHD05202-EG 22 52 02 |01-024
ZTHD052503-EG 22 525 03 |01-024
ZTHDO5508-EG 22 5.5 0.8 |01-024
® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
System code A398 Grade selection A394 Technical info A501 Cutting data A456

A408



nserts  Parting & grooving

Parting inserts

©

Ideal machining conditions

€3 Normal machining conditions
g% Unfavourable machining conditions

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
P @& SDBE
M SRR
K
N O &
S @i i)
H
~No— N olg oo
ISO La max|5+0.025|R+0.05| f 0 0 2EJIRRR S 3
(SRS (VRGN WS B ) g
@ OomoOo@oom 0
> > > > > > > > >
_ | ZTKD06004-EG 22 6 04 (012029 o
/ ZTKDO06504-EG 22 6,5 04 (012029 o]
® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*D*R/L QF*D*R/L-H QF*D*RR-H QF*D*LL-H QF*D*R/L-L C**.Q*DR/L QE*D*R/L-DGC
i- i
A425 Ad434 A436 A436 A439 Addd Adde
QE*D*R/L-DGSC QE*D*R/L-SC
A445 A449
Systemcode . A398 Gradeselection * A394 Technicalinfo # A501 Cuttingdata  A456

Turning

Milling

N

Drilling

O

Technical

Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Parting & grooving inserts

Parting inserts

@)

Ideal machining conditions

& Normal machining conditions
€% Unfavourable machining conditions

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
La 5 P &S DHOR
K
* N B
Double cutting edge 1]
IS0 lamax|sz010| f |22 SS8S8]
a max | S+0. e Qo =S
gJ CRCE-RCRCEL] 28
o @ DomMO@oao =0
> > > > > > >
ZRED025-MG 17.5 25 ]0,03-0,11 o e
ZRFDO3-MG 17 3 0,04-0,14 L] L]

/ ZRGD04-MG 21 4 |00702| o ec e
ZRHDO5-MG 20 5 0,1-0,24 L] o}
ZRKD06-MG 19 6 0,12-0,29 °

® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*D*R/L QX*D* QF*D*R/L-H QF*D*LL-H QF*D*RR-H QF*D*R/L-L C*X-Q*DR/L

A425 A429 A434 A436 A436 A439 Ad443
___C*~Q*DR/L
T A444 )

System code . A398 Grade selection . A394 Technicalinfo 2  A501 Cuttingdata * A456
<

A410



nserts  Parting & grooving

O Ideal machining conditions
€3 Normal machining conditions

Parting inserts g% Unfavourable machining conditions

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
La SR P [ U R L)
Iy | 8 A
1 i 5
K
N O &
= s PR
Double cutting edge H

o~ — wn ™ o™~
ISO La max|$+0.025 f 5 W 22 ﬁ SRA 53
38 R3E288 | [BS
> > > =3=> > >

ZRFDO3-EG 17 3 0,04-0,14 L] o]

ZRGDO04-EG 21 4 0,07-0,2 ]
y ZRHDO5-EG 20 5 |01-024 o o
ZRKDO06-EG 19 6 0,12-0,29 o
® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*D*R/L QX*D* QF*D*R/L-H QF*D*LL-H QF*D*RR-H QF*D*R/L-L C*X-Q*DR/L
ey J = %
7 v =
A425 A429 A434 A436 A436 A439 Ad43

__C*™-Q"DRL __
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Parting & grooving inserts

QO Ideal machining conditions
& Normal machining conditions
€% Unfavourable machining conditions

Parting inserts

Parting & grooving insert (single sided) HC' (CVD) HC' (PVD) HW
P &6 DHOH
M DGR
K
N o®
S (@I@R I T
H
~N - wm ™ wm N ™
IS0 R+0.1|W+0.05( b | L f 3‘-“ S 8983 S 3
38 2282820 B
> > > > > > > > > >
ZIMF304N-NM 04 -] 2.4115.3|0,04-0,11 [ ]
ZIMF406N-NM 0.6 4 3.2|15.3|0,07-0,16 [ Jle]
‘f ZIMF506N-NM 06 5 | 4|153| 01-02 ® o
ZIMF608N-NM 08 6 4 115.3]0,12-0,23 [ JNe]
® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*S*R/L-N
}.
A430
System code A398 Grade selection A394 Technical info A501 Cutting data A456

-
A412 v

ZCC-CT



nserts  Parting & grooving

Parting inserts

O Ideal machining conditions
€3 Normal machining conditions
g% Unfavourable machining conditions

Parting & grooving insert (single sided) HC' (CVD) HC' (PVD) HW
P |G SDBE
M SOHR
K
N o
S @i i)
H
oL n oy 9 N
ISO W+0.05| b | L f 83 S2HRRA S35
@ a 2222328 aa
> > > > > > > > > >
ZIGQ3N-NM 3 2.4115.3|0,04-0,11 ® O
ZIGQ4N-NM 4 3.2|15.3|0,07-0,16 ® O
@ ZIGQ5N-NM 5 | 4153 0102 e o
ZIGQ6N-NM 6 15.3|0,13-0,24 °
® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*S*R/L-N
-
A430
Grade selection A394 Technical info A501 Cutting data A456
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Parting & grooving inserts

QO Ideal machining conditions
& Normal machining conditions

Parting inserts g%  Unfavourable machining conditions

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW

P &6 DHOH

M DGR

K

N o®

S (@I@R I T

H
~N - wm ™ wm N ™

ISO Lamax|S+0.025| f 3 o S 8983 S 3
38 228288 B
> > > > > > > > > >
ZRKDO06-LH 19 6 0,12-0,23 o
ZRLDOS-LH 22 8 0,14-0,26 (o]
=4
® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*D*R/L C*X-Q*DR/L C***.Q*DR/L
g |
i >
7 £ -
7 2
A425 Ad43 Addd
Systemcode . A398 Grade selection .~ A394 Technicalinfo .~ AS501 Cuttingdata =~ A456

A414 gt



nserts Parting & grooving

Parting inserts

O

Ideal machining conditions

€3 Normal machining conditions
g% Unfavourable machining conditions

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
P @& AR
M SOoOR
K
N O &
S COBHB
H
IS0 L s:0025| f |2 @ 8SR8838 ==
a max|S0. 4] e o
28 223288 |38
> > > > > > > > > >
ZILDO8-LC 22 8 0,14-0,26 o O
b
® Exstock  © Ondemand HC' Coated carbide
HW Uncoated carbide
System code A398 Grade selection A394 Technical info A501 Cutting data A456

A415
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Pa rting & grOOVing System code — inserts — QC series

Triangular, tangential grooving inserts (straight edge)

QC 22

R 300 -

R 03

1 2 3 4 5 6
Cutting edge length [mm] Cutting direction
Code 1.C Code Description
11 6,35
16 9,525
R
Series a2 s
Right
Left
1 2 3
Groove width [mm] Edge shape Radius/Chamfer [mm]
Code Description Code Description Code Description
050 0,50 - 005 0,05
100 1,00 R 02 02
i ik 03 03
480 4,80 Radius 04 04
c E
Chamfer
4 5 6

Triangular, tangential grooving inserts (round edge)

QC 22

R 300 -

R

1 2 3 4 5
Cutting edge length [mm] Cutting direction Groove width [mm]
Code 1.C Code Description Code Description
1 6,35 050 0,50
16 9,525 R 100 1,00
Series e g Round
Right 480 4,80
L
Left
1 D 3 4 5

A416




inserts -QCseries  Parting & grooving

Parting inserts

O

Ideal machining conditions

€3 Normal machining conditions

g% Unfavourable machining conditions

QC** turning/milling insert HC' (CVD) HC' (PVD) HW
P @& AR
M SRR
K
c N o
S COBHB
Right hand style H
IS0 Lamax|sz002s|ric| oic [ 1 [ed| ¢ |23 SSR28] ES
p 2285828 |32
QC11R120-R02 15 1.2 |02]6.35(3.18|2.8(0,02-0,03 ®
QC11L120-R02 15 1.2 |0.2]6.35(3.18|2.8(0,02-0,03 ®
QC11R125-R02 15 1.25 |02| 6.35 |3.18]2.8|0,02-0,03 ®
QC11L125-R02 15 1.25 |0.2| 6.35 |3.18|2.8|0,02-0,03 .
QC11R145-R02 15 145 |0.2| 635 |3.18]2.8|0,02-0,05 .
QC11L145-R02 15 145 |0.2| 6.35 |3.18|2.8|0,02-0,05 ®
QC11R150-R02 15 15 |0.2]6.35(3.18/2.8(0,02-0,05 L]
QC11L150-R02 15 15 0.2] 6.35 |3.18|2.8|0,02-0,05 °®
QC11R200-R02 2 2 0.2] 635 |3.18]|2.8(0,02-0,06 .
QC11L200-R02 2 2 0.2] 635 (3.18]|2.8(0,02-0,06 L]
QC11R225-R02 2 225 |0.2] 6.35|3.18|2.8|0,02-0,06 o]
QC11L225-R02 2 225 |0.2]6.35|3.18|2.8|0,02-0,06 o]
QC16R075-R0O1 2 0.75 10.1]9.525|3.18|4.4(0,02-0,03 s}
QC16L075-R01 2 0.75 10.1]9.525|3.18|4.4(0,02-0,03 o
QC16R080-R0O1 2 08 |0.1]9.525|3.18|4.4|0,02-0,03 o
QC16R095-R01 2 095 |0.1]9.525|3.18|4.4|0,02-0,03 s}
QC16L095-R01 2 095 |0.1]9.525|3.18|4.4|0,02-0,03 o}
QC16L100-RO1 2 1 0.1]9.525|3.1814.4|0,02-0,03 s}
QC16R110-RO1 2 1.1 0.1]9.525|3.1814.4|0,02-0,03 o
QC16L110-RO1 2 1.1 0.1]9.52513.1814.4|0,02-0,03 ® O
QC16R115-R04 2 1.15 |04|9.525|3.18|4.4|0,02-0,03 o]
QC16R120-R01 2 1.2 |0.1]9.525|3.1814.4(0,02-0,03 o]
QC16L120-RO1 2 1.2 |0.1]9.525|3.1814.4(0,02-0,03 o
QC16R125-R02 2 1.25 |0.2|9.525|3.18|4.4|0,02-0,03 o
QC16L125-R02 2 1.25 |0.2|9.525|3.18|4.4|0,02-0,03 L]
QC16R130-R02 2 13 |0.2]9.525]|3.18|4.4|0,02-0,06 s}
QC16L130-R02 2 1.3 |0.2]9.525]13.18|4.4|0,02-0,06 o
QC16R140-R02 2 14 ]0.2]9.52513.18|4.4|0,02-0,06 o
QC16R145-R02 2 145 |0.2]|9.525|3.18|4.4|0,02-0,06 .
QC16L145-R02 2 145 |0.2]|9.525|3.18|4.4|0,02-0,06 L]
QC16R150-R02 2 1.5 [0.2]9.525]13.18|4.4|0,02-0,06 L]
QC16L150-R02 2 1.5 [0.2]9.525]13.18|4.4|0,02-0,06 o]
QC16R160-R02 2 16 0.2]19.525|3.18|4.4|0,02-0,06 °®
QC16L160-R02 2 16 |0.2]9.52513.18|4.4|0,02-0,06 .
® Ex stock 0 On demand HC' Coated carbide
HW Uncoated carbide
System code Ad416 Grade selection A394 Technical info A501 Cutting data A456
e

>

ZCC-CT
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Parting & grooving inserts - ac series

QO Ideal machining conditions

A & Normal machining conditions
Parting inserts g%  Unfavourable machining conditions
QC** turning/milling insert HC' (CVD) HC' (PVD) HW
2 s P |©& DHOH
€ M DOGE
= K
N O
] 3 00QOG
Right hand style -
B IS0 La max|5+0.025(R/C| @I.C | 51 [ed| f g é ss8ggg 55
gL Bgeg8g |o¢
QC16R165-R02 2 165 |0.2|9.525|3.18|4.4|0,02-0,06 ]
QC16L165-R02 2 1.65 |0.2]|9.525|3.18|4.4|0,02-0,06 o
E‘ QC16R170-R02 2 1.7 |0.2]9525(3.18|4.4]0,02-0,06 ]
% QC16L170-R02 2 1.7 |0.2]9.525(3.18|4.4|0,02-0,06
QC16R175-R02 2 1.75 |0.2|9.525|3.18|4.4|0,02-0,07 °
QC16L175-R02 2 1.75 |0.2|9.525|3.18|4.4|0,02-0,06 ls]
QC16R180-R02 2 1.8 |0.2]9.525(3.18|4.4|0,02-0,07 {a]
QC16R185-R02 25 1.85 |0.2|9.525|3.18|4.4|0,02-0,07 [ ]
C QC16L185-R02 25 1.85 |0.2|9.525|3.18|4.4|0,02-0,07 (]
QC16R200-R02 25 2 0.219.525|3.18|4.410,02-0,07 ®
QC16L200-R02 25 2 0.2]19.525|3.18|4.410,02-0,07 [ ]
QC16L210-R02 25 21 0.219.525|3.18|4.410,02-0,07 o
QC16L210-R05 25 21 0.5]9.525|3.18|4.4]0,02-0,07 (]
._g' QC16R220-R02 25 22 0.219.525|3.18|4.4|0,02-0,07 ]
E QC16L220-R02 25 22 0.219.525|3.18|4.410,02-0,07 o
QC16R250-R02 25 25 0.219.525|3.18|4.4]0,02-0,08 [ st
QC16L250-R02 25 25 0.2]19.525|3.18|4.40,02-0,08 [ ]
QC16R300-R02 3 3 0.219.525|3.18|4.410,03-0.11 ®
QC16L300-R02 3 3 0.219.525|3.18|4.4]0,03-0,11 [ ]
D QC22L100-R02 2 1 0.2] 12.7 |4.76|5.5]|0,02-0,03 o
QC22R125-R02 2 1.25 |0.2]| 12.7 |4.76|5.5|0,02-0,03 [ ]
QC22L125-R02 2 1.25 |0.2| 12.7 |4.76|5.5|0,02-0,03 (]
QC22R145-R02 2 145 |0.2]| 12.7 |4.76|5.5|0,02-0,06 o
= 5 QC22L145-R02 2 145 |0.2]| 12.7 |4.76|5.5|0,02-0,06 ls]
g E QC22R150-R02 35 1.5 0.2] 12.7 |4.76|5.5]0,02-0,06 {a]
8 é QC22L150-R02 35 15 0.2] 12.7 |4.76|5.5]0,02-0,06 o
e £ QC22R175-R02 35 1.75 |0.2]| 12.7 |4.76|5.5|0,02-0,06
QC22L175-R02 35 1.75 |0.2]| 12.7 |4.76|5.5|0,02-0,06
QC22R185-R02 35 1.85 |0.2]| 12.7 |4.76|5.5|0,02-0,07
QC22L185-R02 35 1.85 |0.2]| 12.7 |4.76|5.5|0,02-0,07
E QC22R195-R02 35 195 |0.2]| 12.7 |4.76|5.5|0,02-0,07 (]
QC22R200-R02 35 2 0.2] 12.7 |4.76|5.5]|0,02-0,07 o
QC22L200-R02 a5 2 0.2] 12.7 |4.76|5.5]0,02-0,07 o
QC22R225-R02 35 225 |0.2]12.7 |4.76|5.5]10,02-0,07 (o]
x ® Ex stock © On demand HC' Coated carbide
'E HW Uncoated carbide
System code A416 Grade selection A394 Technical info A501 Cutting data A456
g

Ao <



inserts -QCseries  Parting & grooving

Parting inserts

O Ideal machining conditions
€3 Normal machining conditions

g% Unfavourable machining conditions

QC** turning/milling insert HC' (CVD) HC' (PVD) HW
P @& AR
M SRR
K
c N o
S COBHB
Right hand style H
150 Lamax|s+0.025|rR/c|@1C| 51 |0d| f g @ SSR28] 55
g2 g28288 [B0
QC22R230-R02 35 23 0.2112.714.765.5(0,02-0,07 ®
QC22L230-R02 35 23 0.2112.7|4.76]5.5|0,02-0,07 o
QC22R250-R03 4 25 0.3]12.7|4.76]5.5|0,02-0,08 ®
QC22L250-R03 4 25 0.3]112.7|4.76]5.5|0,02-0,08 o}
QC22R265-R03 4 265 |03]|12.7]4.76]5.5|0,02-0,08 .
QC22L265-R03 4 265 |03]12.7]|4.76]5.5|0,02-0,08 ®
QC22R280-R03 4 28 |03|12.7|4.76|5.5|0,02-0,08 L]
QC22L280-R03 4 28 0.3]12.7|4.76]5.5(0,02-0,08 o]
QC22R300-R03 4 0.3]112.714.76]5.5(0,03-0,11 o]
QC22L300-R03 4 3 0.3]12.714.76]5.5(0,03-0,11 o
QC22R320-R03 4 3.2 0.3]12.714.76]5.5(0,03-0,11 o]
QC22L320-R03 4 3.2 03]12.7|4.76]5.5(0,03-0,11 o]
QC22R330-R03 4 33 0.3]12.7|4.76]5.5(0,03-0,11 s}
QC22L330-R03 4 33 0.3]112.714.76]5.5(0,03-0,11 o
QC22R350-R03 5 35 0.3(12.7]14.765.5|0,05-0,13 o
QC22L350-R03 5 35 0.3]12.7|4.76]5.5(0,05-0,13 s}
QC22R400-R04 5 04112.7|4.76]5.5|0,05-0,14 o}
QC22L400-R04 5 4 04112.714.7615.5|0,05-0,14 °
QC22R430-R04 5 43 0.4112.714.76]5.5|0,05-0,14 o
QC22L430-R04 5 43 04112.7|4.76]5.5|0,05-0,14 0 O
QC22R450-R04 5 4.5 04112.7|4.76]5.5|0,06-0,18 o]
QC22L450-R04 5 45 0.4112.7|4.76]5.5|0,06-0,18 o ]
QC22R480-R04 5 48 |04]12.7]15.06]/5.5|0,06-0,18 o
QC22L480-R04 5 48 04112.7]|5.06]|5.5| 0,08-0,2 o
® Ex stock 0 On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
GQCR/L S¥**-.QC**R/L
/
A453 A454
System code Grade selection A394 Technical info A501 Cutting data A456

A419
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Parting & grooving inserts - ac series

QO Ideal machining conditions
& Normal machining conditions

Parting inserts g%  Unfavourable machining conditions
QC** turning/milling insert HC' (CVD) HC' (PVD) HW
P |©& DBHR
M DHOR
K
N O
S C08BBS
Right hand style -
IS0 La max|$£0.025| R/C |@1.C| S1 [ed| f % g ss8ggg 55
- Bgeg8g |o¢
QC16R100R 2 1 05 |12.7|3.18|4.4|0,02-0,03 ]
QC16R120R 2 1.2 06 |12.7|3.18|4.4|0,02-0,03 o
QC16R150R 2 1.5 0.75|12.7|3.18|4.410,02-0,06 ]
QC16R200R 25 2 1 |12.7|3.18|4.4]0,02-0,07 [ ]
QC16L200R 25 2 1 |12.7|3.18|4.4]0,02-0,07 o
QC16R250R 25 25 1.25|12.7|3.18|4.4|0,02-0,08 ls]
QC16L280R 25 28 14 (12.7|3.18|4.4]0,02-0,08 {a]
QC16R300R 25 3 1.5 [12.7(3.18|4.4]0,03-0,11 [ ]
QC16L300R 25 3 1.5 (12.7(3.18|4.4]0,03-0,11 [ ]
QC22R100R 1 05 |12.7|4.76|5.5|0,02-0,03 ®
QC22L100R 2 1 05 |12.7|4.76|5.5|0,02-0,03 o 0
QC22R150R 35 1.5 0.75|12.7 |4.76| 5.50,02-0,06 ®
QC22L150R 35 1.5 0.75|12.7 |4.76| 5.50,02-0,06 ® 0
QC22R170R 35 1.7 |085(12.7|4.76]|5.5|0,02-0,06
QC22R200R 35 2 1 |12.7|4.76|5.5]|0,02-0,07 o
QC22L200R a5 2 1 |12.7|4.76|5.5]0,02-0,07 ]
QC22R250R 4 25 1.25|12.7|4.76|5.5|0,02-0,08 [ ]
QC22L250R 4 25 1.25|12.7 |4.76] 5.5|0,02-0,08 ®
QC22R300R 4 3 1.5 (12.7 |4.76]5.5|0,03-0,11 [ ]
QC22L300R 4 3 1.5 [12.7 |4.76]5.5]0,03-0,11 [ ]
QC22R320R 4 32 16 [12.7|4.76]5.5]0,03-0,11 o
QC22R400R 5 12.7|4.76|5.5|0,05-0,14 [ ]
QC22L400R 5 12.7|4.76|5.5|0,05-0,14 ]
® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
GQCR/L S**_QC**R/L
o
A453 Ad54
System code A416 Grade selection A394 Technical info A501 Cutting data A456
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Parting & grOOVing System code - tool holders

External tool holders

Q F G D 2525 R 22 (S) C -(130) (H)

1 2 3 4 5 6 7 9 10 11
o
e
=
=
— Application Insert seat size [mm]
Descripti
Cosle ool Holder/cutting width
E External machining
F Axial machining Code Description
A 1.5
B Holder for B 2,0
parting & grooving E 95
F 30
G 4,0
o)) H 50
c
= K 6,0
= L 8,0
1 2 3
No. of cutting edges Type
c Code Description Cross section Code Description
3 Single of holder R Right
D Double Imm]x [mm] L Left
N Right and left
o
e 4 5 6
E
(@]
Serie
i Code Description
Max. cutting depth - :
[mm] S Swiss turning holder
DG Cut-off holder for greater grooving depths with reinforcement
D DGS Cut-off holder for greater grooving depths without reinforcement
7 8
=
g2 Cutting head
=@
_E £ Code Description
Y5 o . Min. diameter of work piece
e With internal cooling for first axial grooving [mm] H 0°
- L 90°
9 10 11

Index

422

ZCC-CT



System code - tool holders Pa rting & grOOVing

Boring bars

C 32 §$S - Q G D R 11 - 44

1 2 3 5 6 7 8 9
Length [mm]
Code Description
. Diameter Q 180 Holder for
Clamping system [mm] N - grooving
) 250
X 320
1 2 3 4
Insert seat size [mm] No. of cutting edges
Holder/Cutting width i Tesci e
) Single
Code Description D Double
B 20
E 25
F 3.0
G 4.0
H 5.0
K 6.0
L 8.0
5 6
Type
Code Description Max. an ;
R Right cutting depth M‘;';":,';tri’;i‘gcd‘;?mﬁ]‘-"
L Left [l
N Right and left
7 8 9

423

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

424

Pa rting & grOOVing System code - tool holders

Blade
1 2 3 4 5 6 7
Application Insert seat size [mm]
Cod D ipti
i i i Holder/ cutting width
E External machining
Code Description
B 2,0
Blade for

parting & grooving E 23

F 3,0

G 4,0

H 50

K 6,0

L 8,0

1 2 3
No. of cutting edges Type
Code Description Code Description
- Blade height -
S Single [mm] R Right

D Double L Left

N Right and left
4 5 6

Blade height -1 mm

7

Clamping block

QZ S 32 32

1 2 3

4

No. of cutting edges

Parting & grooving tool Code Desqribaion
S Single
D Double
1 2
Clamping surface height Blade height
[mm] [mm]
3 4




Toolholders  Parting & grooving

Parting & grooving tool holder (external)

QE**R/L
= .
1 \ ‘
i
| 20 ] .
- L -
Stock Dimensions [mm] Inserts
Article -3 o
R|L| Hxs L S w Al ey . /
QEBD1616R/L04 (] (o] 16x16 150 16.17 2 4 Vgl Wy
QEBD2020R/L07 o0 o 20x20 150 2037 2 7 Z*BD**
QEED1616R/L10 ® L 16x16 125 15 25 10 Z*ED**
QEED1616R/L17 ° [ 16x16 125 15 25 17 ZAED*
QEED2020R/L17 ® L] 20x20 125 19 25 17 7 i 5B
QEED2020R/L10 ] L] 20x%20 150 10 25 10 Z*ED**
QEED2525R/L10 ® ® 25x25 150 19 25 10 2 ED™
QEED2525R/L17 L L 25x25 150 19 25 17 Z*ED**
QEFD1616R/L10 ] ] 16x16 125 14.8 3 10 ZFD**
QEFD1616R/L17 L] L] 16x16 125 14.8 3 17 ZEFD**
QEFD2020R/L10 [ ] L 20x20 125 18.8 3 10 ZEFD**
QEFD2020R/L17 [ ] ] 20x20 125 18.8 3 17 Z*FD**
QEFD2525R/L10 [ ] [ 25x25 150 238 3 10 Z*FD**
QEFD2525R/L17 ] [ ] 25x25 150 238 3 17 ZFD**
QEGD2020R/L13 [ ] L] 20x20 140 185 4 13 Z*GD**
QEGD2020R/L22 ® ® 20x20 140 185 4 22 Z*GD**
QEGD2525R/L13 ] ] 25x25 150 235 4 13 Z*GD**
QEGD2525R/L22 ] L 25x25 150 235 4 22 Z*GD**
QEGD3232R/L13 ® L 32x32 170 305 4 13 2*GD**
QEGD3232R/L22 ] L] 32x32 170 305 4 22 2*GD*
QEHD2525R/L13 ® L 25x25 150 23 5 13 Z*HD**
QEHD2525R/L22 ] [ ] 25x25 150 23 5 22 Z*HD**
QEHD3232R/L13 L L 32x32 170 30 5 13 Z*HD**
QEHD3232R/L22 L] L] 32x32 170 30 5 22 Z*HD**
QEKD2525R/L13 L] [ ] 25x25 150 226 6 13 Z*KD**
QEKD2525R/L22 ] L 25x25 150 226 6 22 Z*KD**
QEKD3232R/L13 ® L 32x32 170 296 6 13 Z*KD**
QEKD3232R/L22 ] L] 32x32 170 296 6 22 Z*KD**
® Ex stock © On demand
# With internal cooling
System code A422 Grade selection A394 Technical info A501 Cutting data A456
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Parting & grooving ool holders

Parting & grooving tool holder (external)

Spare parts
Insert Z*BD** Z*ED** Z*ED** Z*FD** Z*FD** Z*GD** Z*HD** Z*KD**
H 16-20 16 20-32 16 20-32 20-32 20-32 20-32
GB70- GB70- GB70- GB70- GB70- GB70- GB70- GB70-
Screw 85-M5x16 85-M5x20 85-M6x%20 85-M5x20 85-M6x20 85-M6x20 85-M6x20 85-M6x20
(4.0 Nm) (4.0 Nm) (7.0 Nm) (4.0 Nm) (7.0 Nm) (7.0 Nm) (7.0 Nm) (7.0 Nm)
(‘ Wrench WH40L WH40L WH50L WH40L WH50L WH50L WH50L WH50L
Insert
< { o
A399 A400 A401 A404 A407 A410 A411
=4
Ad414
System code A422 Grade selection A394 Technical info A501 Cutting data A456
@
A426 y
2CC-CT



Toolholders  Parting & grooving

Parting & grooving tool holder (external)

QE*SN30

e

Dimensions [mm] Inserts
Article % | Stock
HxB L S w ar,., :/
QEHS2525N30 ° 25x25 150 125 5 30 Z*HS**
QEHS3232N30 [ ] 32x32 170 16 5 30 Z*HS**
QEKS2525N30 o 25x25 150 125 6 30 ZFKS**
QEKS3232N30 o] 32x32 170 16 6 30 Z*KS**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert Z*HS** Z¥KS**
H 25-32 25-32
’ Screw GB70-85-M6x20 GB70-85-M6x20
(7.0 Nm) (7.0 Nm)
'l Wrench WHS0L WH50L
Insert
A402 A405 A406
System code A422 Grade selection * A394 Technical info A501 Cutting data T-." A456
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Parting & grooving ool holders

Parting & grooving tool holder (external)

QECDR/L

H | H
A
s|.l[e B
wi L
Right hand style
Stock Dimensions [mm] Inserts
Article b3
R|L HxB L S w Alax /
QECD1616R/L025 16x16 125 14.75 25 Z*CD*
QECD2020R/L025 20x20 125 18.75 25 Z*CD**
QECD2525R/L025 25x25 150 2375 25 Z25CDE
@ Ex stock © On demand
% With internal cooling
Spare parts
Insert Z*CD** Z*CD**
H 16 20-32
r St GB70-85-M5x20 GB70-85-M6x20
(4.0 Nm) (7Z.0Nm)
| Wrench WH40L WHS50L
Insert
A407
Grade selection .* A394 Technical info © As01 Cutting data > A4s6

System code A422

A428

o~

ZCC-CT



Toolholders  Parting & grooving

Parting & grooving tool holder (external)

QX*DR/L

i

H
% AE) |
W
Right hand style
Stock Dimensions [mm] Inserts
Article s

R{L| Hxs L s w ar,,, /
QXFD2020R/L03-45 o] o} 20x20 125 23 3 3 Z¥FD*
QXFD2525R/L03-45 ] ] 25x25 150 28 3 3 Z5FD**
QXFD3232R/L03-45 s} (o] 32x32 170 35 3 3 ZFD**
QXGD2020R/L03-45 o] o 20x20 125 23 4 3 Z*GD**
QXGD2525R/L03-45 [} (6] 25x25 150 28 4 3 Z*GD**
QXGD3232R/L03-45 o] (s} 32x32 170 35 4 3 Z*GD**
QXHD2020R/L04-45 o] (s] 20x20 125 24 5 4 Z*HD**
QXHD2525R/L04-45 [} (o} 25x25 150 29 5 4 Z*HD**
QXHD3232R/L04-45 o] ] 32x32 170 36 5 4 Z*HD**
QXKD2020R/L04-45 o] o 20x20 125 24 6 4 Z*KD**
QXKD2525R/L04-45 o] (o] 25x25 150 29 6 4 Z*KD**
QXKD3232R/L04-45 s} o] 32x32 170 36 6 4 Z*KD**

® Ex stock © On demand
¥ With internal cooling
Spare parts
Insert Z*FD** Z*GD** Z*HD** Z*KD**
H 20-32 20-32 20-32 20-32
( SEvaw GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20
(7.0 Nm) (7.0 Nm) (7.0 Nm) (7.0 Nm)
( Wrench WHS50L WH50L WHS0L WH50L
Insert
A410 A411

System code A422 Grade selection A394 Technical info A501 Cutting data A456
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Parting & grooving ool holders

Parting & grooving tool holder (external)

QE*SR/L
15°
‘. HI ! H
s L ar B
wi L
Right hand style
Stock Dimensions [mm] Inserts
Article sk o
R|L| HxB L S w ar,.,. @
QEFS2525R/L12-3N o o 25x25 150 253 3 12 2
QEGS2525R/L12-4N o o 25x25 150 253 4 12 ZI**
QEHS2525R/L12-5N o o 25x25 150 254 5 12 Zi¥*
QEKS2525R/L12-6N o o 25x25 150 254 6 12 ZI**
QEFS3232R/L22-3N 0o © 32x32 170 323 3 22 Pl e
QEGS3232R/L22-4N o o 32x32 170 323 4 22 P
QEHS3232R/L22-5N o o 32x32 170 324 5 22 Pl e
QEKS3232R/L22-6N o 32x32 170 324 6 22 Fd il
® Ex stock © On demand
% With internal cooling
Spare parts
Insert ZI**
H 25-32
( o GB70-85-M6x20
(7.0 Nm)
¢ | Wrench WHS50L
Insert
A412 A413
Systemcode . A422 Grade selection .* A394 Technical info A501 Cutting data > A4s6

A430



Toolholders  Parting & grooving

Parting blade for external machining

QE*S**N

L—{~s, @D
‘._‘\ 7 \ i
S | i
Dimensions [mm] Inserts
Article sk | Stock

H L h B w @Dmax ,
QEES26N . 26 110 19 25 60 ZPES**
QEES32N L] 32 150 246 2 25 100 ZPES**
QEFS26N ® 26 110 19 24 3 60 ZPFS**
QEFS32N L] 32 150 246 24 3 100 ZPFS**
QEGS26N L] 26 110 19 32 4 70 ZPGS**
QEGS32N [ ] 32 150 246 32 4 120 ZPGS**
QEHS26N L] 26 110 19 4 5 70 ZPHS**
QEHS32N L] 32 150 246 4 5 120 ZPHS**
QEKS26N [ ] 26 110 19 5 6 70 ZPKS**
QEKS32N L] 32 150 246 5 6 120 ZPKS**

® Ex stock © On demand
# With internal cooling
Spare parts
Insert ZPES** ZPFS** ZPGS** ZPHS** ZPKS**
H 26-32 26-32 26-32 26-32 26-32
= Wrench W50RL WS50RL W50RL W50RL WS50RL
Insert
A402 A403 A405 A406
Systemcode . A422 Grade selection A394 Technical info .~ A501 Cutting data . A456
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Parting & grooving ool holders

Parting blade for external machining

QE*S*N-1

Dimensions [mm)] Inserts
Article s | Stock
H L h B w @Dmax >

QEES26N-1 e 26 110 19 2 25 60 LPEST

QEES32N-1 [ ] 32 150 246 2 25 100 ZPES**

QEFS26N-1 L] 26 110 19 24 3 60 LPESTE

QEFS32N-1 ° 32 150 246 24 3 100 ZPF5**

QEGS26N-1 L] 26 110 19 3.2 4 70 ZPGS**

QEGS32N-1 L] 32 150 246 3.2 4 120 ZPGS™*
® Ex stock o On demand
% With internal cooling
Only compatible with clamping blocks of commercially available systems from other manufacturers.

Spare parts
Insert ZPES** ZPFS** ZPGS**
H 26-32 26-32 26-32
7 Wrench W50X W50X W50X
W50X key must be ordered as an option.
Insert
A402 A403 A406
Systemcode . A422 Grade selection .* A394 Technical info A501 Cutting data > A4s6
>

A432



Toolholders  Parting & grooving

Clamping block (external)

QZzSs*

H H hz
hi 1
L i B
B
Dimensions [mm] Inserts
Article o | Stock
H L h, h, B B1
QZS52026 ] 20 86 10 46.6 19 38 QE**26
QZ52526 L] 25 B6 5 46.6 23 42 QE**26
QZ53226 o 32 86 3 516 30 48 QE**26
QZS52032 L] 20 110 13 50 19 38 QE**32
QZ52532 ° 25 110 8 50 23 42 QE**32
QZs53232 ] 32 110 54 30 48 QE**32
® Ex stock © On demand
# With internal cooling
Spare parts
Insert QE**26 QE**32
H 20-32 20-32
& Clamp QzC26 QZC32
( SEvaw GB70-85-M6x20 GB70-85-M6x20
(7.0 Nm) (7.0 Nm)
7 Wrench W50RL WS50RL
Systemcode . A422 Grade selection A394 Technical info A501 Cutting data ) A456

A433
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Parting & grooving ool holders

A

QF**R/L

Turning

Parting & grooving tool holder (axial)

@0= Range of entaring

Left hand style

B Stock Dimensions [mm] Inserts
e IRl L] HxB L S w ar,., [mf?_?m y /
o QFFD2020R/L7-48H o o 20x20 150 il 3 7 48-66 ZFD**
é QFFD2020R/L7-60H o © 20x20 150 21 3 7 60-80 Z*FD**
§ QFFD2020R/L7-74H 0o O 20x20 150 21 3 7 74-110 Z*FD**
QFFD2020R/L7-100H o O 20x20 150 21 3 7 100-150 Vi ol i
QFFD2020R/L10-48H 0o O 20x20 150 21 3 10 48-66 2 FD
QFFD2020R/L10-60H o o 20x20 150 21 3 10 60-80 Z*FD**
QFFD2020R/L10-74H o o 20x20 150 21 3 10 74-110 Z*FD**
c QFFD2020R/L10-100H o o 20x20 150 2 3 10 100-150 Z*FD**
QFFD2525R/L10-48H e o 25x25 150 26 3 10 48-66 ZPED**
QFFD2525R/L10-60H e e 25x25 150 26 3 10 60-80 Z*FD**
QFFD2525R/L10-74H L ] 25x25 150 26 3 10 74-110 Z*FD**
g’l QFFD2525R/L10-100H e @ 25x25 150 26 3 10 100-150 Z*FD**
% QFFD2525R/L17-48H e e 25x25 150 26 3 17 48-66 ZFD**
O QFFD2525R/L17-60H e e 25x25 150 26 3 17 60-80 Z*FD**
QFFD2525R/L17-74H e o 25x25 150 26 3 17 74-110 Z*FD**
QFFD2525R/L17-100H e e 25x25 150 26 3 17 100-150 Z*FD**
QFGD2020R/L10-52H 0o o 20x20 150 21 4 10 52-72 Z*GD**
QFGD2020R/L10-64H o o 20x20 150 21 4 10 64-100 Z*GD**
D QFGD2020R/L10-90H o o 20x20 150 21 4 10 90-140 Z2*GD**
QFGD2020R/L10-130H o o 20x20 150 21 4 10 130-230 Z*GD**
QFGD2020R/L15-52H o o 20x20 150 i 4 15 52-72 Z*GD**
- S QFGD2020R/L15-64H (s T 20x20 150 21 4 15 64-100 Z*GD**
= 42 QFGD2020R/L15-90H o o 20x20 150 21 4 15 90-140 Z*GD**
ﬁ § QFGD2020R/L15-130H o © 20x20 150 21 4 15 130-230 Z*GD**
g E QFGD2525R/L13-52H e o 25x25 150 26 4 13 52-72 Z*GD**
QFGD2525R/L13-64H e o 25x25 150 26 4 13 64-100 Z*GD**
QFGD2525R/L13-90H e @ 25x25 150 26 4 13 90-140 Z*GD**
QFGD2525R/L13-130H e e 25x25 150 26 4 13 130-230 Z*GD**
E QFGD2525R/L22-52H e e 25x25 150 26 4 22 52-72 Z*GD**
QFGD2525R/L22-64H e @ 25x25 150 26 4 22 64-100 Z*GD**
QFGD2525R/L22-90H e o 25x25 150 26 4 22 90-140 Z*GD**
QFGD2525R/L22-130H e o 25x25 150 26 4 22 130-230 7*GD**
5 QFHD2525R/L13-58H e e 25x25 150 26 5 13 58-96 Z*HD**
% QFHD2525R/L13-86H e o 25x25 150 26 5 13 86-140 Z¥HD**
£ QFHD2525R/L13-130H e 25x25 150 26 5 13 130-200 2 Hb
QFHD2525R/L13-185H e e 25x25 150 26 5 13 185-400 Z*HD**

System code A422 Grade selection A394 Technical info A501 Cutting data A456

A434




Toolholders  Parting & grooving

Stock Dimensions [mm)] Inserts
Article sk _
R|L HxB L S w Almax @D /
(min-max) L
QFHD2523R/L16-44H o 25x23 150 5 16 44-52 Z*HD**
QFHD2525R/L22-58H ° L] 25x25 150 26 5 22 58-96 Z*HD**
QFHD2525R/L22-86H L] L] 25x25 150 26 5 22 86-140 Z*HD**
QFHD2525R/L22-130H ] ® 25x25 150 26 5 22 130-200 Z*HD**
QFHD2525R/L22-185H L] L] 25x25 150 26 5 22 185-400 Z*HD**
QFKD2525R/L13-60H ® L] 25x25 150 26 6 13 60-100 Z*KD**
QFKD2525R/L13-88H o L] 25x25 150 26 6 13 B88-180 Z*KD**
QFKD2525R/L13-160H L] '] 25x25 150 26 6 13 160-400 Z*KD**
QFKD2525R/L20-45H o 25x25 150 6 20 45-90 Z*KD**
QFKD2525R/L22-60H ] L] 25x25 150 26 6 22 60-100 Z*KD**
QFKD2525R/L22-88H L] ° 25x25 150 26 6 22 88-180 Z*KD**
QFKD2525R/L22-160H ° ® 25x25 150 26 6 22 160-400 Z*KD**
QFKD2525R/L30-88H L] 25x25 150 6 30 88-180 Z*KD**
® Ex stock © On demand
* With internal cooling
Spare parts
Insert Z*FD** Z*GD** Z*HD** Z*KD**
H 20-25 20-25 20-25 20-25
( Skt GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20
(7.0 Nm) (7.0 Nm) (7.0 Nm) (7.0 Nm)
o Wrench WS50RL W50RL W50RL W50RL
Insert
A399 A400 A404 A407 A410 Ad411

System code A422 Grade selection A394 Technical info A501 Cutting data A456
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Parting & grooving ool holders

Parting & grooving tool holder (axial)

A

QF**RR/LL
£
= i1 —
s [wifE@ :
L L ]
B LL Version
Stock Dimensions [mm] Inserts
Article s _#
R L| Hxe L S w ar.. {mf_em i /
§ QFFD2020LL10-48H o] 20x20 150 21 3 10 48-66 ZFD**
§ QFFD2020RR10-48H la] 20x20 150 21 3 10 48-66 Z*FD**
QFFD2020RR10-60H o 20x20 150 i 3 10 60-80 ZFD**
QFFD2020RR10-74H [s] 20x20 150 21 3 10 74-110 Z*FD**
QFFD2525LL10-48H ® 25x25 150 26 3 10 48-66 Z2FD*
QFFD2525RR10-48H ls] 25x25 150 26 3 10 48-66 Z*FD**
c QFFD2525LL10-60H (o] 25x25 150 26 3 10 60-80 ZFD*
QFFD2525RR10-60H ] 25x25 150 26 3 10 60-80 Z*FD**
QFFD2525LL10-74H s] 25x25 150 26 3 10 74-110 ZEFD*
QFFD2525RR10-74H la] 25x25 150 26 3 10 74-110 Z*FD**
o QFFD2525LL10-100H o 25x25 150 26 3 10 100-150 ZPED**
§ QFFD2525RR10-100H 8] 25x25 150 26 3 10 100-150 Z*FD**
5 QFFD2525LL17-48H L[] 25x325 150 26 3 17 48-66 ZFDr=
QFFD2525RR17-48H o 25x25 150 26 3 17 48-66 Z*FD**
QFFD2525LL17-60H (s] 25x25 150 26 3 17 60-80 ZFD**
QFFD2525RR17-60H o] 25x25 150 26 3 17 60-80 Z*FD**
QFFD2525LL17-74H O 25x25 150 26 3 17 74-110 ZFD**
D QFFD2525RR17-74H ] 25x25 150 26 3 17 74-110 Z*FD**
QFFD2525LL17-100H o] 25x25 150 26 3 17 100-150 Z*FD**
QFFD2525RR17-100H 3] 25x25 150 26 3 17 100-150 Z*FD**
- S QFGD2020LL10-52H o 20x20 150 21 4 10 52-72 Z*GD**
o -g QFGD2020RR10-52H ] 20x20 150 21 4 10 52-72 Z*GD**
% § QFGD2020LL15-52H o 20x20 150 26 4 15 52-72 Z*GD**
g “2 QFGD2020RR15-52H la] 20x20 150 26 4 15 52-72 Z*GD**
- QFGD2020LL15-90H o] 20x20 150 26 4 15 90-140 Z*GD**
QFGD2020RR15-90H ] 20x20 150 26 4 15 90-140 Z*GD**
QFGD2020RR15-130H (o] 20x20 150 26 4 15 130-230 Z*GD**
QFGD2525RR13-52H [ ] 25x25 150 21 4 13 52-72 Z*GD**
E QFGD2525LL13-64H [ ] 25x25 150 21 4 13 64-100 Z*GD**
QFGD2525RR13-64H ] 25x25 150 21 4 13 64-100 Z*GD**
QFGD2525LL13-130H [ ] 25x25 150 26 4 13 130-230 Z*GD**
Sc QFGD2525RR13-130H (o] 25x25 150 21 4 13 130-230 Z*GD**
% QFGD2525LL22-52H L] 25x25 150 26 4 22 52-72 Z*GD**
= QFGD2525RR22-52H ls] 25x25 150 26 4 22 52-72 Z*GD**
QFGD2525LL22-64H (o] 25x25 150 26 4 22 64-100 Z*GD**
System code A422 Grade selection A394 Technical info A501 Cutting data A456

A436




Toolholders  Parting & grooving

Stock Dimensions [mm)] Inserts
A "1IrlL]| e L S w ar.... tmﬁzﬂ ‘ /
QFGD2525RR22-64H (s] 25x25 150 26 4 22 64-100 2*GD**
QFGD2525LL22-90H o 25x25 150 26 4 22 90-140 Z*GD**
QFGD2525RR22-90H s} 25x25 150 26 4 22 90-140 Z*GD**
QFGD2525LL22-130H o} 25x25 150 26 4 22 130-230 Z*GD**
QFGD2525RR22-130H L] 25x25 150 26 4 22 130-230 2*GD**
QFHD2525LL13-130H o} 25x25 150 26 5 13 130-200 Z*¥HD**
QFHD2525RR13-130H {s] 25x25 150 26 5 13 130-200 Z*HD**
QFHD2525RR13-185H 25x25 150 26 5 13 185-400 Z*HD**
QFHD2525LL22-58H L] 25x25 150 26 5 22 58-96 Z*HD**
QFHD2525RR22-58H L 25x25 150 26 5 22 58-96 Z*HD**
QFHD2525RR22-86H o 25x25 150 26 5 22 B86-140 Z*HD**
QFHD2525LL22-130H o} 25x25 150 26 5 22 130-200 Z*HD**
QFHD2525RR22-130H L] 25x25 150 26 5 22 130-200 Z*HD**
QFHD2525LL22-185H o} 25x25 150 26 5 22 185-400 Z*HD**
QFHD2525RR22-185H o 25x25 150 26 5 22 185-400 Z*HD**
QFKD2525RR13-60H s} 25x25 150 26 6 13 60-100 Z*KD**
QFKD2525RR13-88H o 25x25 150 26 6 13 88-180 Z*KD**
QFKD2525RR15-50H Q 25x25 150 6 15 50-100 Z*KD**
QFKD2525RR22-60H o 25x25 150 26 6 22 60-100 Z*KD**
QFKD2525LL22-88H o 25x25 150 26 6 22 88-180 Z*KD**
QFKD2525RR22-88H o 25x25 150 26 6 22 88-180 Z*KD**
QFKD2525LL22-160H ° 25x25 150 26 6 22 160-400 Z*KD**
QFKD2525RR22-160H o 25x25 150 26 6 22 160-400 Z*KD**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert ZXFD** Z*GD** Z*HD** Z¥KD**
H 20-25 20-25 20-25 20-25
« - GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20
(7.0 Nm) (7.0 Nm) (7.0 Nm) (7.0 Nm)
P Wrench W50RL W50RL WS50RL W50RL
Insert
A399 A400 Ad404 A407 A410 A411
System code A422 Grade selection A394 Technical info A501 Cutting data A456
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Parting & grooving ool holders

Parting & grooving tool holder (axial)

QF*SRR/LL

s Wil
O S
LL Version
Stock Dimensions [mm] Inserts
Article sk

R L[| Hxe L s w e |, 2D J 6/

QFHS2525LL30-185H L] 25x25 150 26 5 30 185-400 Py

QFHS2525RR30-185H 25x25 150 26 5 30 185-400 Z*HS*

QFKS2525RR30-160H 25x25 150 26 6 30 160-400 Z*KS**

QFKS2525LL30-160H o 25x25 150 26 6 30 160-400 Zrs*

® Exstock © On demand
% With internal cooling
Spare parts
Insert Z¥HS** Z*KS** ZT*5**
H 25 25 25
( Seraii GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20
(7.0 Nm) (7.0 Nm) (7.0 Nm)
= Wrench W50RL W50RL W50RL
Insert
A402 A405 A406
System code A422 Grade selection .* A394 Technical info © A501 Cutting data > A4s6

A438

o~

ZCC-CT



Toolholders  Parting & grooving

Parting & grooving tool holder (axial)

QF*DR/L
 ramn ¥
® gy
s| el
W—H" L
Right hand style
Stock Dimensions [mm)] Inserts
anen “lrlL| e L 3 w ar,.,. ‘mﬁﬂﬂ (/
QFFD2020R/L10-48L o o 20x20 150 315 3 10 48-66 ZFD**
QFGD2020R/L10-52L o] o 20x20 150 315 4 10 52-72 Z*GD**
QFFD2020R/L10-74L [ ] o 20x20 150 315 3 10 74-110 ZFD**
QFGD2020R/L10-90L e O 20x20 150 315 4 10 90-140 Z2*GD**
QFFD2020R/L10-100L o o 20x20 150 315 3 10 100-150 Z*FD**
QFGD2020R/L15-52L o o 20x20 150 36.5 4 15 52-72 Z*GD**
QFFD2525R/L10-48L L] L] 25x25 150 36.5 3 10 48-66 Z*FD**
QFFD2525R/L10-60L L] o] 25x25 150 36.5 3 10 60-80 ZFD**
QFFD2525R/L10-74L (o] o} 25x25 150 36.5 3 10 74-110 ZFD*™
QFFD2525R/L10-100L o] o] 25x25 150 36.5 3 10 100-150 Z*FD**
QFGD2525R/L13-52L o o 25x25 150 395 4 13 52-72 Z*GD*
QFKD2525R/L13-60L o o 25x25 150 395 6 13 60-100 Z*KD**
QFGD2525R/L13-64L (5] L 25x25 150 395 4 13 64-100 2*GD**
QFGD2525R/L13-90L o o} 25x25 150 395 4 13 90-140 2*GD*
QFGD2525R/L13-130L o o 25x25 150 395 4 13 130-230 Z*GD**
QFFD2525R/L17-48L o o] 25x25 150 435 3 17 48-66 ZEFD**
QFFD2525R/L17-60L o o} 25x25 150 435 3 17 60-80 Z*FD**
QFFD2525R/L17-74L o o] 25x25 150 435 3 17 74-110 Z*FD**
QFFD2525R/L17-100L L] o 25x25 150 435 3 17 100-150 7iial 5 B i
QFGD2525R/L22-52L o o} 25x25 150 48.5 4 22 52-72 Z*GD**
QFKD2525R/L22-60L o ® 25x25 150 48.5 6 22 60-100 Z*KD**
QFGD2525R/L22-64L o] o 25x25 150 485 4 22 64-100 2*GD**
QFKD2525R/L22-88L o L 25x25 150 48.5 6 22 88-180 Z*KD**
QFGD2525R/L22-90L o] o 25x25 150 48.5 4 22 90-140 Z*GD**
QFGD2525R/L22-130L [ ] o 25x25 150 48.5 4 22 130-230 2*GD*
QFFD2020R/L7-74L o 20x20 150 285 3 7 74-110 Z*FD**
QFFD2020R/L10-60L L] 20x20 150 315 3 10 60-80 Z FD**
QFGD2020R/L10-130L ® 20x20 150 315 4 10 130-230 Z*GD**
QFGD2020R/L15-64L o 20x20 150 36.5 4 15 64-100 Z*GD**
QFGD2020R/L15-90L o 20x20 150 36.5 4 15 90-140 Z*GD**
QFGD2020R/L15-130L o 20x20 150 365 4 15 130-230 Z*GD*
QFHD2525R/L13-58L Q 25x25 150 395 5 13 58-96 Z*HD**
QFHD2525R/L13-86L [ ] 25x25 150 395 5 13 B86-140 Z*HD**
QFHD2525R/L13-130L o o 25x25 150 395 5 13 130-200 Z*HD**
QFHD2525R/L13-185L o 25x25 150 395 5 13 185-400 Z*HD**
QFHD2525R/L22-58L o o] 25x25 150 48.5 5 22 58-96 Z*HD**
System code A422 Grade selection A394 Technical info A501 Cutting data A456
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Parting & grooving ool holders

Stock Dimensions [mm] Inserts
Article sk pr.
R L| HxB L s w A | @D ] ’ /
QFHD2525R/L22-86L O 25x25 150 48.5 5 22 86-140 Z*HD**
QFHD2525R/L22-130L [s] 25x25 150 48.5 5 22 130-200 Z*HD**
QFHD2525R/L22-185L (o] 25x25 150 48.5 5 22 185-400 Z*HD**
QFKD2525R/L13-88L fs] 25x25 150 395 6 13 88-180 Z*KD**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert Z*FD** Z*GD** Z*HD** Z*KD**
H 20-25 20-25 20-25 20-25
( SE W GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20
(7.0 Nm) (7.0 Nm) (7.0 Nm) (7.0 Nm)
i Wrench W50RL WS50RL WS50RL WS50RL
Insert
A399 A400 A404 A407 A410 A411
System code A422 Grade selection A394 Technical info A501 Cutting data A456
@

A440



Toolholders  Parting & grooving

Parting & grooving tool holder (axial)

QFHSDR/L
am
® W/
s
W L
Right hand style
Stock Dimensions [mm] Inserts
Article -]
b @D :
R|L HxB L S w A s ‘/
QFHS2525R/L30-185L o o 25x25 150 56.5 5 30 185-400 L HS™
® Ex stock © On demand
= With internal cooling
Spare parts
Insert Z*HS**
H 25
« SEvaw GB70-85-M6x20
(7.0 Nm)
Y Wrench WS50RL
Insert
A402 A405 A406

System code A422

Grade selection “ A394

Technicalinfo * AS501

Cuttingdata  A456
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Parting & grooving ool holders

Parting & grooving

QF**R/L

tool holder (axial)

@0= Range of entaring

Left hand style
Stock Dimensions [mm] Inserts
Article sk
' @D -
R L[| Hxe L s e || 2D 6/
QFHS2525R/L30-185H 25x25 150 26 30 185-400 ZEHST
QFKS2525R/L30-160H 25x25 150 26 30 160-400 Z*KS**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert Z*HS** Z*KS**
H 25 25
« Screw GB70-85-M6x20 GB70-85-M6x20
(7.0 Nm) (7.0 Nm)
o Wrench W50RL W50RL
Insert
A402 A405 A406

System code . A422

A442

Grade selection © A394

Technicalinfo 2  A501

Cuttingdata * A456



Toolholders  Parting & grooving

Parting & grooving tool holder (external)

C40X-Q*DR/L
 —
 —
Lz
— )
by s i  —
L1
Right hand style
Stock Dimensions [mm] Inserts
Article s 2
RL| @o od s i L /
C40X-QKDR/L60-15A o] o} 160 40 20 320 60 Z*KD**
C40X-QKDR/L75-15A ] o] 160 40 20 320 75 Z*KD**
C40X-QLDR/L65-15A o] (o] 160 40 21 320 65 ZHp**
C40X-QLDR/L80-15A o] o 160 40 21 320 80 Z*LD**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert Z*KD** Z*LD**
ad 32-40 32-40
( Sevav GB70-85-M6x20 GB70-85-M6x20
(7.0 Nm) (7.0 Nm)
¢ | Wrench WHS0L WH50L
Insert
A410 A411 Ad414
Grade selection A394 Technical info A501 Cutting data A456
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Parting & grooving ool holders

A

CH*-Q"DR/L

Turning

Parting & grooving tool holder (internal)

:: L

s

| fs

W= L
Stock Dimensions [mm] Inserts
Article - o
R| L | @Dmin od L S w ar,.., y‘

E‘ C16M-QBDR/L04-20 e O 20 16 150 2 4 Z*BD**

§ C20Q-QEDR/L05-27 e e 27 20 180 25 5 Z*ED**
C25R-QEDR/L07-33 e @ 33 25 200 25 7 Z*ED**
C32S-QEDR/L09-42 e e 42 32 250 25 9 Z*ED**
C20Q-QFDR/L05-27 e o 27 20 0 3 5 Z*FD**
C25R-QFDR/LO7-33 e e 33 25 200 3 7 Z*FD**

c C325-QFDR/L09-42 e e 42 32 250 3 9 ZFD**
C25R-QGDR/L08-35 e o 35 25 200 4 8 Z*GD**
C325-QGDR/L11-44 e o 44 32 250 4 11 Z*GD**
C40T-QGDR/L13-54 L B ] 5 40 300 4 13 Z*GD**

o C25R-QHDR/L08-35 e @ 35 25 200 5 8 ZPHE**

é C325-QHDR/L11-44 e o A 32 250 5 1 Z*¥HD**

E C40T-QHDR/L13-54 e 54 40 300 5 13 Z*HD**
C25R-QKDR/L08-35 o e 35 25 200 6 8 Z*KD**
C325-QKDR/L11-44 e o L 32 250 6 11 ZKD*™
C40T-QKDR/L13-54 e o 54 40 300 6 13 Z*KD**

® Ex stock © On demand
D % With internal cooling
Spare parts
- Insert Z*BD** | Z*ED** | Z*ED** | Z*ED** | Z*FD** | Z*FD** | Z*FD** | Z*GD** | Z*GD** | Z*HD** | Z*HD** | Z*KD** | Z*KD**

E g od 16 20 25 32-40 20 25 32-40 25 32-40 25 32-40 25 32-40

c ®

c &

g 5 GB70- GB70- GB70- GB70- GB70- GB70- GB70- GB70- GB70- GB70- GB70- GB70- GB70-

Ee Screw 85-M5x10 | B5-M4x12 | 85-M5x16 | 85-M6x20 | 85-Mdx12 | 85-M5x16 | 85-M6x20 | 85-M5x16 | 85-M6x20 | 85-M5x16 | B5-M6x20 | 85-M5x16 | 85-M6x20

£ (40Nm) | (26Nm) | (40Nm) | (7O0Nm) | (26Nm) | (40Nm) | (7ONm) | (40Nm) | (FONm) | (40Nm) | (7.ONm) | (40Nm) | (7.0Nm)
( Wrench WH40L | WH30L | WH40L | WH50L | WH30L | WH40L | WH50L | WH40L | WH50L | WH40L | WH50L | WH40L | WH50L
x
[

=

=
System code A422 Grade selection A394 Technical info A501 Cutting data A456

A444

>

Z0

C-CT



Toolholders  Parting & grooving

Parting & grooving tool holder (internal)

Insert
3 %’ y -
A399 A400 A404 A407 A410 A4l Ad14
Systemcode . A422 Grade selection .~ A394 Technical info A501 Cutting data . A456
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A

Turning

Pa rting & grOOVing Precision monoblock tool holder

Parting & grooving tool holder (external)

QE**R/L-DGC

L1

Stock Dimensions [mm)] Inserts
Article sk e
R|L|HB]| od | L s | L | w |ar,, |eomx| M . /
o QEBD1616R/L20-DGC ¥ o o 16x16 G1/8 96 15 20 2 20 40 G1/8 I*BD**
é QEBD1616R/L30-DGC * e o 16x16 G1/8 105 15 20 2 30 60 G1/8 Z*BD**
= QEBD2020R/L20-DGC % o o 20x20 G1/8 111 19 20 2 20 40 G1/8 L*BD**
QEBD2020R/L30-DGC ¥ e e 20x20 G1/8 120 19 20 2 30 60 G1/8 L*BD**
QEBD2525R/L20-DGC ES o o 25x25 G1/8 126 24 20 2 20 40 G1/8 Z*BD**
QEBD2525R/L30-DGC % e e 25x25 G1/8 135 24 20 2 30 60 G1/8 Z*BD**
QEED1616R/L20-DGC ¥ o © 16x16 G1/8 96 1475 20 25 20 40 G1/8 L ED
c QEED1616R/L30-DGC 3 e e 16x16 G1/8 105 1475 20 25 30 60 G1/8 I¥ED**
QEED2020R/L20-DGC * o o 20x20 G1/8 111 1875 20 25 20 40 G1/8 ED*
QEED2020R/L30-DGC * e O 20x20 G1/8 120 1875 20 25 30 60 G1/8 Z*ED**
QEED2525R/L20-DGC % o o 25x25 G1/8 126 2375 20 25 20 40 G1/8 LR
g" QEED2525R/L30-DGC ¥ o o 25x25 G1/8 135 2375 20 25 30 60 G1/8 I*ED**
:?__ QEFD1616R/L20-DGC % o o 16x16 G1/8 96 14.5 20 3 20 40 G1/8 *FD**
= QEFD1616R/L30-DGC S e & 16x16 GI1/8 105 145 20 3 30 60 G1/8 ZFFD**
QEFD2020R/L20-DGC ¥ o o 20x20 G1/8 11 18.5 20 3 20 40 G1/8 LFD**
QEFD2020R/L30-DGC £ e e 20x20 G1/8 120 185 20 3 30 60 G1/8 I*FD**
QEFD2525R/L20-DGC % o o 25x25 G1/8 126 235 20 3 20 40 G1/8 LFD**
QEFD2525R/L30-DGC ¥ o o 25x25 G1/8 135 235 20 3 30 60 G1/8 I*FD**
D QEGD1616R/L20-DGC % o o 16x16 G1/8 96 14 20 4 20 40 G1/8 2*GD**
QEGD1616R/L30-DGC £ e & 1I6x16 G1/8 105 14 20 4 30 60 G1/8 *GD**
QEGD2020R/L20-DGC ¥ o o 20x20 G1/8 111 18 20 4 20 40 G1/8 *GD**
o 5 QEGD2020R/L30-DGC * o o 20x20 G1/8 120 18 20 4 30 60 G1/8 Z*GD**
§ g QEGD2525R/L20-DGC % o o 25%x25 G1/8 126 23 20 4 20 40 G1/8 *GD**
B é QEGD2525R/L30-DGC £ o o 25x25 G1/8 135 23 20 4 30 60 G1/8 2*GD**
N e Exstock  © Ondemand
** With internal cooling
Spare parts
E Insert Z*BD** Z*ED** Z*FD** Z*GD**
H 16-25 16-25 16-25 20-25
. Grub screw PT1/8x4 PT1/8x4 PT1/8x4 PT1/8x4
GB70-85-M5x20 GB70-85-M5x20 GB70-85-M5x20 GB70-85-M5x20
é ( Screw (4.0 Nm) (4.0 Nm) (4.0 Nm) (4.0 Nm)
= (‘ Wrench WH40L WH40L WH40L WH40L
(‘ Wrench WHS50L WHS50L WH50L WHS50L
System code A422 Grade selection A394 Technical info A501 Cutting data A456

A446

>

ZCC-CT



Precision monoblock tool holder Parting & grOOVing

Parting & grooving tool holder (external)
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A422
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Pa rting & grOOVing Precision monoblock tool holder

QE**R/L-DGSC

Turning

I

Parting & grooving tool holder (external)

ar

i
. 8

el )l

Stock Dimensions [mm] Inserts
Article 3 pr
R|L|HxB| od | L s | | wla,| m (y’
g" QEED1616R/L30-DGSC ¥ e e 16x16 GI1/8 105 1475 20 25 0 G1/8 ZEDH
g QEED2020R/L30-DGSC % e o 20620 G1/8 120 1875 20 25 30 Gi/8 Z*ED**
= QEED2525R/L30-DGSC ® o o 25x25 G1/8 135 2375 20 25 30 G1/8 ED**
QEFD1616R/L30-DGSC % e e 16x16 G1/8 105 145 20 3 30 G1/8 I*FD**
QEFD2020R/L30-DGSC % o o 20620 G1/8 120 185 20 3 30 G1/8 I'FD*
QEFD2525R/L30-DGSC % o o 25x25 G1/8 135 235 20 3 30 G1/8 I*FD**
QEGD1616R/L30-DGSC ¥ © o 16x16 G1/8 105 14 20 4 30 Gl1/8 Z*GD**
C QEGD2020R/L30-DGSC % o o 20x20 G1/8 120 18 20 4 30 Gi1/8 *GD**
QEGD2525R/L30-DGSC * o o 25x25 G1/8 135 23 20 4 30 G1/8 I*GD=*
QEHD2525R/L30-DGSC ¥ o o 25x25 G1/8 135 225 20 5 30 G1/8 Z*HD**
QEKD2525R/L30-DGSC % o o 25x25 G1/8 135 22 20 6 30 G1/8 L*KD**
o
;:-' ® Ex stock © On demand
g % With internal cooling
Spare parts
Insert Z*ED** Z*FD** Z*GD** Z*HD** Z*KD**
H 16-25 16-25 20-25 20-25 20-25
D . Grub screw PT1/8x4 PT1/8x4 PT1/8x4 PT1/8x4 PT1/8x4
( ot GB70-85-M5x20 GB70-85-M5x20 GB70-85-M5x20 GB70-85-M6x20 GB70-85-M6x20
(4.0 Nm) (4.0 Nm) (4.0 Nm) (7.0 Nm) (7.0 Nm)
=5 | Wrench WH40L WH40L WH40L WHS0L WH50L
[ ]
=
6 § (. Wrench WHS50L WH50L WHS50L WHS50L WH50L
@ O
i =
Insert
A399 A400 A404 A407
>
[
=)
£
Systemcode . A422 Grade selection A394 Technical info A501 Cutting data A456
<

A448



Precision monoblock tool holder Parting & grOOVing

Parting & grooving tool holder (external)

QE**R/L-SC

L1

Stock Dimensions [mm] Inserts
Article +
R|L|HxB| ed L S L W | arp,, |@0max| M /
QEAD1010R/L10-5C o o 10x10 G1/16 125 9 20 15 10 20 Gl1/16 Z*AD**
QEAD1212R/L13-5C X o o 12x12 G1/8 125 12 20 15 13 26 G1/8 Z*AD*
QEAD1616R/L13-5C k% o o 16x16 G1/8 125 15 20 15 13 26 G1/8 Z*AD**
QEAD2020R/L13-5C ¥ o o 20620 G1/8 125 19 20 15 13 26 G1/8 Z*AD*
QEBD1010R/L10-SC * o o 10x10 G1/16 110 9 20 2 10 20 G1/16 I*BD**
QEBD1212R/L13-5C e e 12x12 G1/8 110 11 20 2 13 26 G1/8 Z*BD**
QEBD1616R/L13-5C ¥ e ® 16x16 G1/8 110 15 20 2 13 26 G1/8 Z*BD**
QEBD2020R/L13-5C ¥ o o 20x20 G1/8 110 19 20 2 13 26 G1/8 Z*BD**
QEED1010R/L10-5C ¥ o o 10x10 G1/16 110 875 20 25 10 20 G1/16 Z*ED**
QEED1212R/L13-5C e e 12x12 G1/8 110 1075 20 25 13 26 G1/8 Z*ED**
QEED1616R/L17-5C e e 16x16 G1/8 110 1475 20 25 17 34 G1/8 ZTED**
QEED2020R/L17-5C e ® 20x20 G1/8 110 1875 20 25 17 34 G1/8 ZEED**
QEFD1212R/L13-5C koe e 12x12 G1/8 110 105 20 3 13 26 G1/8 ZFFD**
QEFD1616R/L17-5C e ® 16x16 G1/8 110 145 20 3 17 34 G1/8 ZFD**
QEFD2020R/L22-5C ¥ e e 20x20 G1/8 110 185 20 3 22 44  @G1/8 ZEE*
® Ex stock 0 On demand
= With internal cooling
Spare parts
Insert Z*AD** | Z*AD** | Z*AD** | Z*AD** | Z*BD** | Z*BD** | Z*BD** | Z*ED** | Z*ED** | Z*ED** | Z*FD** | Z*FD**
H 10 12 16 20 10 12 16-20 10 12 16-20 12 16-20
. Grub screw  |PT1/16x6| PT1/8x4 | PT1/8x4 | PT1/8x4 |PT1/16x6| PT1/8x4 | PT1/8x4 |PT1/16x6| PT1/8x4 | PT1/8x4 | PT1/8x4 | PT1/8x4
( Screw a::lf& 2 a::\:i-! 2 ssﬂiﬂh} i 3:313—1 a 35?:;?(—1 2 sf::& 2 a::\g—zu 3:312-1 2 35?;:3—1 2 sﬁ?\gtzn E:I\?l:g—} g ssgagizo
(2.6 Nm) (2.6 Nm) (2.6 Nm) (2.6 Nm) (7.0 Nm) (2.6 Nm) (2.6 Nm) (7.0 Nm) (2.6 Nm) {4.0 Nm)
( Wrench WH30L | WH30L | WH30L | WH30L | WH30L | WH30L | WH40L | WH30L | WH30L | WH40L | WH30L | WH40L
( Wrench WH40L | WH50L | WH50L | WH50L | WH40L | WH50L | WHS50L | WH40L | WH50L | WH50L | WH50L | WH50L
System code A422 Grade selection A394 Technical info A501 Cutting data A456
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Parting & grooving precision monoblock tool holder

Parting & grooving tool holder (external)

Insert
/ / ? /
A399 A400 Ad04 A407
A394 Technical info

Systemcode . A422

A450

Grade selection

A501

Cuttingdata

A456



Precision monoblock tool holder Pa rting & grOOVing

Accessoires

Coolant hose

o -
TH / : S Tha
\\ ‘!:F‘ BB g
\EH} 1 ]
L
Dimensions [mm]
Article Stock
L Thi Th2
HOSE G1/8-7/16/200BS 200 G1/8"-28 BSPP G1/8"-28 BSPP o
HOSE G1/8-7/16/300BS 300 G1/8"-28 BSPP G1/8"-28 BSPP [+]
HOSE G1/8-7/16/2008B 200 G1/8"-28 BSPP G1/8"-28 BSPP o
HOSE G1/8-7/16/300BB 300 G1/8"-28 BSPP G1/8"-28 BSPP o
® Ex stock © On demand
Coolant connection
2 g
0 &
o S <
Stock
o

NIPPLE G1/8- G1/8

® Ex stock © On demand

451
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Pa rting & grOOVing System code - tool holders — QC series

External tool holders - QC series

GQC R 20 20 K 22 - 15

1 2 3 5 6 7
Type Height [mm] Width [mm] Length [mm]
Code ‘ Description Code Description Code Description Code Description
Series R Right 16 16 16 K 125
L Left 20 20 20 M 150
25 25 25
1 2 3 4 5
Cutting edge length [mm] Cutting width range [mm]
Code 1.C Code Insert size
11 6,35 15 0,5<5<1,8 (QC16™**) 1,0=5<2,3 (QC22%*)
16 9,252 25 1,8<5<3,0 (QC16**) 2,3<5<3,3 (QC22**¥)
22 12,70 35 = 3,3<5<4,8 (QC22**¥)
6 7
Boring bars - QC series
1 2 3 4 5 6 7 8
Shank type Diameter [mm] Length [mm]
Code Material Code Description Code Description
S Steel shank 16 16 H 100
C Solid carbide shank 20 20 K 125
A Solid carbide shank (IC) 25 25 M 150
1 2 3
Cutting edge length [mm] Cutting width range [mm]
Code 1.C Code Insert size
Series 1 6,35 15 0,5=5<1,8 (QC11**¥) 0,5=5<1,8 (QC16™*¥) 1,0=5<2,3 (QC22**¥)
16 9,252 25 1,8<5<3,0 (QC11%%) 1,8<5<3,0 (QC16**%) 2,3<5<3,3 (QC22**¥)
22 12,70 35 - - 3,3<5<4,8 (QC22*%)
&4 5 6
Cutting direction Starting diameter [mm)]
Code Description Code @ Code @
R Right 16 16 25 25
L Left 20 20 35 35
7 8

A452




Tool holders -QC series  Parting & grooving

Grooving (external)

GQC**R/L

s B
e
L 1
Right hand style
Stock Dimensions [mm] Inserts
Article -]
R|L H L S e B Width
GQCR/L1616K16-15 e o 16 125 21 255 16 0.5-1.80 QC16R/L 050-180
GQCR/L2020K16-15 o e 20 125 25 255 20 0.5-1.80 QC16R/L050-180
GQCR/L2525M16-15 o e 25 150 30 255 25 0.5-1.80 QC16R/L 050-180
GQCR/L1616K16-25 L] L] 16 125 21 255 16 1.8-3.0 QC16R/L 180-300
GQCR/L2020K16-25 o e 20 125 25 255 20 1.8-3.0 QC16R/L 180-300
GQCR/L2525M16-25 o L] 25 150 30 255 25 1.8-3.0 QC16R/L 180-300
GQCR/L2020K22-15 o ® 20 125 25 255 20 1.0-23 QC22R/L 100-230
GQCR/L2525M22-15 o ° 25 150 30 255 25 1.0-23 QC22R/L 100-230
GQCR/L2020K22-25 o e 20 125 25 255 20 2333 QC22R/L 230-330
GQCR/L2525M22-25 o] L] 25 150 30 255 25 2333 QC22R/L 230-330
GQCR/L2020K22-35 e o 20 125 25 255 20 3348 QC22R/L 330-480
GQCR/L2525M22-35 L] L] 25 150 30 255 25 3348 QC22R/L 330-480
® Ex stock © On demand
% With internal cooling
Spare parts
Insert QC16R/L 050-180 QC16R/L 180-300 QC22R/L 100-230 QC22R/L 230-330 QC22R/L 330-480
H 16-32 16-32 16-32 16-32 16-32
v SEvaw 160M3.5x10 160M3.5x10 160M5x13 160M5x13 160M5x13
(2.7 Nm) (2.7 Nm) (6.7 Nm) (6.7 Nm) (6.7 Nm)

3/ Wrench (shim) WT15IP WT15IP WT20IP WT20IP WT20IP

Insert

Medium Cut

A417

Systemcode  Ad52 Grade selection *  A394 Technicalinfo * AS501 Cuttingdata  A456
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Parting & grooving

Tool holders — QC series

S_QCR/L

S*K-QC**R/L

Right hand style
Stock Dimensions [mm] Inserts
Article sk
R | L | @Dmin od IL 5 e Width
S$16H-QC1115R/L20 e e 21 16 100 115 12 0.5-1.80 QC11R/L 050-180
S20K-QC1115R/L16 e e 16 20 125 11.1 40 0.5-1.80 QCT1R/L 050-180
S16H-QC1125R/L20 e o 21 16 100 115 12 1.8-3.0 QC11R/L 180-300
S20K-QC1125R/L16 o O 16 20 125 11.1 40 1.8-3.0 QCT1R/L 180-300
S20M-QC1615R/L25 o e 26 20 150 125 15 0.5-1.80 QC16R/L 050-180
S20M-QC1625R/L25 e o 26 20 150 125 15 1.8-3.0 QCI16R/L 180-300
S25M-QC2215R/L35 e e 35 25 150 18.2 15 1.0-23 QC22R/L 100-230
$25M-QC2225R/L35 e o 35 25 150 18.2 20 2333 QC22R/L 230-330
S25M-QC2235R/L35 o e 35 25 150 18.2 20 3.348 QC22R/L 330-480
® Ex stock © On demand
% With internal cooling
Right-hand tool holder for left-hand grooving insert.
Left-hand tool holder for right-hand grooving insert.
Spare parts
Insert QC11R/L050- | QC11R/L 180- | QC16R/L050- | QC16R/L 180- | QC22R/L 100- | QC22R/L 230- | QC22R/L 330-
180 300 180 300 230 330 480
ed 16-20 16-20 20 20 25 25 25
v Ca 160M2.5x6.5 160M2.5x6.5 160M3.5x10 160M3.5x10 160M5x13 160M5x13 160M5x13
(1.0 Nm) (1.0 Nm) (2.7 Nm) (2.7 Nm) (6.7 Nm) (6.7 Nm) (6.7 Nm)
\’,/ Wrench (shim) WTO71P WTO71P WT15IP WT15IP WT20IP WT20IP WT20IP
Insert
Medium Cut
Ad17
System code . A452 Grade selection .* A394 Technical info ; A501 Cutting data > A4s6
g
A454 v
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Tool holders — QC series
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Parting & gI'OOVing Recommended cutting data

Parting & grooving inserts

Starting values for cutting speed vc [m/min]

a
2
g
Brinell & HC(CVD) HC (PVD)
Material group Compaosition / structure / heat treatment hardness =
HB £
F YBC252 YBG102 YBG105
=
approx.0,15% C annealed 125 190
approx. 045 % C annealed 190 175
Unalloyed steel approx. 0,45 % C tempered 250 3 145
approx. 0,75 % C annealed 270 4 140
approx.0,75% C tempered 300 5 135
P annealed 180 & 170
tempered 275 7 125
Low-alloyed steel
tempered 300 8 115
tempered 350 9 105
High-alloyed steel and high-alloyed annealed 200 10 125
tool steel hardened and tempered 325 n 95
ferritic/martensitic annealed 200 12 165 165 170
martensitic tempered 240 13 135 135 140
M Stainless steel
austenitic quench hardened 180 14 155 155 160
austenitic-ferritic 230 15 135 135 140
perlitic/ferritic 180 16 240
Grey cast iron
perlitic (martensitic) 260 17 185
ferritic 160 18 220
K Cast iron with spheroidal graphite
perlitic 250 19 165
ferritic 130 20 175
Malleable cast iron
perlitic 230 21 165
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
= 12% 5i, cannot be hardened 75 24
N Cast aluminium alloys = 12% 5i, hardenable hardened 90 25
> 12% 5i, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys CuZn, CuSnZn % 5%
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30 95 100
Fe-based alloys
hardened 280 31 50 50
Heat-resistant alloys annealed 250 32 80 80
S Ni or Co bass hardened 350 33 70 70
cast 320 34 70 70
pure titanium Ry 400 35 145 150
Titanium alloys
aand p alloys hardened Rm 1050 36 50 50
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Not

o

A456

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D11.

: The given cutting values are guide values, which were determined under ideal conditions.




Recommended cutting data Parting & grOOVing

Starting values for cutting speed vc [m/min]

HC (PVD) HW
YB9320 YBG202 YBG205 YBG302 YD101 YD201

190 190 190 185

175 175 175 170

145 145 145 140

140 140 140 135

135 135 135 130

170 170 170 165

125 125 125 125

115 115 115 115

105 105 105 105

125 125 125 125

95 95 95 95

165 165 165 160

135 135 135 130

155 155 155 150

135 135 135 130

240 240 240 235

185 185 185 180

220 220 220 215

165 165 165 160

175 175 175 170

165 165 165 160
800 760
600 570
320 305
240 230
160 155
160 155
600 570
200 150

95 95 95 95 70 65

50 50 50 50 35 35

B0 B0 B8O 75 60 60

70 70 70 65 50 50

70 70 70 65 50 50

145 145 145 140 105 100

50 50 50 50 35 35

HC Coated carbide
HW Uncoated carbide, main component (WC)

P> _
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Threading

System overview
Grade overview
Application fields of grades

System code - inserts

Inserts

System code - threading tool holders

Threading tool holders
Recommended cutting data

Trouble shooting
Technical Information

Special tools

A460-A463
A464
A465

A466
A467-A491

A492
A493-A499

A500

A504
A511-A512

A513

A459
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Threadi NQg  System overview

Internal thread

External thread

Thread types Profile | Sectional drawing Insert pitch mm (TP) pitch mm (TP) Page

ISO metrifcuﬁo:::zllhread 60° GM 0,5-6,0 0,5-6,0 A467

60° partial profile 60° 0,5-5,0 (5-48) 0,5-5,0 (5-48) A469

55° partial profile 55° 0,5-5,0 (5-48) 0,5-5,0 (5-48) A470

Whitworth w Q (8-16) (8-16) A471
i | .-

i | y | oem | em (e

BSPT Whit;:::::dtapef Pipe | pepr (11-28) 11-28 A473

NPT Ametr::;r; (tiaper pipe | nor (8-27) (8-27) A474

NPTF dryseal American taper NPTE (8-27) (8-27) A475

pipe thread 60°

A460



System overview Threadi ng

Internal thread

External thread

Thread types Profile | Sectional drawing Insert pitch mm (TP) pitch mm (TP) Page
R knuckle thread 30° R (6-10) (6-10) A476
o
MJ thread for aerospace MJ : \.,‘ > ﬁ = 1,5-20 A477
R=018042P v’ ¥
N
UNJ unified screw thread | UNJ . | ¢ = (8-32) A478
TR metrical ISO traipezmdal T ' " ’ 1530 1530 A479
thread 30 I | ‘
~
ACME American national }
thread 29° " |," ) (8-16) (8-16) A480
X
STUB-ACME thread STAC l‘ "ﬁ (8-16) (8-16) A48T
API 60° thread AP 4-5 (4-5) A482
API round thread RD 8-10 (8-10) A483
<
> A461
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Threadin g Systemoverview

1 Internal thread External thread
Thread types Profile | Sectional drawing Insert pitch mm (TP) pitch mm (TP) Page
AP| American buttress thread| BUT (5) (5) A484
I1SO metric coarse thread 60°
full profile (thin type) am 0530 0,530 A485
60° partial profile (thin type) | 60° 0,5-3,0 (8-48) 0,5-3,0 (8-48) A486
55° partial profile (thin type) | 55° 0,5-3,0 (8-48) 0,5-3,0 (8-48) A487
Whitworth (thin type) w (8-16) (8-16) A488
R=0.137P
UN unified conventional
thread 60° full profile (thin UN (8-24) (8-20) A489
type)
BSPT Whitworth taper pipe
thread (thin type) BSPT (11-28) (11-28) A490
NPT American taper pipe 2
Hishiwiediinl NPT (8-27) (8-27) A491

A462



System overview Threading

Type

Tool holder

Dimensions [mm)]

Page

External thread holder

16x16x100 20%x20x125
25x%25x150 32x%25x170
32x32x170 40x40x250

A493

Internal thread holder

16x125%12 16x150x16
16x150x20 20x150x25
20x18B0x25 25%150x32
32x200x40 32x250x40
40%x300x50 50x350x63

A495

External thread holder
(Thin Type)

16x16x100 32x25x170
20x20x125 32x32x170
25x25x150

A497

Internal thread holder
(Thin Type)

16x150x20 32x200x40
20x180x25 32x250x40
25x150%32

A498

A463
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Threadi NJ  Grade overview

Threading
Grade ISO Micro structure Grade description
YBG201 P10-P30 PVD coated P10-P30/M10-M30 carbide substrate for finishing to medium application of
M10-M30 steel and stainless steel. Good wear resistance in a wide application field.
P10-P30 PVD multilayer coated P10-P30/M20-M40/515-525 carbide substrate for finishing to
YBG205 M20 - M40 medium machining of stainless steel, super alloys and steel (milling). Excellent wear
515-525 v resistance and thermal stability in a wide range of applications.
>
A464 '



Application fields of grades Th readi ng

Application fields of grades - threading

1SO

HC' (CVD)

HC' (PVD)

HT

HC?

Ceramic HW

CBN

PCD

PO1

P10

P | P2

 YBG205

~ YBG201

P30

P40

MO1

M10

M | m20

YBG205

YBG201

M30

M40

KO1

K10

K20

K30

NO1

N10

N20

N30

S01

510

520

S30

YBG205

YBG201

HO1

H10

H20

H30

Steel

Non-ferrous metals

Stainless steel

Heat-resistant alloys

Castiron

Hardened materials

HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide

A465
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Th read i ng System code — inserts

R T 22. 01 W

- 3.50

GM

(P) (B)

A466

7

1 2 3 4 5 6 7 8 9
Type Insert shape Insert size [mm)]
Code Description Code 1.C
R Right ¥ A Z special 1 6,35
L Left 16 9,252
22 12,70
2 3
Teeth per cutting edge Application Pitch
Code Description Code Description Code Pitch range (part profile)
01 w External thread A 0,5-1,5mm 48-16 (TPI)
02 N Internal thread AG 05-3,0mm 48-8 (TPI)
G 1,75-3,0mm 14-8 (TPI)
N 3,5-5,0mm 7-5(TPI)
Pitch range [mm] (full profile)
0,50 0,75 1,00 1,25 1,50
1,75 2,00 2,50 3,00 3,50
4,00 4,50 5,00 5,50 6,00
Pitch range (TPI) (full profile)
4568
10 11 11,5 12
14 16 18 19
20 24 27 28
4 5 6
Thread profile
Code Description Chip breaker
GM 1SO metric coarse thread 60°
60 Partial profile 60° 3
55 Partial profile 55°
w Whitworth
UN Unified conventional thread Insert thickness [mm)]
BSPT Whitworth taper pipe thread Code Description
NPT American taper pipe thread B Thin type
NPTF Dryseal American taper pipe thread
R Knuckle thread 30° 9
MJ Thread for aerospace
UNJ Unified screw thread
TR Metrical ISO trapezoidal thread
AC American national thread
STAC STUB-ACME thread
AP AP1 60° thread
RD API round thread
BUT American buttress thread
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RAT*N/W| IC S d
1 635 | 3.18 28
16 9.525| 397 4.4
Threading inserts 22 127 | 556 | 55
ISO metric coarse thread 60° full profile
i
I
External right hand Internal right hand 150 965-1980 DIN 13
Internal left hand External left hand GB-T197-2003 Tolerance: 6g-6H
HC' (PVD) HC (PVD)
1SO Pitch (mm) External - - Internal o
oo =]
o™~ o ™
@ 2 2 2
> > > >
11 - RT11.01N-0.50GM o]
0.50
11 - LT11.01N-0.50GM (]
11 - RT11.01N-0.75GM ]
0.75
11 - LT11.01N-0.75GM ]
11 - RT11.01N-1.00GM 0 e
1.00
11 - LT11.01N-1.00GM [ ]
11 - RT11.01N-1.25GM ]
1.25
11 - LT11.01N-1.25GM [ ]
11 - RT11.01N-1.50GM 0 e
1.50
11 - LT11.01N-1.50GM [ ]
11 - RT11.01N-1.75GM [a]
1.75
1 - LT11.01N-1.75GM [ ]
11 - RT11.01N-2.00GM o e
2.00
11 - LT11.01N-2.00GM [ ]
16 - RT16.01N-0.50GM [a]
0.50
16 - LT16.01N-0.50GM ]
16 - RT16.01N-0.75GM o]
0.75
16 - LT16.01N-0.75GM (]
16 RT16.01W-1.00GM o e RT16.01N-1.00GM [a]
1.00
16 LT16.01W-1.00GM [ ] LT16.01N-1.00GM [ ]
16 RT16.01W-1.25GM (a3 1 RT16.01N-1.25GM o]
1.25
16 LT16.01W-1.25GM L] LT16.01N-1.25GM [ ]
16 RT16.01W-1.50GM o e RT16.01N-1.50GM [ ]
1.50
16 LT16.0TW-1.50GM [ LT16.01N-1.50GM [ ]
16 RT16.01W-1.75GM [ ] RT16.01N-1.75GM ]
1.75
16 LT16.01W-1.75GM [ LT16.01N-1.75GM [ ]
16 2.00 RT16.01W-2.00GM o e RT16.01N-2.00GM O e
e Exstock © Ondemand HC' Coated carbide
System code Ad66 Grade selection A465 Technical info A501 Cutting data A500

A467

Index



Threading inserts

Threading inserts

RAT=N/W| IC 5 d
1 635 | 318 | 28
16 9.525| 397 | 44
22 127 | 556 | 55

Turning

External right hand
Internal left hand

ISO metric coarse thread 60° full profile

Internal right hand
External left hand

1SO965-1980 DIN 13
GB-T197-2003 Tolerance: 6g-6H

A468

>

Z0

HC' (PVD) HC' (PVD)
(=)]
& 1ISO Pitch (mm) External -0 Internal -
= -k 88
= 2 2 2 2
S 2= 2=
16 2.00 LT16.01W-2.00GM ] LT16.01N-2.00GM [
16 RT16.01W-2.50GM o e RT16.01N-2.50GM o e
250
16 LT16.01W-2,50GM L] LT16.01N-2.50GM ]
c 16 RT16.01W-3.00GM o e RT16.01N-3.00GM 0 e
3.00
16 LT16.01W-3.00GM L] LT16.01N-3.00GM L]
22 RT22.01W-3.50GM o RT22.01N-3.50GM O e
350
22 LT22.01W-3.50GM [ ] LT22.01N-3.50GM ®
g‘ 22 RT22.01W-4.00GM oe RT22.01N-4.00GM [ ]
s 4.00
E 22 LT22.01W-4.00GM ] LT22.01N-4.00GM [
22 RT22.01W-4.50GM (s] RT22.01N-4.50GM (s3 }
450
22 LT22.01W-4.50GM o LT22.01N-4.50GM [
22 RT22.01W-5.00GM o RT22.01N-5.00GM o
5.00
22 LT22.01W-5.00GM ] LT22.01N-5.00GM [
D 22 RT22.01W-5.50GM (s] RT22.01N-5.50GM (]
550
22 LT22.01W-5.50GM o LT22.01N-5.50GM [
22 RT22.01W-6.00GM oe RT22.01N-6.00GM o e
6.00
- S 22 LT22.01W-6.00GM L] LT22.01N-6.00GM L]
o .=
g =] e Exstock © Ondemand HC' Coated carbide
c &
¥ 0
7]
b= e
Tool holders
SWR/L SNR/L
E = { %J:-\"‘"
‘c_l.___ f.-
A493-A494 A495-A496
>
@
=
=
System code A466 Grade selection A465 Technical info A501 Cutting data A500



nserts 1hreading

Threading inserts

RAT*N/W| LC 5 d
16 9525| 397 | 44
22 127 | 556 | 55

External right hand
Internal left hand

60° partial profile

Internal right hand
External left hand

HC' (PVD) HC' (PVD)
1SO Pitch (mm) External P Internal M
o o o O
o N o~
2 2 2 2
> > = >
16 RT16.01W-A60 o e RT16.01N-A60 (=]
0.50-1.50
16 LT16.01W-A60 L] LT16.01N-A60 [ ]
16 RT16.01W-AG60 o e RT16.01N-AG60 o]
0.50-3.00
16 LT16.01W-AG60 L] LT16.0TN-AG60 e e
16 RT16.01W-G60 (o} RT16.01N-G60 fa]
16 LT16.01W-G60 L] LT16.01N-G60 ]
1.75-3.00
16 LT16.01W-G60P L] LT16.01N-G60P ]
16 RT16.01W-G60P* 0 o RT16.01N-G60P* o]
22 LT22.0TW-N60P s} -
22 3.50-5.00 | RT22.01W-N60P* [ ] RT22.01N-N60P* [ ]
22 LT22.01W-N60P* LT22.01N-N60P* ]
e Exstock © Ondemand HC' Coated carbide
P*: Inserts with chip-breakers
Tool holders
SWR/L SNR/L
R |
‘e =
-
A495-A496
System code D Ade6 Grade selection A465 Technical info A501 Cutting data A500
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Threading inserts

Threading inserts

RAT=N/W| IC s d

16 9.525| 397 | 44

22 127 | 556 | 55

Turning

o
\/

M

gic

Fg

External right hand
Internal left hand

55° partial profile

Internal right hand
External left hand

HC' (PVD) HC' (PVD)
IS0 Pitch (T.Pi) External s Internal o
o oo oo
ot ~ ™~ 0y
= 28 2 2
3 > > > >
16 RT16.01W-A55 o RT16.01N-A55 o
48-16
16 LT16.01W-A55 L] LT16.01N-A55 o
16 RT16.01W-AG55 L] RT16.01N-AG55 0O e
48-8
16 LT16.01W-AG55 o} LT16.01N-AG55 [
C 16 RT16.01W-G55 (e} RT16.01N-G55 (]
16 LT16.01W-G55 L] LT16.01N-G55 o
14-8
16 LT16.01W-G55P L] LT16.01N-G55P [ ]
16 RT16.01W-G55P* o RT16.01N-G55P* o
(=)]
c 22 RT22.01W-N55P (o] RT22.01N-N55P (o}
= 7-5
E 22 - LT22.01N-N55 (o]
® Exstock o Ondemand HC' Coated carbide
P*: Inserts with chip-breakers
Tool holders
D SWR/L SNR/L
3 f ¥ =
c L \.9_1"’» i
w9 :
E o A493-A494 A495-A496
c &
¥ o
@
b= e
x
3]
=
£
Systemcode »  Ad66 Grade selection »  Ad65 Technicalinfo » A501 Cuttingdata *  AS500

A470



Inserts Threading

Threading inserts

RAT*N/W| LC S d

16 9525| 3.97 | 44 A

Whitworth
e
5
-
R=0.137P
External right hand Internal right hand IS0 228-1:1982  DIN 259
Internal left hand External left hand B.S.84:1956 Tolerance: Medium Class 1 B
HC' (PVD) HC' (PVD)
IS0 Pitch (T.Pi) External i Internal o
o o oo
™~ o~ (o Mo |
2 2 2 2 o
= > > > fo
16 RT16.01W-8W 0 RT16.01N-8W ] E
8.00
16 LT16.01W-8W L] LT16.01N-8W [ ]
16 - RT16.01N-9W o
9.00
16 LT16.01W-9W o} LT16.01N-9W ]
16 RT16.01W-10W o] RT16.01N-10W ]
10.00
16 LT16.01W-10W o LT16.01N-10W (] c
16 RT16.01W-11W o e RT16.01N-11W o e
11.00
16 LT16.01W-11W L] LT16.01N-11W (]
16 RT16.01W-12W o RT16.01N-12W ]
12.00 o
16 LT16.01W-12W o LT16.01N-12W (] =
16 RT16.01W-14W L] RT16.01N-14W o e =
14.00 (&)
16 LT16.01W-14W o} LT16.01N-14W ]
16 RT16.01W-16W 0 e RT16.01N-16W (o3 ]
16.00
16 LT16.01W-16W o LT16.01N-16W (]
e Exstock © Ondemand HC' Coated carbide
Tool holders
SWR/L SNR/L — =
25
) £E
e 8.8
"'\'5_- y;;- = E
A495-A496
B
o
£
Systemcode . A466 Grade selection A465 Technical info .~ A501 Cutting data . A500
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Threading inserts

R/IT=N/W| LC S d
A Threading inserts 16 9525 397 | 44
UN unified conventional thread 60° full profile
7=
=
=
ad
External right hand Internal right hand AS;EB1.1-1989
B Internal left hand External left hand Tolerance: 2A-2B
HC' (PVD) HC' (PVD)
I1SO Pitch (T.Pi) External = I Internal =
== S S
™~ ™~ ™
=) 2 3 2 3
= > > > >
§ 16 RT16.01W-8UN o RT16.01N-8UN 0
8.00
16 LT16.01W-8UN o LT16.01N-8UN o
16 RT16.01TW-10UN (o} RT16.01N-10UN o
10.00
16 LT16.01W-10UN o] LT16.01N-10UN (o)
16 RT16.01W-12UN Lo] RT16.01N-12UN (o)
12.00
c 16 LT16.01TW-12UN o LT16.01N-12UN o
16 RT16.01W-14UN (o} RT16.01N-14UN o
14.00
16 LT16.01W-14UN o LT16.01N-14UN o
16 RT16.01W-16UN v} RT16.01N-16UN 0
()] 16.00
= 16 LT16.01TW-16UN o LT16.01N-16UN o
= 16 RT16.01W-18UN (o} RT16.01N-18UN o
= 18.00
16 LT16.01W-18UN o] LT16.01N-18UN (o)
16 RT16.01W-20UN Lo] RT16.01N-20UN (o)
20.00
16 LT16.01TW-20UN o LT16.01N-20UN o
16 - RT16.01N-24UN o
24.00
16 - LT16.01N-24UN O

® Exstock o Ondemand

(=
™ O
U
= g Tool holders
=
o O SWR/L SNR/L
=
— : f p ]
|
A493-A494 A495-A496

Index

HC' Coated carbide

Technical info AS501
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Inserts Threading

rur=Nw| 1C | s | d
Threading inserts 16 | 9525|397 | 44
BSPT Whitworth taper pipe thread
5

External right hand
Internal left hand

Internal right hand
External left hand

I1SO7-1:1984 B.S.21:1985

Standard BSPT

HC' (PVD) HC' (PVD)
IS0 Pitch (T.Pi) External i Internal o
o o oo
™~ o~ (o Mo |
2 2 2 2
> > > >
16 RT16.01W-11BSPT o RT16.01N-11BSPT ]
11.00
16 LT16.01W-11BSPT L] LT16.01N-11BSPT o
16 RT16.01W-14BSPT o] RT16.01N-14BSPT o
14.00
16 LT16.01W-14BSPT o} LT16.01N-14BSPT o
16 RT16.01W-19BSPT (o} RT16.01N-19BSPT ]
19.00
16 LT16.01W-19BSPT o LT16.01N-19BSPT o
16 RT16.01W-28BSPT o] RT16.01N-28BSPT
28.00
16 LT16.01W-28BSPT o} LT16.01N-28BSPT (o}
e Exstock © Ondemand HC' Coated carbide
Tool holders
SWR/L SNR/L
’ \ = ( ——
| =
A493-A494 A495-A496
Systemcode . A466 Grade selection A465 Technical info A501 Cutting data ) A500
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Turning

Threading inserts

RAT=N/W| IC 5 d
16 9.525| 397 | 44

Threading inserts

Milling

A

Drilling

O

Technical
Information

Index

NPT American taper pipe thread
S
@ dt
External right hand Internal right hand ASME B1.20.1-1983
Internal left hand External left hand Standard NPT
HC' (PVD) HC' (PVD)
1SO Pitch (T.Pi) External = I Internal =
oo ==
™~ ™~ ™~ ™
2 2 2 8
> > > >
16 RT16.01W-8NPT o RT16.01N-8NPT o
8.00
16 LT16.01W-8NPT o LT16.01N-8NPT o
16 RT16.01W-11.5NPT (o] RT16.01N-11.5NPT o
11.50
16 LT16.01W-11.5NPT o LT16.01N-11.5NPT (e}
16 RT16.01W-14NPT (ol o] RT16.01N-14NPT (o}
14.00
16 LT16.01TW-14NPT o LT16.01N-14NPT o
16 RT16.0TW-18NPT (o] RT16.01N-18NPT o
18.00
16 LT16.01TW-18NPT o} LT16.01N-18NPT (s}
16 RT16.01TW-27NPT Lo} RT16.01N-27NPT o]
27.00
16 LT16.01TW-27NPT o LT16.01N-27NPT o
® Exstock © Ondemand HC' Coated carbide
Tool holders
SWR/L SNR/L
A
| \'.5'. g
A493-A494 A495-A496
Systemcode . A466 Grade selection A465 Technical info A501 Cutting data > AS00
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nserts 1hreading

RALT**N/W

L.C

16

9.525

3.97

44

Threading inserts

NPTF dryseal American taper pipe thread 60°

s S
(€D il | 469),
N W T
External right hand Internal right hand ASME B1.20.1-1983
Internal left hand External left hand Tolerance: 2
HC' (PVD) HC' (PVD)

IS0 Pitch (T.Pi) External i Internal o

o o oo

™~ o~ (o Mo |

2 2 2 2

> > > >
16 8.00 - RT16.01N-8NPTF ]
16 11.50 RT16.01W-11.5NPTF o RT16.01N-11.5NPTF o
16 14.00 RT16.01W-14NPTF o] RT16.01N-14NPTF o
16 18.00 RT16.01W-18NPTF o} RT16.01N-18NPTF o
16 27.00 - RT16.01N-27NPTF (o]}

e Exstock © Ondemand HC' Coated carbide
Tool holders
SWR/L SNR/L
Al
-
A495
System code D Ade6 Grade selection A465 Technical info A501 Cutting data A500

A475

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

A

Drilling

O

Technical
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Index

Threading inserts

R/AT*N/W/| LC S d
Threading inserts 16 9525|397 | 44
R knuckle thread 30°
30° -
3 _ s
a\ 1.c ﬁ 21.c
l’ / 1| == ad m:'h | = ad
il S il R=0.23851P
External right hand Internal right hand DIN 405
Internal left hand External left hand Tolerance: 7
HC' (PVD) HC' (PVD)
1SO Pitch (T.Pi) External o i Internal =
S o S o
™~ ™~ ™~ ™~
28 28
> > = >
16 6.00 RT16.01W-6R o RT16.01N-6R [olle]
16 8.00 RT16.01W-8R o RT16.01N-8R o 0
16 10.00 RT16.01W-10R (o] RT16.01N-10R (v 2]
® Exstock o Ondemand HC' Coated carbide
Tool holders
SWR/L SNR/L
4 S f s
ol
A495
Systemcode »  Ad66 Grade selection »  Ad65 Technicalinfo » A501 Cuttingdata *  AS500

A476




Inserts Threading

RAT*N/W| IC ) d
Threading inserts 16 |9525] 397 | 44
MJ thread for aerospace
External right hand ISO 5855-1999
Internal left hand Tolerance: 4
HC' (PVD) HC' (PVD)
IS0 Pitch (mm) External i Internal o
oo oo
™~ o~ (o Mo |
2 2 2 2
> > > >
16 1.50 RT16.01W-1.50M) o -
16 2.00 RT16.01W-2.00M) o -
e Exstock © Ondemand HC' Coated carbide
Tool holders
SWR/L
_\l : 1
II..-. vl
A493
Systemcode . A466 Grade selection A465 Technical info A501 Cutting data ) A500
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Threading inserts

RAT=N/W| IC s d

A Threading inserts 16 9525 397 | 44
UNJ unified screw thread
€ 2
2 ,|‘ d
N
External right hand IS0 3161-1999
B Internal left hand Tolerance: 3A
HC' (PVD) HC' (PVD)
I1SO Pitch (T.Pi) External = I Internal =
oo ==
™~ ™~ ™~ ™
o 2 2 2 8
= > > > >
§ 16 10.00 RT16.01TW-10UNJ o -
16 12.00 RT16.01W-12UNJ o -
16 14.00 RT16.0TW-14UNJ (o] -
16 18.00 RT16.01W-18UNJ o -
16 20.00 RT16.01W-20UNJ o -
c 16 24.00 RT16.01W-24UNJ o -
16 28.00 RT16.0TW-28UNJ (o] -
16 32.00 RT16.01W-32UNJ (e} -
e Exstock o Ondemand HC' Coated carbide
(=)]
£
E
()
Tool holders
SWR/L
A493
c
™ O
=
£E
¥ o
@
b= e
x
3]
=
£
System code A466 Grade selection A465 Technical info A501 Cutting data A500
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Inserts Threading

Threading inserts

RAT*N/W| LC

16 9.525

3.97

44

TR metrical 1SO trapezoidal thread 30°

S
External right hand Internal right hand 150 2901-2904
Internal left hand External left hand Tolerance: 7
HC' (PVD) HC' (PVD)
IS0 Pitch (mm) External i Internal o
o o oo
™~ o~ (o Mo |
2 2 2 2
> > > >
16 1.50 RT16.01W-1.50TR o RT16.01N-1.50TR [ ]
16 2.00 RT16.01W-2.00TR o o RT16.01N-2.00TR o o
16 3.00 RT16.01W-3.00TR 0 0 RT16.01N-3.00TR o e
e Exstock © Ondemand HC' Coated carbide
Tool holders
SWR/L SNR/L
- \— il : L {"':—/I
=g =
A493 A495
Systemcode . A466 Grade selection A465 Technical info A501 Cutting data ) A500

A479
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Turning

Milling

A

Drilling

O

Technical
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Threading inserts

Threading inserts

RAT=N/W| IC s d

16 9.525| 397 | 44

ACME American national thread 29°

ad
RO370TF |
External right hand Internal right hand ANSI B1.5-1988
Internal left hand External left hand Tolerance: 2G
HC' (PVD) HC' (PVD)
1SO Pitch (T.Pi) External o i Internal =
oo ==
™~ ™~ ™~ ™
2 2 2 8
> > > >
16 8.00 RT16.01W-8AC o RT16.01N-8AC lo]
16 10.00 RT16.01W-10AC o RT16.01N-10AC o
16 12.00 RT16.01W-12AC (o] RT16.01N-12AC o
16 14.00 RT16.01W-14AC o RT16.01N-14AC (e}
16 16.00 RT16.01W-16AC Lo} RT16.01N-16AC o
e Exstock o Ondemand HC' Coated carbide
Tool holders
SWR/L SNR/L
S\ 2 P
O | -{ o
E |
A493 A495
Systemcode . A466 Grade selection A465 Technicalinfo .~ AS501 Cutting data > AS00

A 480



Inserts Threading

Threading inserts

RAT*N/W| LC S d

16 9525| 3.97 | 44

External right hand
Internal left hand

STUB-ACME thread

Internal right hand
External left hand

ANSI B1.8-1988
Tolerance: API Standard

HC' (PVD) HC' (PVD)
IS0 Pitch (T.Pi) External i Internal o
o o oo
™~ o~ (o Mo |
2 2 2 2
> > > >
16 8.00 RT16.01W-85TAC o RT16.01N-85TAC ]
16 10.00 RT16.01W-10STAC o RT16.01N-10STAC o
16 12.00 RT16.01W-12STAC o] RT16.01N-125TAC o
16 14.00 RT16.01W-14STAC o} RT16.01N-145TAC o
16 16.00 RT16.01W-165TAC (o} RT16.01N-165TAC (o]}
e Exstock © Ondemand HC' Coated carbide
Tool holders
SWR/L SNR/L
o s
O
A493 A495
Systemcode . A466 Grade selection A465 Technical info A501 Cutting data ) A500
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Threading inserts

A482

o~

ZCC-CT

R/IT=N/W| IC S d
A Threading inserts 22 127 | 556 | 55
API 60° thread
g’! 5 & S
= /( 21.c
5 i
= : . od N
“‘ 907 ]”a
External right hand Internal right hand Me = taper, 2i.p.f-4°46, 3i.p.f-7°01'
B Internal left hand External left hand APISPEC7:1990 Tolerance: API Standard
HC' (PVD) HC' (PVD)
1SO Pitch (T.Pi) External o i Internal =
oo ==
™~ ™~ ™~ ™
o 2 2 2 8
£ > > > >
E 22 RT22.01W-4AP382 o RT22.01N-4AP382 o
22 RT22.01W-4AP383 o RT22.01N-4AP383 o
4.00
22 RT22.01W-4AP502 (o} RT22.01N-4AP502 o
22 RT22.01W-4AP503 o RT22.01N-4AP503 (]
22 5.00 RT22.01W-5AP403 o RT22.01N-5AP403 o
C ® Exstock o Ondemand HC' Coated carbide
Tool holders
(=)]
£ SWR/L SNR/L
E
(] = il
o G
| ;_"-.r > IJ'-: ﬁ,—v"/
A493 A495
c
™ O
=
£t
(=]
b= e
x
3]
=
£
System code A466 Grade selection .* A465 Technical info © A501 Cutting data . A500



nserts 1hreading

Threading inserts

RAT*N/W| LC 5 d
16 9525| 397 | 44
22 127 | 556 | 55

API round thread

60 s 60° g
a1.c PN alc
‘\‘ ,/ wd n.\‘ ’Aﬁ od A L A
| l ga;f 1°47"
External right hand Internal right hand APl spec.5B
Internal left hand External left hand Tolerance: APIRD
HC' (PVD) HC' (PVD)

1SO Pitch (T.Pi) External P Internal M
oo ==
o~ N
2 2 2 2
> > = >

16 8.00 RT16.01W-8RD o RT16.01N-8RD (=]

16 10.00 RT16.01W-10RD o} RT16.01N-10RD ]

22 8.00 RT22.01W-8RD (o] RT22.01N-8RD o]

22 10.00 RT22.01W-10RD o} RT22.01N-10RD (]

e Exstock © Ondemand HC' Coated carbide
Tool holders
SWR/L SNR/L
>
l'\f-:_f/
A493 A495
System code D Ade6 Grade selection A465 Technical info A501 Cutting data A500
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Turning

Milling

N

Drilling

O
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Threading inserts

Threading inserts

RAT=N/W| IC 5 d
22 127 | 556 | 55

APl American buttress thread

13 s 13° s
~ 21.c o= ic =
) ¢d)
l - ad - ' ed
W W
External right hand Internal right hand Me=taper 3/4i.pf-1°47"-1°47' for @ 4 1/2-13 3/8"
Internal left hand External left hand 1i.pf--2°23' for @16" SEPC.5B.1979 Tol.: API Std.
HC' (PVD) HC' (PVD)

1SO Pitch (T.Pi) External o i Internal =
=] oo
™~ ™~ ™~ ™
2 2 2 8
> > > >

22 5.00 RT22,01W-5BUT o RT22.01N-5BUT o

e Exstock o Ondemand HC' Coated carbide
Tool holders
SWR/L SNR/L
A495
System code . A466 Grade selection .* A465 Technical info > A501 Cutting data A500
g
A4sa e ol

ZCC-CT



Inserts Threading

Threading inserts (thin type)

RALT**N/W

L.C S

16

9.525| 3.52

ISO metric coarse thread 60° full profile (thin type)

External right hand
Internal left hand

60°
S
a1c
i ed

Internal right hand
External left hand

1SO 965-1980 DIN 13

GBT197-2003 Tolerance: 6g/6H

HC' (PVD) HC' (PVD)
1SO Pitch (mm) External B i Internal Bl
SR & &
16 0.50 RT16.01W-0.50GMB 0 o RT16.01N-0.50GMB (s s
16 0.75 RT16.01W-0.75GMB o 0 RT16.01N-0.75GMB 0 o
16 RT16.01W-1.00GMB 0 o RT16.01N-1.00GMB o o
16 10 . RT16.01N-1.00GMPB o
16 1.25 RT16.01W-1.25GMB 0 o RT16.01N-1.25GMB o0
16 RT16.01W-1.50GMB o 0 RT16.01N-1.50GMB (]
16 e RT16.01W-1.50GMPB* |0 © -
16 1.75 RT16.01W-1.75GMB 0 o RT16.01N-1.75GMB 0 0
16 RT16.01W-2.00GMB 0 o RT16.01N-2.00GMB 0 0
16 o . RT16.01N-2.00GMPB* oo
16 2.50 RT16.01W-2.50GMB 0 o RT16.01N-2.50GMB o o
16 RT16.01W-3.00GMB 0 0 RT16.01N-3.00GMB o 0
16 = - RT16.01N-3.00GMPB* ]
® Exstock © Ondemand HC' Coated carbide
PB*: Inserts with chip-breakers
Tool holders
SWR SNR
\
\ o
A497 A498
Systemcode . A466 Grade selection A465 Technical info .~ A501 Cutting data \ A500
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Turning

Milling

N

Drilling

O
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Threading inserts

Threading inserts (thin type)

R/ILT*=N/W

1.C s

16

9.525 | 3.52 4

External right hand
Internal left hand

60° partial profile (thin type)

-
\/

D

adt

Internal right hand
External left hand

HC' (PVD) HC' (PVD)
ISO Pitch (mm) External ~ w0 Internal =
o o o o
™~ ™~ ™~ ™
2 2 2 8
> > > >
16 0.50-1.50 | RT16.01W-A60B o RT16.01N-A60B lo]
16 RT16.01W-AG60B o RT16.01N-AG60B o
0.50-3.00
16 RT16.01W-AG60PB* (o] -
16 1.75-3.00 | RT16.01W-G60B o RT16.01N-G60B (e}
® Exstock o Ondemand HC' Coated carbide
PB*: Inserts with chip-breakers
Tool holders
SWR SNR
- T
\
A498
Grade selection > A465 Technicalinfo > AS01 Cuttingdata > AS00

System code o A466

A 486

o~

ZCC-CT



nserts 1hreading

Threading inserts (thin type)

RALT**N/W

L.C S d

16

9.525| 3.52

55° partial profile (thin type)

G.
\/ .
a.c
od I @ od
External right hand Internal right hand
Internal left hand External left hand
HC' (PVD) HC' (PVD)
1SO Pitch (T.Ri) External B i Internal Bl
oo oo
™~ o~ (o Mo |
8 2 28
= > >
16 48-16 RT16.01W-A55B o RT16.01N-A55B ]
16 RT16.01W-AG55B o RT16.01N-AG55B o
48-8
16 RT16.01W-AG55PB 0 o -
16 14-8 RT16.01W-G55B o} RT16.01N-G55B ]
® Exstock © Ondemand HC' Coated carbide
PB*: Inserts with chip-breakers
Tool holders
SWR SNR
4 g
A498
Systemcode P Ad66 Gradeselection .~ A465 Technicalinfo * AS501 Cuttingdata *  A500
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Threading inserts

Threading inserts (thin type)

RAT=N/W| IC 5
16 9.525 | 3.52 4

55°
\/

%

External right hand
Internal left hand

Whitworth (thin type)

55°

Internal right hand
External left hand

R=0.137P

1SO965-1980 DIN 13
GB-T 197-2003 Tolerance: Medium Class A

HC' (PVD) HC' (PVD)
ISO Pitch (T.Pi) External o~ 0 Internal =
& & ]S
g g3
16 8.00 RT16.01W-8WB o RT16.01N-8WB 0
16 9.00 RT16.01W-9WB o RT16.01N-9WB o
16 10.00 RT16.01W-10WB (o} RT16.01N-10WB o
16 RT16.01W-11WB oo RT16.01N-11WB o
16 11.00 - RT16.01N-11WPB o
16 - RT16.01N-11WPB* (e}
16 12.00 RT16.01W-12WB (o} RT16.01N-12WB o
16 RT16.01W-14WB o RT16.01N-14WB o
16 e - RT16.01N-14WPB* o
16 16.00 RT16.01W-16WB o RT16.01N-16WB = ills}
® Exstock o Ondemand HC! Coated carbide
PB*: Inserts with chip-breakers
Tool holders
SWR SNR
) v
A497 A498
Systemcode . A466 Grade selection A465 Technicalinfo * A501 Cutting data > AS00

A 488



nserts 1hreading

Threading inserts (thin type)

RAT*N/W| LC

16 9.525

3.52

UN unified conventional thread 60° full profile (thin type)

50.
s S g
a.c =
5
-
od od
External right hand Internal right hand ASME B1.1-1989
Internal left hand External left hand Tolerance: 2A/2B B
HC' (PVD) HC' (PVD)
1SO Pitch (T.Ri) External B i Internal Bl
oo oo
™~ o~ (o Mo |
2 2 2 2 o
> > > > fo
16 8.00 RT16.01W-8UNB o RT16.01N-8UNB ] E
16 10.00 RT16.01W-10UNB o RT16.01N-10UNB o
16 12.00 RT16.01W-12UNB o] RT16.01N-12UNB o
16 14.00 RT16.01W-14UNB o} RT16.01N-14UNB o
16 16.00 RT16.01W-16UNB (o} RT16.01N-16UNB (o]}
16 18.00 RT16.01W-18UNB o RT16.01N-18UNB o C
16 20.00 RT16.01W-20UNB o] RT16.01N-20UNB o
16 24.00 - RT16.01N-24UNB (5]
e Exstock © Ondemand HC' Coated carbide
o
£
E
o
Tool holders
SWR SNR
> D
A498
=6
25
£ E
£ 5
=
B
o
£
System code D Ade6 Grade selection A465 Technical info A501 Cutting data A500
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Threading inserts

RAT*N/W| 1.C S
Threading inserts (thin type) 16 |9525|352| 4
BSPT Whitworth taper pipe thread (thin type)
a1c
oK
90/~ 1°4?’J

External right hand

Internal right hand

ASME B1.1-1989

Internal left hand External left hand Standard BSPT
HC' (PVD) HC' (PVD)
ISO Pitch (T.Pi) External ~ 5 Internal =
== ==
™~ ™~ ™~ ™
2 2 2 8
> > > >
16 11.00 RT16.01W-11BSPTB o0 RT16.01N-11BSPTB o 0
16 RT16.01W-14BSPTB o RT16.01N-14BSPTB (s}
14.00
16 RT16.01W-14BSPTPB* | O RT16.01N-14BSPTPB* o o
16 19.00 RT16.01W-19BSPTB o RT16.01N-19BSPTB (e}
16 28.00 RT16.01W-28BSPTB Lo} RT16.01N-28BSPTB (o}
e Exstock o Ondemand HC' Coated carbide
PB*: Inserts with chip-breakers
Tool holders
SWR SNR
> f _'_'jf:-
| o
A497 A498
Systemcode . A466 Grade selection A465 Technical info A501 Cutting data > AS00
<
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Inserts Threading

Threading inserts (thin type)

RAT*N/W| LC S d
16 9.525| 3.52

NPT American taper pipe thread (thin type)

60° 60°
s S g
v aic =
5
-
@ od 0
External right hand Internal right hand ASME B1.20.1-1983
Internal left hand External left hand Standard NPT B
HC' (PVD) HC' (PVD)
1SO Pitch (T.Ri) External B i Internal Bl
oo oo
™~ o~ (o Mo |
8 2 28 o
> > > > fo
16 8.00 RT16.01W-8NPTB o RT16.01N-8NPTB ] E
16 RT16.01W-11.5NPTB o RT16.01N-11.5NPTB o
11.50
16 - RT16.01N-11.5NPTPB* o
16 RT16.01W-14NPTB 0 0 RT16.01N-14NPTB o
14.00
16 - RT16.01N-14NPTPB* o0
16 18.00 RT16.01W-18NPTB o RT16.01N-18NPTB o c
16 27.00 RT16.01W-27NPTB o] RT16.01N-27NPTB o
e Exstock © Ondemand HC' Coated carbide
PB*: Inserts with chip-breakers
(=)]
£
Tool holders E
SWR SNR
Y gt =
A497 A498 D
=6
25
£ E
£ 5
Fs
&
e
£
Systemcode . A466 Grade selection A465 Technical info A501 Cutting data ) A500

A491



Th readi ng System code — tool holders

S W R 20 20 K 16 (B)

1 2 3 4 5 6 7 8
- Clamping system Application
c
e Code Description Code Description
—
= w External thread tool holder
S Screw clamping Eﬁ N Internal thread tool holder
B C Top clamping ﬁ
1 2
- Cutting direction Shank height h [mm] Shank width b [mm]
c
: L
" [T
4 b
? b}
C T
3 4 5
— Shank length L [mm] Insert size [mm]
éc' 1 Code Height
- 16 9,525
Code L 22 12,7
H 100
K 125
D M 150
P 170
Q 180
R 200
c
®.© ) 250
c T 300
£¢
o
Qg 6 7
Holder for thin thread inserts
E (B type)
8
x
v
©
i

A492




Threading tool holders Th readi ng

Threading tool holder (external)

SWR/L
] 3 10°
h i g a
I'-E . - b
L
ks
Dimensions [mm] Inserts
Article % | Stock 2.
a b L h 3 =
oy 5
SWR1616H16 L] 16 16 100 16 20 RT16.01W-****
SWR2020K16 [ 20 20 125 20 25 RT16.0TW-****
SWR2525M16 ® 25 25 150 25 32 RT16.0TW-****
SWR3225P16 L 32 25 170 32 32 RT16.01W-**=**
SWR3232P16 ® 32 32 170 32 40 RT16.01W-****
SWR2525M22 [ 25 25 150 25 32 RT22.07TW-*#**
SWR3225P22 L 32 25 170 32 32 RT22.071W-*#**
SWR3232P22 [ 32 32 170 32 40 RT22.071W-****
SWR4040522 O 40 40 250 40 50 RT22.07TW-*#**
® Ex stock © On demand
= With internal cooling
Spare parts
Insert RT16.01W-**** RT22.071W-**=*
h 16-32 25-40
v Sarane 160M3.5x12 160M5x17
(2.7 Nm) (6.7 Nm)
@' Screw (shim) SM4x8C SM5%8.5C
a Shim MT16-_M MT22-__M
¢ | Wrench (screw) WT15IP WT201P
Insert
iy
Medium Cut
A467
System code A492 Grade selection A465 Technical info A501 Cutting data AS00
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Th readi ng Threading tool holders

Threading tool holder (external)

SWR/L

~ 110°

Turning

\{ . .
i
L
B Dimensions [mm] Inserts
Article se | Stock 5
a b L h s =
o SWL1616H16 ° 16 16 100 16 20 LT16.01W-**==
o
g SWL2020K16 L] 20 20 125 20 25 LT16.01W-***=
= SWL2525M16 ® 25 25 150 25 32 LT16.01W-*#**
SWL3225P16 L 32 25 170 32 32 LT16.01W-***=
SWL3232P16 (s] 32 32 170 32 40 LT16.01W-*#***
SWL2525M22 ® 25 25 150 25 32 LT22.0TW-*#**
SWL3225P22 (5] 32 25 170 32 32 LT22.071W-*#**
C SWL3232P22 ® 32 32 170 32 40 LT22.01W-***=
SWL4040522 (o] 40 40 250 40 50 LT22.01W-*#*
® Ex stock © On demand
% With internal cooling
o))
4
§ Spare parts
Insert LT16.0TW-**=% LT22.01W-****
h 16-32 25-40
w i 160M3.5x12 160M5x17
(2.7 Nm) (6.7 Nm)
D @ | screw shim) SM4x8C SM5x8.5C
a Shim MT16-__M MT22-_ M
= < | Wrench (screw) WT15IP WT201P
™ 9
o
£ E
¥ 0
@
b= c
== Insert
5-3_ i
E Medium Cut
Ad67
x
[
=
=
System code A492 Grade selection Ad65 Technical info A501 Cutting data AS500
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Threading tool holders Th readi ng

Threading tool holder (internal)

SNR/L

' { gl = )
\,\. : ?y,w/ s% : &
Dimensions [mm] Inserts
Article sz | Stock 5
od b L h 5 Ly D :
SNROO16K11 ® 16 16 125 15 10 209 12 RT11.01N-****
SNROO16M11 L] 16 155 150 15 105 259 16 RT11.01N-*#**
SNROO16M16 L] 16 155 150 15 12 27 20 RT16.01N-*#**
SNR0OO20M16 @ 20 19 150 18 14 287 25 RT16.01N-*=**
SNR0020Q16 @ 20 19 180 18 14 34 25 RT16.01N-****
SNR0O025M16 @ 25 24 150 23 17 288 32 RT16.01N-**#*
SNROO32R16 L] 32 31 200 30 22 309 40 RT16.01N-****
SNR0032516 ® 32 31 250 30 22 309 40 RT16.01N-**=*
SNR0040T16 L] 40 385 300 37 27 315 50 RT16.01N-****
SNR0OO50U16 (o] 50 495 350 49 35 40.2 63 RT16.01N-****
SNR0020Q22 L] 20 215 180 18 15 35 25 RT22.01N-*##*
SNR0O025R22 L] 25 24 200 23 19 39 32 RT22.01N-*=**
SNR0032522 ® 32 31 250 30 22 364 40 RT22.01N-*=**
SNR0O040T22 L] 40 385 300 37 27 37.2 50 RT22.01N-*#**
SNR0OO50U22 L] 50 485 350 47 35 426 63 RT22.01N-*#**
® Ex stock © On demand
= With internal cooling
Spare parts
Insert RT11.01N-**** RT16.01N-**** RT16.01N-**** RT22.01N-**** RT22.071N-****
od 16 16 20-50 20 25-50
w Skt 160M2.5%6.5 160M3.5x8 I60M3.5x12 160M5x10 160M5x17
(1.0 Nm) (2.7 Nm) (2.7 Nm) (6.7 Nm) (6.7 Nm)
@ | screw (shim) SM4x8C SM5x8.5C
a Shim MT16-__M MT22-__M
v)/ " | Wrench (screw) WTO7IP WT15IP WT15IP WT20IP WT20IP
Insert
P
Medium Cut
A467
System code A492 Grade selection A465 Technical info A501 Cutting data AS00
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Th readi ng Threading tool holders

Threading tool holder (internal)

SNR/L
&w ' j“"fﬁ
@ ?’“’“’/
\J’_, =
Dimensions [mm] Inserts
Article sz | Stock &
ed b L h s L, Din %
il |
SNLO016K11 . 16 16 125 15 10 209 12 LT11.01N-**=*
SNLOO16M11 ] 16 155 150 15 105 259 16 LT11.01N-***=*
SNLO016M16 ] 16 155 150 15 12 27 20 LT16.01N-****
SNLOO20M16 o 20 19 150 18 14 287 25 LT16.01N-****
SNL0020Q16 [ 20 19 180 18 14 34 25 LT16.01N-****
SNLO025M16 [ 25 24 150 23 17 288 32 LT16.01N-****
SNLOO032R16 L] 32 31 200 30 22 30.9 40 LT16.01N-****
SNL0032516 O 32 31 250 30 22 309 40 LT16.01N-****
SNL0040T16 L] 40 385 300 37 27 315 50 LT16.01N-****
SNLOO50U16 o 50 495 350 49 35 40.2 63 LT16.01N-**=*
SNL0020Q22 ] 20 215 180 18 15 35 25 LT22.01N-****
SNL0O025R22 (o] 25 24 200 23 19 39 32 LT22.01N-****
SNL0032522 [ 32 31 250 30 22 364 40 LT22.01N-**=*
SNL0040T22 L] 40 385 300 37 27 372 50 LT22.01N-****
SNLOO50U22 L] 50 485 350 47 35 426 63 LT22.07N-**==*
® Ex stock © On demand
% With internal cooling
Spare parts
Insert LT11.01N-*=*= LT16.01 N-*¥** LT16.07 N-**** LT22.01N-**** LT22.01N-*¥**
od 16 16 20-50 20 25-50
w Ca 160M2.5%6.5 160M3.5x8 160M3.5x12 I60M5x10 160M5x17
(1.0 Nm) (2.7 Nm) (2.7 Nm) (6.7 Nm) (6.7 Nm)
@ | screw (shim) SMAx8C SM5x8.5C
a Shim MT16-_M MT16-__M
3/ Wrench (screw) WTO71P WT15IP WT15IP WT201P WT20IP
Insert
-zt |
Medium Cut
Ad67
System code A492 Grade selection A465 Technical info A501 Cutting data A500

A496




Threading tool holders Threadi ng

Threading tool holder (external)

SWR-B Thin Type

— % 10°

A\ h i g a
i i
Dimensions [mm] Inserts
Article % | Stock 1
a b L h 5 ‘
SWR1616H16B L] 16 16 100 16 20 RT16.01W-****B
SWR2020K16B [ ] 20 20 125 20 25 RT16.01W-****B
SWR2525M16B ® 25 25 150 25 32 RT16.01W-****B
SWR3225P16B L] 32 25 170 32 32 RT16.01W-****B
SWR3232P16B ® 32 32 170 32 40 RT16.01W-****B
® Ex stock © On demand
= With internal cooling
Spare parts
Insert RT16.01W-****g
h 16-32
"‘ Screw 160M3.5x12TT
(2.7 Nm)
@ Screw (shim) SM4x8C
4 2
a Shim MT16-_M
;/ " | Wrench (screw) WT15IP
Insert
Medium Cut
A486
System code A492 Grade selection A465 Technical info A501 Cutting data A500
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Th readi ng Threading tool holders

Threading tool holder (internal)

SNR-B Thin Type

Dimensions [mm] Inserts
sk | Stock
od | b L h s L | D ‘
SNROO16M16B . 16 155 150 15 12 27 20 RT16.01N-****B
SNR0020Q16B [ 20 19 180 18 14 34 25 RT16.01N-****B
SNR0O025M16B [ 25 24 150 23 17 288 32 RT16.01N-****B
SNROO32R16B L 32 3 200 30 22 309 40 RT16.01N-****B
SNR0032516B [ 32 n 250 30 22 309 40 RT16.01N-****B
® Ex stock © On demand
s With internal cooling
Spare parts
Insert RT16.01N-****g RT16.01N-****p
od 16 20-32
w Screw 160M3.5x08TT
(2.7 Nm)
" Screw 160M3.5x12TT
(2.7 Nm)
@ Screw (shim) SM4x8C
a Shim MT16-__M
< | Wrench (screw) WT15IP WT15IP
Grade selection Technical info A501 Cutting data AS500

System code A492

A498

>
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Th readi ng Recommended cutting data

Threading inserts

Starting values for cutting speed v, [m/min]

a
2
Brinell | & HE EVD)
Material group Compaosition / structure / heat treatment hardness =
HB £
F YBG201 YBG205
=
approx.0,15% C annealed 125 1 190 190
approx. 0,45 % C annealed 190 175 175
Unalloyed steel approx. 0,45 % C tempered 250 3 145 145
approx. 0,75 % C annealed 270 4 140 140
approx. 0,75%C tempered 300 5 135 135
P annealed 180 & 170 170
tempered 275 7 125 125
Low-alloyed steel
tempered 300 8 115 115
tempered 350 9 105 105
High-alloyed steel and high-alloyed annealed 200 10 125 125
tool steel hardened and tempered 325 n 95 95
ferritic/martensitic annealed 200 12 165 165
martensitic tempered 240 13 135 135
M Stainless steel
austenitic quench hardened 180 14 155 155
austenitic-ferritic 230 15 135 135
perlitic/ferritic 180 16 240 240
Grey cast iron - =
perlitic (martensitic) 260 17 185 185
ferritic 160 18 220 220
K Cast iron with spheroidal graphite
perlitic 250 19 165 165
ferritic 130 20 175 175
Malleable cast iron
perlitic 230 21 165 165
cannot be hardened 60 22 800 800
Aluminium wrought alloys
hardenable hardened 100 23 600 600
< 12% Si, cannot be hardened 75 24 320 320
N Cast aluminium alloys = 12% 5i, hardenable hardened 90 25 240 240
> 12% Si, cannot be hardened 130 26 160 160
machining steel, PB> 1% 110 27 160 160
Copper and copper alloys
(bronse/brace] CuZn, CuSnZn 90 28 600 600
CuSn, Pb-free copper, electrolytic copper 100 29 200 200
annealed 200 30 95 95
Fe-based alloys
hardened 280 31 50 50
Heat-resistant alloys annealed 250 32 80 80
S Ni or Co bass hardened 350 33 70 70
cast 320 34 70 70
pure titanium Ry 400 35 145 145
Titanium alloys
aand p alloys hardened Rm 1050 36 50 50
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Not

o

A500

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D11.

: The given cutting values are guide values, which were determined under ideal conditions.

HC Coated carbide
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TECh nical information Trouble shooting - turning

Trouble shooting - general turning

Fig. Type of wear Effects Reason Countermeasure
Flank wear - Bad surface quality and - Grade not wear-resistant enough ~ Grade with higher wear-resistance
dimensional stability - Cutting speed too high - Reduce cutting speed
142 - Increase of cutting force - Clearance angle too small - Increase clearance angle
- Feed rate too low — Reduce feed rate
Crater wear - Bad surface quality and chip| - Grade not wear-resistant enough - Grade with higher wear-resistance
3 control - Cutting speed too high - Reduce cutting speed
- Feed rate too low - Reduce feed rate
Chipping - Unstable tool life - Grade too hard ~ Grade with higher toughness
- Sudden breakage of cutting| - Feed rate too high — Reduce feed rate
edge - Cutting edge not stable enough ~ Change honing of cutting edge
4 — Stability of the holder or tension insuf- - Use a more stable tool holder
ficient
Breakage - Increase of cutting force - Grade too hard - Grade with higher toughness
- Bad surface quality and - Feed rate too high ~ Reduce feed rate
dimensional stability - Cutting edge not stable enough - Change honing of cutting edge
5 — Stability of the holder or tension insuf- ~ Use a more stable tool holder
ficient
Plastic - Bad dimensional stability - Grade not wear-resistant enough - Grade with higher toughness
deformation - Damage to cutting edge - Cutting speed too high - Reduce cutting speed
6 - Cutting depth and/or feed rate too high | - Reduce cutting depth and feed rate
- Temperature on the cutting edge too - Grade with higher heat-resistance
high
Welding - Increase of cutting force - Cutting speed too low - Increase cutting speed
7 - Bad surface quality - Cutting edge not sharp enough - Increase rake angle
- Grade not suitable - Use a more suitable grade
Thermal cracks - Breakage due to thermal — Temperature fluctuation when machining| - Dry machining
interaction, often caused - Grade too hard - Grade with higher toughness
8 when cutting is interrupted
(milling)
Notch wear - Burr formation - Damage through chips (jagged edges) - Grade with higher wear-resistance
- Increase of cutting force - Feed rate and cutting speed too high - Increase rake angle to get a sharper
9 cutting edge
- Reduce cutting speed
Flaking (coating) | - Often appears when ma- - Cutting edge adhesion and chipping - Increase rake angle to get a sharper
10 chining hardened materials | - Bad chip removal cutting edge
or caused by vibration - Chip breaker with bigger chip space
>
As502 AV



Trouble shooting - turning Technical information

Trouble shooting - PCBN & PCD

Countermeasure
Type of wear
Geometry Cutting condition
Flank wear - Sharper cutting edge for reduced cutting force | - Reduce cutting speed
- Smaller negative chamfer - Increase feed rate to reduce operation time
- Use positive inserts
Notch wear - Bigger radius - Use "method of altering feed rate"

Crater wear/breakage due to crater
wear

- Sharper cutting edge for reduced cutting force

- Reduce cutting speed
- Increase feed rate to minimise operation time and
to increase distance between cutting edge and crater

Chipping due to rough condition
or vibration

- Bigger negative chamfer angle and/or honed
chamfer

- Increase feed rate to reduce number of hits

Flaking

- Sharper cutting edge to reduce cutting force
- Smaller negative chamfer
- Use positive inserts

- Increase feed rate to reduce operation time

Thermal crack/breakage

- Sharper cutting edge for reduced cutting force
- Smaller negative chamfer
- Use positive inserts

- Reduce cutting speed, feed rate and depth of cut
- Dry machining

Chipping

- Bigger negative chamfer

- Increase cutting speed to reduce cutting force

For investigation please send us the used inserts. If breakage is the problem please use inserts only 80-90 % of expected tool life because broken

inserts almost have no information.
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Technical information Touble shooting - turning

Trouble shooting - threading

Probléme Cause Solution
Big flank wear — Cutting speed too high — Reduce cutting speed
- Width of cut too small - Reduce number of width of cut
- Insert over/under centre line - Adjust insert height
Asymmetric wear on left | —Width of cut not optimal - Adjust width of cut
and right cutting edge
- Inclination angle and lead angle are not optimally | - Change the shim to get the correct angle
aligned
Breakage - Cutting speed too low - Increase cutting speed
- Cutting force too high - Increase number of width of cut
- Reduce width of cut
- Unstable conditions - Improve clamping and overhang to avoid vibrations
- Bad chip control - Increase coolant pressure for better chip removal
Déformation plastique - Cutting speed and temperature too high - Reduce cutting speed
- Increase number of width of cut
- Reduce width of cut
— Insufficient coolant supply —Improve coolant supply
Mauvais état de surface - Cutting speed too low - Increase cutting speed
du filet
- Insert over/under centre line - Adjust insert height
- Bad chip control - Change feed rate and/or width of cut
Profil de filet incorrect — Incorrect insert height — Change insert height
- Tool holder doesn't form a 90° angle - Adjust tool holder
- Pitch error in machine - Adjust machine
Profil de filetage de - Incorrect insert height - Change insert height
profondeur insuffisante
- Breakage of cutting edge - Change insert
- Excessive wear - Changeinsert
Formation d'arétes - Temperature on cutting edge is too low - Increase cutting speed
rapportées
- Often occurs when machining of carbon steel and | — Use grade with sufficient toughness (PVD coated)
stainless steel
Vibrations - Incorrect cutting data - Increase or highly decrease cutting speed
- Incorrect insert height - Change insert height
— Insufficient clamping — Improve clamping system and minimise overhang

A504




Technical information — turning TECh n ical information

General turning

Cutting tool geometry

Shank width

Cutting edge
height Approach angle

Shank length

Shank height

—IOMmMQMNW>>

Holder

Shim

Main cutting edge
Flank face

Nose radius

Minor cutting edge
Rake face

Insert

Rake angle

The rake angle is a cutting edge angle that has large effects on cutting resistance, chip disposal, cutting temperature and tool life. Increasing the rake
angle in positive direction improves the sharpness of the cutting edge and the cutting force decreases but at the same time it lowers the strength. To
increase the cutting resistance the rake angle must be increased in negative direction.

Rake angle Applications
Small Machining of fragile and hard materials, roughing and interrupted cut
Large Machining of plastic materials and soft materials, precision machining
Clearance angle

The flank angle prevents friction between the flank face and work piece resulting in smooth feed. Increasing the flank angle decreases the cutting force
and the surface roughness becomes better but on the other hand this lowers the cutting edge strength and decreases the flank wear occurrence.

Clearance angle

Applications

Small Machining of hard and demure materials, for roughing operation with stable cutting edge
Large Precision machining with low cutting force, work pieces suffer from work hardening easily
Inclination angle

The positive and negative edge inclination angle determines the discharging direction of chips. In heavy cutting, the cutting edge receives extremely
large shocks at the beginning of cutting. Cutting edge inclination keeps the cutting edge from receiving this shock and prevents fracturing. On the
other hand the back force increases and occurs vibration. For a finishing operation a positive angle is more suitable.

When the edge inclination angle is negative, i.e. the cutting edge is located at the lowest point
relative to the bottom plane of the tool holder, the chips flow to the machined surface of

workpiece.

Fig. (1)

Negative angle
(-)

As shown in Fig. (2), when the edge inclination angle is positive, i.e. the cutting edge is located
at the highest point relative to the bottom plane of the tool holder, the chips flow to the

un-machined surface of workpiece.

Fig. (2)

Positive angle

(+)
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TECh n ical information Technical information — turning

General turning

Entering angle (main cutting edge)

Reducing the lead angle increases the strength of the cutting edge. Because the lead angle is
small, the cutting width is long, the force on the unit cutting edge length is small. At the same
time, reducing the lead angle can increase the tool life. Normally, when turning thin long shaft
and ladder shaft, the lead angle adapts 90°. The lead angle is increased, radial force is reduced,
cutting is stable, cutting thickness is increased and chip breaking performance is good.

Entering angle Applications -
——= = : inor cutting
Small For material with high tensile strength, high hardness or hardened layer on Entering angle edge angle
surface (main cutting
Large For machining with low rigidity edge)

Minor cutting edge

The minor cutting edge angle is the main angle on influence surface roughness; its size is also influence strength of cutter. When the minor cutting
edge angle is too small, the cutting force increases and results in chattering and vibration.
The selection principle for the minor cutting edge angle is under the condition of rough machining, or un-influencing friction and producing vibration,
the smaller angle should be chosen; the bigger angle can be used for precision machining.

Nose radius

The nose radius effects the cutting edge strength and the finished surface. By increasing the nose radius the surface finish becomes better and the
cutting edge strength improves. Flank and rake wear decreases. If the radius becomes too big, the cutting force increases and causes vibration which
effects the chip control negative.

Radius Applications
Small Finishing with small cutting depth, machining thin long shaft, rigidity of machine is insufficient
—— Rough machining, high cutting edge strength is required, rigidity of machine is good,

2 machining hardened materials and interrupted cut

A506



Technical information — turning TECh n ical information

General turning A
Cutting speed V,
nxDxn N
c= m/min
1000 o
=
E
. , , =
Ve Cutting speed [m/min]
n ; n: Revolution [1/min]
-] ] [FUSL YRORS | O L 6 - & v/ f: Feed rate [mm]
e} Example: n =250 1/min, f=0,2mm,
I=150mm B
Result: [insert values in formula Vc]
External machining Internal machining
o
£
Feedrate F —
=

[
f= y [mm/rev]

N

f: Feed rate [mm]
I:  Cutting length [mm/min]

1 .GL. — n: Revolution [1/min]

Example: n =500 1/min, = 100mm/min

O Result: [insert values in formula f] gl
[ 100 =
f=—=——=0,2mm o
500
Cutting time Te
l : =5
Te¢=7— [min] k=
fxn cg
£
Yo
(<7}
e
[
{ Te Cutting time [min]
I: Cutting length [mm/min]
I | | n e f: Feed rate [mm)]
| w1\ n: Revolution [1/min]
- AN =— E
o —I Example: n=250 1/min, f=0,2mm,
I=150mm
Result: [insert values in formula T.]
External machining Internal machining

Index
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TECh n ical information Technical information - turning

General turning

Cutting time T for face milling

Tc=

nx(a’-b?) [
4000 XVC xf

min]

Te: Cutting time [min]
V: Cutting speed [m/min]
f: Feed rate [mm]

Theoretical surface roughness R

f2

8r.

x1000 [pm]

R: Surface roughness [um]
f: Feed rate [mm]
rc: Radius of insert [mm]

Example: f=0,2mm,
re=04mm

A508




Technical information — turning TEChnicaI information

General turning

Three effects of cutting condition for turning

Today short machining time, long tool life and high machining accuracy is expected
from modern tools. Based on the machine performance, material shape and hard-
ness of the components the right choice of tool and cutting conditions are the
premise for a successful machining process. Cutting speed, feed rate and depth of
cut are what we call the "Three effects of cutting”.

1. Cutting speed (V¢)
Cutting speed is defined as the rate (or speed) that the material moves past the cutting edge of the tool. The unit for V. is meter per minute [m/min].

Cutting speed influence: Cutting speed is one of the three important effects of turning and has influence on tool life. Increasing the cutting speed also
increases the cutting temperature and that decreases the tool life. Depending on the hardness and type of material the cutting speed varies. Therefore
to choose a suitable grade for the cutting speed is necessary.

In general situation, when cutting speed is increased by 20 % the tool life will be reduced ¥3; when the cutting speed is increased by 50 % the tool life
decreases %. Lower cutting speed results in vibration which will shorten tool life.

2. Feed rate (f)
In turning application feed rate is the distance the tool holder moves per work piece revolution. That has influence to the surface quality. The unit for

feed rate is millimetre per revolution [mm/rev]

Feed rate influence: Decreasing the feed rate will increase flank wear and tool life will be shortened. Increasing the feed rate increases the cutting
temperature and also flank wear. On the other hand the efficiency will be improved.

3. Depth of cut (ap)
The depth of cut refers to the half different value between the diameter of the unmachined and machined work piece. The unit is millimetre [mm].
Depth of cut influence: Changing depth of cut has no big influence to the tool life. Machining hardened layer with small depth of cut results in friction

and short tool life. Machining uncut surface or cast iron material, choose maximum depth of cut according to the machine power so that the cutting
edge and corner radius is out of the hardened layer. That helps to prevent chipping and abnormal wear.
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TECh n ical information Technical information - turning

Parting & grooving

A

Adjusting the cutting edge height

- Mount the tool holder in a 90° angle to the central axis of the workpiece. This improves the surface
quality and decreases the risk of vibrations.

Turning

- Height tolerance between the cutting edge of the insert and the centre of the work piece should be
kept + 0.1 mm, especially for parting of rods and grooving of materials with a small diameter. This
extends the tool life and reduces the cutting forces as well as the formation of burrs.

Parting off

- When the cutting edge nears the central axis of the work piece, reducing the feed rate by 30% can extend the tool life of the insert.

- Pick a tool holder with the smallest possible overhang to avoid vibrations and tool deflection.

Milling

Longitudinal turning and profile turning

- Machining sequence 0.5 mm:
1. Bring radial feed rate to required cutting depth (ap max. 0.75 x cutting edge width)
2. Radial relocating by 0.1 mm
3. Longitudinal turning to opposite shoulder
4. Diagonal relocating by 0.5 mm outward axial feed rate to the starting point
5. Radial feed rate to required cutting depth, etc.

N

- When machining the chamfer or the base of the slot follow the steps as shown in figure. This reduces
tool deflection and avoids cutting edge chipping.

Drilling

Surface grooving and turning

O

- Roughing:
Processing from largest diameter to the axis. When returning it's recommended to bend the tool slightly. J—I_l_
m A
- Flute turning:

Depth of axial turning less than 0.75 x S (width of insert). When the pocket width is bigger than the depth

follow the working steps as shown. When the pocket depth is bigger than the width, we recommend to go ®
to the required diameter step by step. q‘
@

Technical
Information

- Finishing:
When finishing begin with the outer diameter and the bottom. Then go on with the inner diameter to the

E required size. ﬂ

Internal machining

- Procedure according to figure. For better chip removal in blind holes machine from the inside out.

Index
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Technical information — turning TECh n ical information

Threading

Steps for best results when thread-cutting

1. Choice of threading method

2. Choice of angle and shim

3. Choice of tool holder and inserts
4. Choice of cutting data

5. Choice of cutting direction

Thread turning method

External machining

— e

Right hand type

=
%
"

Left hand type

Internal machining

Right hand type

Left hand type
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TECh n ical information Technical information — turning

Choice of angle and shim

A

Choice of angle

The flank clearance angles of the thread profile depend on the helical angle of the thread. The helical angle of the thread must coincide with the insert's
angle of inclination angle as far as possible to get the ideal profile, to avoid longer unfavourable wear on one of the flanks and thus to ensure tool life,

=
£ P
= T
2 A=arctan ——
d,xmn
P
B Lo L
drm Ve v, T p Pitch
d,Flank diameter
A Pitch angle
o
£
E Helix angle (p) Pitch angle (A)
Choice of shim
Pitch/mm Threading number/inch
c Pitch range Dimension Pitch angle Shim 8 g / // E
0 MT16-00M r : l /
7 e
05-0,3 16 X MT160IM =[] s ¥
2 MT16-02M 1T/ = 4
3 MT16-03M . /] & ey
= 0 MT22-00M g / A I o
= S6.80 5 1 MT22-01M [/ 1/ - P
a) S 2 MT22-02M 4 [/ / e = —6
3 MT22-03M / ,/ —7
3 11/} A1 — 8
i y —9
, LU/ D= S - 11
y/ A N — 14
/f —18
D e N /inp %
The shim A = 1°is delivered with the tool holder. ® —32
Machining 50 100 150 200 mm
diameter 2 4 6 8

Infeed way of threading

Technical
Information

The number of passes and widths of cut are the key points of threading operation. Please choose the cutting parameters with the recommended form
according to experience data. In case of breakages or too much wear please have a look at page A447 (trouble shooting).

A

Radial width of cut

Modified flank width of cut

Alternating width of cut

Index

Radial width of cut requires low cutting depth,
sharp cutting edge and tough grade. It is
recommended when the pitch is smaller than
2mm, not ideal for material with long chips.

Infeed at an angle of 3-5° to the flank of the
teeth. It is easy for chips flow. Suitable for long
chip material and internal threading.

Alternating width of cut is mainly used for large
pitches and long chip materials. To get equal
insert wear on both edges.
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Go directly to the special tool tailored for
your turning applications

Are there turning applications at your company where having custom tools tailored to your unique
needs would deliver real benefits both in terms of logistics and at a technical and commercial level?
ZCC Cutting Tools Europe is there to advise and assist you during the planning, development and
ordering process. Use our new online tool to request a special tool and get your personal quotation
in just a few short steps (https://www.zccct-europe.com/en/tools/special-tools/).

. Selecting the tool category

o B Scan the QR code on this page to go directly to the launch
page of our online tool where you can request the special tool
you need. You can begin by selecting the tool category you
need. It's that easy.

Select a tool category

=3
'Online tool for special tools'launch page where you can select the
tool category
r s et o bl ety Defining the tool parameters
e—— 0 You are now guided step by step through the process. You can

Cutiing dats

— it

Define the relevant tool parameters.

also securely upload your drawings, diagrams and 3D models
(where available).

It's the easy way to order your custom-made special tool from
ZCC Cutting Tools Europe GmbH.

Now go directly to the new
special tool form on our
website and get started.
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