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Generalturning Product overview

Carbide and cermet inserts

Double sided, negative - Finishing
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Product overview @eneral tu rning

Carbide and cermet inserts

Double sided, negative - Medium machining
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Generalturning Product overview

Carbide and cermet inserts

Double sided, negative - Roughing
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Product overview General tu rning

Carbide and cermet inserts

Positive - Fine-finishing
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Generalturning Product overview

Carbide and cermet inserts

Positive - Finishing
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Product overview @eneral tu rning

Carbide and cermet inserts

Positive — Aluminium machining
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Generalturning Product overview

Ceramic inserts
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Product overview General tu rning

External tool holders

Holder with double clamping
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Generalturning Product overview

External tool holders

Holder with screw clamping
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Product overview General tu rning

Boring bars
Steel boring bars with knee lever clamping
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ADF & AHF

chip breaker

Optimised geometry series especially for machining of
steel and stainless steel.

-ADF

Negative inserts
e.g.CNMG ...
Ground, double sided chip breaker with good chip control. Wide range

of application due to excellent balance of sharpness and cutting edge
stability.

-AHF

Positive inserts
e.g. CCMT ...
Ground, single sided chip breaker with good chip control. Wide range

of application due to excellent balance of sharpness and cutting edge
stability.

Range of chip breaker

Depth of cut [mm]

Feed rate [mm]
Finishing to medium machining

«~»
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® ZM
chip breaker

Range of chip breaker

Depth of cut [mm]

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.

M

Feed rate [mm]
Medium machining

N
g A3



©® NGF & SNR
chip breaker

Special chip breaker series for machining of
heat-resistant alloys.

/= -NGF

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

-SNR

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

edge stability.

Depth of cut [mm]

Feed rate [mm]
Finishing to roughing

A14



Simply coloured

The revolution in wear identification

® YBC | SERIES
@ yBM W SERIE

Easy choice on the basis of the table without any further
knowledge and without looking at the insert box.

- ____ Mo

N\
\
\
\

YBCO52F

05

YBC152F

[

E YBM153F | ! p
E YBM253F
| Se—

YBC252F

YBC352F

Recommended for wet machining

The colour of the inner ring
indicates the application
range.(P/M)

The colour of the cutting
edge indicates the grade,
such as P15.

>
> At5



General tu rning Chip breaker overview

Negative inserts

A Finishing

SF P M K

! o B a9 E A <= A
=
=

Double sided chip breaker with good chip control. Suitable for finishing and medium machining of steel and cast iron.
B DF P K

L — e — pom

.g’ Double sided chip breaker with good chip control. Suitable for finishing and medium machining of steel and cast iron.
g

ADF P M

N

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

EF M S

2N B aE A=A

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

Drilling

O

NF S M

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

Technical
Information

NGF s M
E

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

Index
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Chip breaker overview General tu rning

Negative inserts

Wiper

WG P M K

"N S A A

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

Medium machining

DM P K
- a/ =& & = e
N by = e ey P, S == O, o

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

cutting edge stability.

M P

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
N7 N e o= e
L I —— I = v y .—'—- -—'—-.

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

TC K P

B B AL

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

stability.

Turning
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General tu rning Chip breaker overview

Negative inserts

A Medium machining
NM S M

: BEoHE=A
=
=
Double sided chip breaker with ground cutting edge and large rake angle for medium machining of heat-resistant
materials.
B EM M S
B S8 A a
g
g Double sided chip breaker with sharp cutting edge and large rake angle. Process reliable medium machining of stainless
steel.
EG M S

EooaAbd

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

"

Drilling

Basic P K N
=N ﬁ - f 2 ; =
L B

O

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

Roughing

Technical
Information

DR doublesided P K
_ -»-o—-_o— F—— I .I_IL g
1 L Foim . s -~
==

—

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

castiron.

Index
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Chip breaker overview General tu rning

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.

LR P M

& BB A

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

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

ER singlesided M S

l;l;q

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

,.'-.-.ﬂ é}' Ig ~ -
et L]

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.

A19
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General tu rning Chip breaker overview

A Negative inserts
Roughing

Flat K
o @ - o - o
5 -
|—
Double sided insert without chip breaker. Stable cutting edge design, due to missing microgeometry. Excellent for
roughing in cast iron.
B SNR S M
é_ 2
g
= Double sided chip breaker for roughing. Wide range of application due to excellent balance of sharpness and cutting
= edge stability.

PCBN & PCD inserts

N

Flat N H

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

Drilling

Flat H K

O

Solid CBN insert for machining of steel and cast iron.

Ceramic inserts

Technical
Information

Flat K H

E T

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

Index
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Chip breaker overview General tu rning

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.

Finishing

R/L P M

& =N

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

N 5 £ o <=

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.

T

i W/ -

: @ & e
i} =

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

AHF P M

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

EF M S

@ S8 A<

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

A21
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General tu rning Chip breaker overview

Positive inserts

Finishing

NF M S

= ol gl Y

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

A22

NGF M s
= <

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

Medium machining

TC K P

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

x» @ o &) & o
J B E &8 A<

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

cutting edge stability.

EM M S

e Byl A<

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

stainless steel.

Basic P K

| S

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

>

N
Q

1
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Chip breaker overview  Ge@neral turning

Positive inserts

Roughing
Flat K

& L) S S TS S

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

HR P K
» o & a6 o <=
N - Ny . SO g

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

castiron.

SNR S M

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.

Aluminium machining

LC N

N TR L ST
& & & B

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

Positive inserts

Aluminium machining

LH N
~ By !'—1 A ,
. [ 1 i - T
N W & @& B A <=
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

A 86 <

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

A24
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Application fields of chip breakers General tu rning

General turning

Application fields of chip breakers determination

Example
Insert:
Holder:
Material:
Ve

ap [mm] A

2.0

1.8

1.6

1.4

1.2

1.0

0.8

0.6

0.4

0.2

CNMG120408-DF
PCLNL2525M12
C 45 steel

200 m/min

a,imm]]  Application fields

1 1 1 1 1 1 >
0.05 0.10 0.15 0.20 0.25 0.30 f[mm]

A T A 20
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General tu rning Application fields of chip breakers

A26

Negative inserts

Cutting depth [mm]

Cutting depth [mm]

Cutting depth [mm]

Feed rate [mm]

Finishing to medium machining

Feed rate [mm]
Finishing to roughing

Feed rate [mm]

Roughing

Cutting depth [mm]

Cutting depth [mm]

Feed rate [mm]
Finishing to roughing

Feed rate [mm]

Medium machining



Application fields of chip breakers General turning

Positive inserts

'E' —
£ £
= £
g 3
o ()]
£ USF £
S 3 B
Feed rate [mm)] Feed rate [mm]
Fine-finishing Finishing to medium machining =
C
=
LH C
€ E
£E E LC
s s
& &
el © (®)]
2 | . g =
< £ =
o] O &l
Feed rate [mm] Feed rate [mm]
Finishing to medium machining Finishing to medium machining D
(=
©.Q
=
£E
O
=g
€
£
£
§ E
[
o
()]
£
5
v
x
()
©
=

Feed rate [mm]

Medium machining to roughing

<
> A27



Turning grades for aluminum

PVD coated NO5-N20 carbide substrate for finishing to
— medium application in aluminum material. Coating only
- : on the top face, in combination with the aluminum chip
% i S breaker, prevents build up edges and gives a smooth
four cut.

YBG101

Wear resistance

.y

I I [ I
Super Finishing ~ Semi-finishing  Roughing
finishing

A28



® YB9320

PVD coated cemented carbide

PVD multilayer coated M10-M25/P10-P30 carbide substrate for finishing
to medium application of stainless steel, super alloy and steel (grooving/
milling). Optimized coating stability for higher wear resistance and thermal
stability in a wide application field.

YB9320

Wear resistance

Super Finishing Semi-Finishing Roughing
finishing

® YB7315

For high efficient machining of cast irons

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

o YB7315
v
c
©
)
2
(7]
[
S
S
©
2
[ I I
Finishing Semi finishing Roughing

N

Dol

zcc-cT
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General tu rning Grade overview

Coated cemented carbide CVD

Sorte ISO Micro structure Grade description
CVD coated P10-P20 carbide grade for finishing to medium operation of steel, casting
YB6315 P05-20 steel and high chrome material. Outstanding performance under high cutting speed
and temperature with excellent wear resistance.
T
— CVD coated P10-P20 carbide grade for finishing to medium operation of steel and
YBC152 P10-20 casting steel. Outstanding performance under higher cutting speed and temperature
with excellent wear resistance.
YBC251 P20-P35 CVQ coated EZO—P35 caande grade for medium operation to roughing of steel and
casting steel in lower cutting speed.
_ CVD coated P20-P35 carbide grade for medium operation to roughing of steel and
YBC252 P20-P35 casting steel. Optimal performance of wear resistance and toughness for a wide ap-
plication field.
YBC351 P20- P40 i . FVD coated !320—P40 carbide grade for roughing operation of steel and casting steel
in lower cutting speed.
CVD coated P20-P40 carbide grade for roughing operation of steel and casting steel.
YBC352 P20-P40 . . - o
Optimal performance of wear resistance and toughness for a wide application field.
CVD coated M10-M25 carbide grade for finishing to medium application in stainless
YBM153 M10-M25 steel. High wear resistance and capability against plasctic deformation at higher cut-
ting speed.
YBDO052 KO5—K15 CVD coated K05-K15 carbide grade for cast iron material, special grey cast iron. Excel-

lent wear resistance in higher cutting speed and dry machining.
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cradeoverview General turning

Coated cemented carbide CVD

Grade ISO Micro structure Grade description
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.
YBD102 KO5—K20 CVD'coated KOS—KZQ carbide substrate. OpFlmlzed'for medium operation of cast iron,
special nodular cast iron and hard steel at high cutting speed.
CVD coated K10-K25 carbide substrate. Optimized for medium to roughing operation
YB7315 K10-K25 . . ) .
of cast iron. Improved wear resistance and toughness at high cutting speed.
CVD coated K10-K25 carbide substrate. Optimized for medium to roughing operation
YBD152 K10-K25 . . ) .
of cast iron. Good wear resistance and toughness at higher cutting speed.
Thick ALO; CVD coated K05-K25 carbide substrate. Optimized for medium to rough-
YBD152C K05-K25 ing operation of cast iron. Higher wear resistance and toughness at higher cutting

speed in combination with TC chip breaker.
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General tu rning Grade overview

Coated cemented carbide PVD

Grade ISO Micro structure Grade description
PVD coated S05-515 carbide substrate for finishing to medium application of super al-
YBG102 S05-515 loy material, stainless steel and aluminum. Good wear resistance in a wide application
field.
PVD multilayer coated S05-S20 carbide substrate for finishing to medium application
YBG105 S05-520 of super alloy material but also stainless steel. Good wear resistance and thermal sta-
bility in a wide application field.
YBG202 P10-P30 PVD coated M10-M25/P10-P30 carbide substrate for finishing to medium application
M10-M25 of stainless steel and steel (milling). Good wear resistance in a wide application field.
P10-P30 PVD multilayer coated M20-M40/515-525/P10-P30 carbide substrate for finishing
YBG205 M20-M40 to medium application of stainless steel, super alloy and steel (milling). Good wear
S15-S25 resistance and thermal stability in a wide application field.
PVD multilayer coated M10-M25/P10-P30 carbide substrate for finishing to medium
YB9320 P10-P30 application of stainless steel, super alloy and steel (grooving/milling). Optimized
M20-M40 coating stability for higher wear resistance and thermal stability in a wide application
field.
YBG302 P15-P30 PVD coated M25-M40/P15-P30 carbide substrate for medium roughing application
M25-M40 of stainless steel and steel (milling). Good wear resistance and toughness.
PVD coated NO5-N20 carbide substrate for finishing to medium application in alu-
YBG101 NO5-N20 minum material. Coating only on the top face, in combination with the aluminum

chip breaker, prevents build up edges and gives a smooth cut.
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cradeoverview General turning

Ceramic
Grade ISO Micro structure Grade description
v
CA1000 H10-H25 t*; Uncoated H10-H25/K10-K25 mixed ceramic grade for finishing to medium operation
K10-K25 g in hardened steel and nodular cast iron. Good wear resistance and toughness.
: i
o PN CEN ey
Sl - g
Pt
CN1000 KO5-K15 pncoated K05-K15 §|3N4 ceramic grade for ﬁp.lshlng to medium operation in grey cast
iron. Good wear resistance and thermal stability.
Uncoated K10-K30 Si;N, Ceramic grade for medium operation in grey cast iron also
CN2000 K15-K30 with interrupted cut. Good wear resistance, toughness and thermal stability.

Uncoated cemented carbide

Grade ISO Micro structure Grade description

NO5-N20 Uncoated N05-N20/K05-K20 carbide substrate for fine to medium application in
YD101 . A

K05-K20 aluminum and other material.

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

K10-K30 and other material.
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General turning

Grade overview

CBN
Grade ISO Micro structure Grade description
YCB111 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.
Uncoated, brazed H20-H35 CBN grade for fine to medium application in hardened
YCB131 H20-H35 steel with interrupted cut. Good wear resistance and optimized toughness for safe
process.
Uncoated H10-H25 solid CBN grade for medium application in hardened steel, HSS or
YZB121 H10-H25 - s -
bearing steel also in light interrupted cut. Good wear resistance and toughness.
Uncoated, brazed K10-K25 CBN grade for fine to medium machining of cast iron.
YCB211 K10-K25 . o
Good wear resistance and thermal conductivity.
Uncoated K10-K25 solid CBN grade for medium application in grey cast iron, nodular
YZB221 K10-K25 cast iron and Ni/Cr basic alloy., also in light interrupted cut. Good wear resistance and
thermal conductivity.
Uncoated K20-K30 solid CBN grade for medium to roughing application in grey cast
YZB231 K20-K30 iron and nodular cast iron in interrupted cut. Good wear resistance, toughness and
thermal conductivity.
N
A34 v



cradeoverview General turning

PCD
Grade ISO Micro structure Grade description
Uncoated, brazed NO1-N10 PCD grade for fine finishing operation of aluminum alloys
YCD421 NO1-N10 less than 12% Si, composites, copper/magnesium and other alloys. Medium grain size
grade with good wear resistance for a wide application field.
Cermet
Grade ISO Micro structure Grade description
Uncoated P05-P15 cermet grade for fine finishing operation of steel and stainless
YNG151 PO5-P15 . . . . s
steel. Good resistance against plastic deformation for good surface finishing.
PVD coated PO5-P15 cermet grade for fine finishing operation of steel and stain-
YNG151C P0O5-P15 less steel. Good wear resistance and capability against plastic deformation for good
surface roughness.
Uncoated P10-P25 cermet grade for fine finishing to medium operation of steel and
YNT251 P10-P25 stainless steel. Good wear resistance and toughness. Suitable also in light interrupted

cut.
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General tu rning Application fields of grades

A CVD grades for steel, stainless steel and cast iron
2 P
=
E
YBCO52 YB6315

g
s
g Z
= g
= c YBC252
©
7]
=
YBC251
g’ P05-10 [ P10-15 [ P20-25 | P30-35 |
= Fine-finishing Finishing Medium machining Roughing
a
M K
(=
©.Q
g
3= YBDO052
(W) S
00 YBM153
= g g YBD102
- 5 g YB7315
3 YBM253 2
4] a
= < 'YBD152/
7] I
E = 2 YBD152C
M10 | M20 [ M30 | M40 | K05-15 | K20-25 | K30-35
q>j Fine- Finishing Medium Roughing Finishing Medium Roughing
-g finishing machining machining

N
pas <>



Application fields of grades General turning

PVD grade for stainless steel and heat-resistant alloys

M
¢ | YBG105
c
2 YBG205
¢
§
=
YB9320
MO5 | M10 | M20 | M30 |
Fine- Finishing Medium Roughing
finishing machining
Cermet grades for steel
P
° YNG151C
£
ot
fi
g
=
P 05-15 | P 20-25 | P 30-35 |
Finishing Medium Roughing
machining

S
YBG105
[}
g
g YPD201
4
= | YBG102
7}
=
S05 [ S10 [ S20 [ S30 [
Fine- Finishing Medium Roughing
finishing machining

Turning grades for non-ferrous metals

YCD421
S YBGI101

Wear resistance

NOT | N10 | N15 [ N25 [
Fine- Finishing Medium Rouhging
finishing machining

N
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PCD

LZrAdA

CBN

LTCAZA || LETAZA LzLaza LELEDA

LLZEDA LLLEDA | LZLEDA

HW

Coated carbide

LOZAA
|
( wozar ) LOLAA

HT Uncoated cermet

HC® Coated cermet
HW Uncoated carbide

HC'

Keramik

(000zND |

(o00Lv> )

(000LND)

HC?

ﬁu_.m—.....zb JLSLONA JLSLONA

HT

LSTINA

Non-ferrous metals
Heat-resistant alloys
Hardened materials

LSLONA LSTLINA
LSLONA

v

HC' (PVD)

0ZE69A S0ZOEA

,
7 7 T0T99A I B N o
S0TOIA 7 Z o T

7 C0LDgA SOLDIA

z0ZD8A f I
| 20198A

SOLDIA 0Z€E69A

HC' (CVD)

TSED9A

LSEDEA

€STINGA
¢STO9A

Steel
Stainless steel
Cast iron

LSTOEA

€SLNGA
(4327

SLE9EA

I1SO

PO1

P10
P20
P30
P40
MO’
M10
M30
M40
KO1

K10
K20
K30
NO1

N10
N20
N30
501

S10
520
$30
HO1
H10
H20
H30

General tu rning Application fields of grades

Application fields of grades

A

P
M | m20
K
N
S
H

Bujuing a'a) Bunin @) Buiug ‘&) cm_%&%%_ LLl xapu|
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Turning inserts
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General tu rning ISO code - general turning inserts

ISO standard

T N M

G 22 04 08 (N) —

DM

1 2 3 4 5 6 7 8 9
Insert shape Clearance angle Tolerance class
o] \ i
A B [~82° C A B A m Q
& -3 ~I=5 Al [
1.C 1.C 1.C~~m S
D E H <:> Code ‘ 1.C [mm] ‘ m [mm] S [mm]
C \h/_ D AT A +0.025 +0.005 +0.025
7° °
C +0.025 +0.013 +0.025
K L I:I M 86 E +0.025 +0.025 +0.025
E § F § F +0.013 +0.005 +0.025
o O o Q N Q 20° 25° G +0.025 +0.025 +0.130
H +0.013 +0.013 +0.025
J +0.05-0.15 +0.005 +0.025
s T A T G \l}X’3o° N 5 K +0.05-0.15 +0.013 +0.025
L +0.05-0.15 +0.025 +0.025
M +0.05-0.15 +0.08-0.20 +0.130
v w Z Special P e O Spedd N +005-0.15 +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° .C
A B TS—7~ [mm] 1 Sy d | | _—— - —]—
1Y 1/ c 5 o < T v W i
> 65° 3.97 06
C F_ 2 50 05
65 5.56 09
6.0 06
G [ 1 H
6.35 06 07 11 11
> 65° 8.0 08
J v (T I 9525 | 09 1 09 09 16 16 06 16
10.0 10
= 12.0 12
N Q .
] 12.7 12 15 12 12 22 22 08
<65° 15.875 16 15 15 27
R U7 T 160 19 16
19.05 19 19 19 33
<65° <65° 200 20
25.0 25 25 25
25.4 25 25
X  Special 31.75 31
32 32
4 5
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ISO code - general turning inserts General turning

Insert thickness S [mm] Nose radius r [mm] Cutting direction
7
D N : ?
f 1
Code | s Code | s Code | r —
00 0.79 T5 595 00 - L
TO 0.99 06 6.35 02 0.2
01 1.59 T6 6.75 04 0.4 Chip breaker
T1 1.98 07 7.94 08 0.8 %I (oﬁ\éZI;leIeAV\{l 6
02 2.38 09 9.52 12 1.2
T2 2.58 T9 9.72 16 1.6 R
03 3.18 11 11.11 20 2.0
T3 3.97 12 12.70 24 24
04 4.76 32 3.2
T4 4,96 X Special —
05 5.56 MO Round inserts N
6 7 8 9

ANSI standard

5 6 7
Inner circle Insert thickness Nose radius
Code mm Inch Code mm Inch Code mm Inch

2 6.35 0.250 2 3.18 0.125 0 0.2 0.008
3 9.525 0.375 3 4.76 0.187 1 0.4 0.016
4 12.7 0.500 4 6.35 0.250 2 0.8 0.031
5 15.875 0.625 5 7.94 0.313 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 20 0.079

6 24 0.094

5 6 7
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General tu rning Conversion table metric/imperial

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

Negative angle/insert

Positive angle/insert

1SO Inch 1SO Inch 1SO Inch ISO Inch
090304 | 321 Insert shape 06T304 | 3(2.5)1 Insert shape 060202 | 2(1.5)0 Insert shape 070202 | 2(1.5)0
090308 | 322 W 06T308 | 3(2.5)2 c 060204 | 2(1.5)1 D 070204 | 2(1.5)1
120404 | 431 06T312 | 3(2.5)3 060208 | 2(1.5)2 070208 | 2(1.5)2
120408 | 432 060404 | 331 097302 | 3(2.5)0 117302 | 3(2.5)0
nsert sh 120412 | 433 060408 | 332 @ 09T304 | 3(2.51 @’ 117304 | 3(2.5)1
nser CS P 120416 | 434 S 060412 | 333 097308 | 3252 | | Il 117308 | 3(2.5)2
160608 | 542 080404 | 431 120404 | 431 117312 | 3(2.5)3
160612 | 543 080408 | 432 120408 432
@ 160616 | 544 080412 | 433 120412 433
190608 | 642
| 113304 | 221 067102 | 1.2(1.2)0 060204 | 2(1.5)1
190612 | 643
110308 | 222 06T104 | 1.2(1.2)1 097302 | 3(2.5)0
190616 | o644 160404 | 331 06T108 | 1.2(1.2)2 09T304 | 3(2.51
190624 | 646 A Insert shape :
160408 | 332 090202 | 1.8(1.5)0 S 09T308 | 3(2.5)2
250724 | 856 160412 | 333 090204 | 1.8(1.5)1 120404 | 431
350732 | 858 Insert shape ot
T 220404 431 090208 | 1.8(1.5)2 @ 120408 432
250924 | 866 220408 | 432 110202 | 2(1.5)0 120412 | 433
250932 | 868 : -
220412 | 433 110204 | 2(1.5)1 150404 | 531
110404 | 331 — 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
Insert shape
D 150408 | 432 16T302 30 190416 | 634
150412 | 433 090304 | 321 @ 16T304 31
090308 | 322 - 110202 | 2(1.5)0
a 150604 | 441 090312 | 323 161308 32 110204 | 2(1.5)1
' 150608 | 442 167312 33 -
=] 120404 | 431 110208 | 2(1.5)2
150612 | 443 120408 | 232 160400 330 10302 | 220
150616 | 444 220408 432 Inserts shape
120412 | 433 v 110304 | 221
190608 | 542 yonie | 234 220412 | 433 110308 | 222
190612 | 543 Insert shape 220416 | 434
S 150608 | 542 = @5 | 160402 | 330
270408 532 T
160404 | 331 150612 | 543 160404 | 331
Insert shape 270412 533
v 160408 | 332 @ 150616 | 544 160408 | 332
330612 643
160412 | 333 190412 | 633 330616 | 642 160412 | 333
ﬁ - 190424 | 636
190612 | 643
190616 | 644
Insert shape | 0903MO 32 350724 | 856 |
R 1204MO | 43
250732 | 858
@ 250924 | 866
— 250932 868
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Negative inserts General tu rning

O  Ideal machining conditions CNMG L 1.C S d
€3 Normal machining conditions 0903 | 9.7 |9525]| 3.18 | 3.81
Turning inserts §%  Unfavourable machining conditions 1204 | 129 | 127 | 476 | 5.16
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOGHHR SBBOB O
iC ™ _ M O® 00BBBOB0
' g K 00BBB
° N 00 0o
? S QOHBBEH o®
- H
wonrzB3gsealsasgsgagn
%0 “| * | " 8500035855800 0a00Cc80 |28
Feeoeeeeeeoegeeeeasss 20
WG 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 [ I} o o
__||' CNMG120412-WG 1.2 | 0.8-6.0 |0.20-0.75 °
Wiper
ADF CNMG120404-ADF 04 | 0.5-3.0 [0.05-0.30|0 © o
CNMG120408-ADF 0.8 | 05-3.0 | 0.1-04 |0 © L3N
E CNMG120412-ADF 1.2 | 0.8-3.0 |0.15-0.50|0 ° °
Finishing
DF CNMG090304-DF 0.4 10.25-1.50|0.07-0.30 [ 3}
CNMG090308-DF 0.8 | 0.3-1.5 | 0.1-0.3 [ I
=1 III CNMG120404-DF 0.4 |0.25-1.50(0.07-0.30 e ® O o|o
CNMG120408-DF 0.8 | 03-1.5 | 0.1-04 e @ O o
Finishing | CNMG120412-DF 1.2 [0.35-1.50(0.10-035| e e
EF CNMGO090304-EF 04 | 0.5-2.0 |0.05-0.20 [ ® O
CNMG090308-EF 0.8 | 0.5-2.0 [0.05-0.25 o ® O
CNMG120404-EF 04 | 0.5-2.5 [0.05-0.20 o ° o ® O
CNMG120408-EF 0.8 | 0.5-2.5 |0.05-0.25 o ° e O
Finishing | CNMG120412-EF 1.2 | 0.5-2.5 |0.10-0.35 o e o
SF CNMG090304-SF 0.4 |0.05-0.50|0.05-0.30 °
CNMG090308-SF 0.8 |0.05-0.50(0.10-0.35 °
ia" CNMG120404-SF 04 | 0.1-1.5 |0.05-0.30 °
CNMG120408-SF 0.8 | 0.1-1.5 |0.10-0.35 °
Finishing
® Ex stock o0 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°
2 [
A197 A204 A205 A218 A219 A284
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

CN** L 1.C S d

A 09 03 9.7 |9525| 3.18 | 3.81
1204 | 129 | 127 | 476 | 5.16
16 06 | 16.1 |15.875| 635 | 6.35

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts g%  Unfavourable machining conditions 1906 | 193 | 1905 | 635 | 7.94
()]
= CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
c
é 80° P OODHBHR DSBDBOBO
I M O QOBBHBOB0
od K QOHBHBEHB
N ©]@) @)
S| S 0088s o]
B - H
LnNN-—N-—mmNNmeN)\—NLnOmNF-—E
1SO v oay f |goaguunlggo_nocoqgQll 535
VWLUUUUU=ZZ00N0Q00VUYYYEY = N
foa oo Joa Wit ea Bifea liYea B = a W e Wi oo Wi e Wi a Wi ca Qi =a | lfaa i aa Wi aa WY a'a Wi a Wi aa | [~li~ I-d [ala)
S>>>>>>>>>>>>>>>>>>5>5> > >
g CNEG120404-NF 0.4 |0.2-2.5/0.05-0.30 o e o
g CNEG120408-NF 0.8 |0.2-2.5/0.10-0.35 oe o
CNEG120412-NF 1.2 |10.2-2.5/0.13-0.40 o o o
Finishing
CNMG090304-PM 0.4 [04-4.0| 0.1-0.3 [N
CNMG090308-PM 0.8 |0.5-4.0|0.15-0.50 o0
C CNMG120404-PM 04 |04-55| 0103 [0 @ @ @ ° °
CNMG120408-PM 0.8 {0.5-5.5/0.15-0.50 e 0o 0 0 o e °
CNMG120412-PM 1.2 {0.8-5.5/0.18-060|0 ® @ © o [ ) [
CNMG120416-PM 1.6 {1.0-5.5]/0.23-0.65 e @ O [ 3N °
? CNMG160608-PM 0.8 |0.5-7.2/0.15-0.50 e 00 ° o o o
E Medium Cut CNMG160612-PM 1.2 /0.8-7.2|0.18-0.60 L) o e °
CNMG160616-PM 1.6 |1.0-7.2]/0.23-0.65 (3N} ° o
CNMG190608-PM 0.8 {0.5-8.6|0.15-0.50 [ °
CNMG190612-PM 1.2 {0.8-8.6|0.18-0.60 L3N o [
CNMG190616-PM 1.6 |1.0-8.6|0.23-0.65 oo o
D ® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
_c
S _g Tool holder
E g DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
5 ) Kr: 95° Kr: 75° Kr: 95° Kr:75° Kr: 95° Kr: 95°
= e

E A197 A204 A205 A218 A219 A284

Index

System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

CNMG L 1.C S d
09 03 9.7 |9525| 3.18 | 3.81
O Ideal machining conditions 1204 | 129 | 127 | 476 | 516
€3 Normal machining conditions 16 06 16.1 |15.875| 635 | 6.35
Turning inserts g%  Unfavourable machining conditions 1906 | 193 | 1905 | 635 | 7.94
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P  OOBHBRR DBBOBO
ol I _ M o2 00BBROBO
' K QOHBHBEHB
N ©]@) @)
S S 0OBBH of
<] H
LﬁNNn—Nl—mmNNmNg\—NmoLﬂN‘_u—g
o) roa f g ome2dgegegeecasllyc|ss
° B0000U==a0R00OOLRVUUEIL =&
foa oo R oo Wi ea lfea Ml ea B = ol e Qi oo B s a R e a Qi e Qi =a | 2 R a'a Wi a'a WY a'a Wi 2 Wi o' | [~ e [ala)
S>E>>>>>>>>>>>>>>>>>>>> |[5>
CNMG090304-DM 0.4 [0.4-4.0| 0.1-0.3 [ )
CNMG090308-DM 0.8 |0.5-4.0/0.15-0.50 LI )
CNMGO090312-DM 1.2 /0.5-3.0| 0.1-0.4 o
CNMG120404-DM 0.4 [04-5.5| 0.1-0.3 [ ) o
DM CNMG120408-DM 0.8 [0.5-5.5(0.15-0.50 e o 0 0 [ B ] ¢}
CNMG120412-DM 1.2 [0.8-5.5/0.18-0.60 [ ) o o
F_'., CNMG120416-DM 16 [1.0-55]0.23-065| © @ ©
CNMG160608-DM 0.8 |0.5-7.2/0.15-0.50/c @ @ ©
Medium Cut| CNMG160612-DM 12 (0.8-7.2/0.18-060| o o @
CNMG160616-DM 1.6 [1.0-7.2|0.23-0.65 e o0 [
CNMG190608-DM 0.8 [0.5-8.6(0.15-0.50 [ )
CNMG190612-DM 1.2 |0.8-8.6/0.18-0.60 LI ) °
CNMG190616-DM 1.6 |1.0-8.6/0.23-0.65 cee
EG CNMG120404-EG 0.4 |0.5-4.0/0.05-0.30 L) °
CNMG120408-EG 0.8 |0.5-4.0| 0.1-0.4 °
CNMG120412-EG 1.2 [0.5-4.0| 0.2-0.5 o e
Medium Cut
CNMG120404-EM 0.4 |0.5-4.0/0.05-0.30 o0 e O
CNMG120408-EM 0.8 |0.5-5.7|0.15-0.45 [ B ] ® O
CNMG120412-EM 1.2 10.5-5.7|0.25-0.60 [ B ] °
CNMG160608-EM 0.8 |0.5-7.2/0.15-0.45 o0 °
Medium Cut| CNMG160612-EM 1.2 10.5-7.2(0.25-0.60 oo e 0O
® 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 S***.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
=
-
A197 A204 A205 A218 A219 A284
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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O  Ideal machining conditions CNMG L 1.C S d
€3 Normal machining conditions 1204 | 129 | 127 | 476 | 5.16
Turning inserts €8  Unfavourable machining conditions
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P  OOHBMBkeE DBDBOBO
olC I _ M o] ocogesogo
' »d K 00BBSB
N 00O (OF¥)
S s CoOBBG of:
<] H
M M NN o~ LN) o~ o 2
1ISO r a f .—Emmmm‘_ mg\—ﬁtf_\gggmoo‘_m‘_ Id —
P BCO0000SS86R0000DROOCED |28
[ e R e W ea e W a R vl ca i aa Rl ca W ea Wi ca | lf aa Qi a'a Wi a Wi o'a Wi oa Wi a'a || I~ g [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
M CNMG120404-ZM 0.4 |0.5-3.0/0.05-0.30| 0
CNMG120408-ZM 0.8 [0.5-4.0| 0.1-05 |o
Medium Cut
® Ex stock 0 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°

A204

A205

A219

A284

System code

A46

A40

Grade selection

A38

Technical info

A445

Cutting data

A324



Negative inserts General tu rning

CNMG L I.C S d
1204 | 129 | 127 | 476 | 5.16 A
16 06 | 16.1 [15.875| 6.35 | 6.35
1906 | 193 | 1905 | 635 | 7.94

O  Ideal machining conditions

€3 Normal machining conditions

Turning inserts €% Unfavourable machining conditions 2509 | 2579 | 254 | 9525 | 912
)]
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW =
c
80° P  OOBHBRR DBBOBO é
ol I _ M o2 00BBROBO
' od K QOHBHBEHB
N ©]@) @)
S s 00BBG 08
- H B
LﬁNNn—Nl—mmNNmNg\—NmoLﬂN‘_u—g
IS0 rloa f |mhRh@bogRcRnmSoSRgginpn oo
VWLUOUUUUS=Z0O0NQQVVLLVLUVLVYEY = A
foa oo R oo Wi ea lfea Ml ea B = ol e Qi oo B s a R e a Qi e Qi =a | 2 R a'a Wi a'a WY a'a Wi 2 Wi o' | [~ e [ala)
S>E>>>>>>>>>>>>>>>>>>>> |[5>
CNMG120404-NM 0.4 | 0.2-3.0 |0.05-0.30 o e g’
CNMG120408-NM 0.8 | 0.2-4.0 | 0.1-0.5 0O e e®o0 o g
CNMG120412-NM 1.2 | 0.2-4.0 | 0.2-0.6 oe
Medium Cut
CNMG120404-TC 0.4 | 0.5-5.0 |0.08-0.40 () °
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 ° ° C
. CNMG120416-TC 1.6 | 0.5-5.0 {0.20-0.65 ° °
CNMG160608-TC 0.8 1-7 10.15-0.50 () [
Medium Cut| CNMG160612-TC 1.2 | 17 | 02-06 e o©
CNMG160616-TC 1.6 1-7  ]0.20-0.65 ° o g
CNMG120408-DR 0.8 | 0.7-7.0 | 0.2-0.5 e0o o000 o e ° E
CNMG120412-DR 1.2 1-7 ]0.25-0.70 e e O @ O ° °
CNMG120416-DR 1.6 | 1.5-7.0 |{0.32-0.75 [ ) ° ° °
DR CNMG160608-DR 0.8 | 0.7-8.0 | 0.2-0.5 o e e o) ° o)
—— CNMG160612-DR 1.2 1-8 ]0.25-0.70 e e 0 0 O ° °
% | CNMG160616-DR 16 | 1580| 0308 | e ® e ® O o e D
‘r— CNMG190608-DR 0.8 |0.7-10.0| 0.2-0.5 e @O ° °
Roughing | CNMG190612-DR 12| 1-10 [025-070| e o o e @ o e
CNMG190616-DR 1.6 [1.5-10.0| 0.3-0.8 [ ) o o [
CNMG190624-DR 24 2-10 |0.32-0.90 L) [¢) o = g
CNMG250924-DR 24 | 215 | 0410 o o 2 *g
® Ex stock 0 On demand HC' Coated carbide § o
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet = E
HC? Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L E
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
=
: [ 4 4
<
()
2
A197 A204 A205 A218 A219 A284 -
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

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 | 7.94

O Ideal machining conditions
€3 Normal machining conditions

Turning inserts §%  Unfavourable machining conditions
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOBMBHR DBDBOBO
olC I _ M o] ocogeaogo
' od K COBBB
N o0 (OF¥)
? S QOHBHBEHB @)%}
<] H
o clmopcocaRnannfcasgsang s
r a — ] — Qennooo ~N >n D — =
. BCO0BN=s8aRcaoo0a0dolc |28
[oa R R N e e W a W aa W e a Qi aa R a'a R o'a i aa R ) [ a'a Wi o'a Wi a'a B o'a Wi 'a Wit 'a |l R~ I~ [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
SNR CNMG120408-SNR 0.8 |1-3/0.1-04 ° °
CNMG120412-SNR 1.2 [1-3]/0.2-0.6 ° °
E CNMG160608-SNR 0.8 |2-6/0.1-0.4 ° °
CNMG190616-SNR 1.6 |2-7/0.2-0.6 o °
Roughing
® Ex stock o0 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°
-
-
A197 A204 A205 A218 A219 A284
System code A40 Grade selection A38 Technical info A445 Cutting data A324

A48



Negative inserts General tu rning

CN** L 1.C S d
1204 | 129 | 127 | 476 | 5.16
16 06 16.1 |15.875| 6.35 6.35
O  Ideal machining conditions 1906 | 193 | 19.05| 635 | 7.94
€5 Normal machining conditions 2507 | 2579 | 254 | 7.94 | 9.12
Turning inserts g% Unfavourable machining conditions 2509 | 2579 | 254 | 9.525 | 9.12
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOBH38R B BB OB0
e I\ _ M o QOBBHOBIO
' od K Q08B
N o0 O
? S COBBB (OF¥)
<] H
NN - N =DM NN Nk&).—mm mN‘——g
IS0 r | oa f shhhbhboggoftunocsgcghpn oo
. Bo00U000U==00R0aLORVUVVEL (=&
foa e R ea R eva R era R a R e i ~a R va S va S o' i e Ry e | Wa'a B a'a Wi a'a Wi o'a MY 'a WY o'a § [P=li=d) I [ala)
S>E>>>>>>>>>>>>>>>>>>>> |5>
CNMM120412-DR 1.2 | 1.0-7.5 [0.25-0.70 e e O o o o
DR CNMM160612-DR 1.2 | 1.0-9.5 [0.25-0.70(0 ® @ @
CNMM160616-DR 1.6 | 1.5-9.5 [0.32-0.90 [ ) o e
- f CNMM190612-DR 1.2 1-12 ]0.25-0.70 [ ) ) °
CNMM190616-DR 1.6 [1.5-12.0]0.32-0.90 e e 0 0 O
Roughing | CNMM190624-DR 24| 212 (035120 e e e ©
CNMM250924-DR 24 |2.0-125| 0.2-1.2 Oe e eo0
CNMG120408-ER 0.8 | 2.0-7.6 |0.15-0.55 °
ER CNMG120412-ER 1.2 | 2.0-7.6 |0.25-0.80 [
'r"'lﬁ"; CNMG160612-ER 1.2 2-10 |0.35-0.80 °
—y CNMG160616-ER 1.6 | 2-10 |0.45-1.00 °
) CNMG190612-ER 1.2 [2.0-11.4/0.35-1.00 o ° °
Roughing
CNMG190616-ER 1.6 2.0-11.4|0.45-1.10 °
ER CNMM250724-ER 24 |2.0-125] 03-14 °
CNMM250732-ER 3.2 |2.0-12.5/0.45-1.80 () o
) CNMM250924-ER 24 (2.0-125) 03-1.4 ° °
CNMM250932-ER 3.2 |12.0-12.5/0.45-1.80 ° o
Roughing
® Ex stock o0 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°
= I 4
A197 A204 A205 A218 A219 A284
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

CNMM L 1.C S d
A 1204 | 129 | 127 | 476 | 5.16
16 06 | 16.1 [15.875| 6.35 | 6.35
1906 | 193 | 1905 | 635 | 7.94
2509 | 2579 | 254 | 9525 | 9.12

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts €8 Unfavourable machining conditions
()]
= CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
c
é P OODBHaE% DSBDBOBO
M O QOBBHBOB0
K QOHBHBEHB
N ©]@) @)
S CODBBHB @)Y
B H
LnNN-—N-—mmNNmeN)\—NLnoLnNF-—E
IS0 rloa, f mhRbbbloggoninSosggnn oo
VWLOUUUU=S=Z0O0NQQVVLLVLLYLVYEY = A
foa oo Joa Wit ea Bifea liYea B = a W e Wi oo Wi e Wi a Wi ca Qi =a | lfaa i aa Wi aa WY a'a Wi a Wi aa | [~li~ I-d [ala)
S>>>>>>>>>>>>>>>>>>5>5> > >
g’ CNMM120408-LR 0.8 1-5 0.1-0.5 L) °
g CNMM120412-LR 12| 2-6 | 02-07 ) °
CNMM120416-LR 1.6 | 2.0-6.5 |0.25-0.80 o0
LR CNMM160608-LR 0.8 1-7 0.2-0.6 L) °
CNMM160612-LR 1.2 | 1.0-75 | 0.2-0.7 L) °
H CNMM160616-LR 1.6 | 1.0-8.5 |0.25-0.80 L)
CNMM160624-LR 24 | 2.0-85 |0.25-0.70 [ole)
C Roughing | CNMM190612-LR 1.2 [2.0-10.5| 0.2-0.7 ) °
CNMM190616-LR 1.6 |2.0-10.5| 0.3-1.0 L) °
CNMM190624-LR 2.4 (2.0-10.5| 0.3-1.1 [ ) o
CNMM250924-LR 2.4 (2.0-12.5| 0.3-1.2 o e
o))
< ® Ex stock © On demand HC' Coated carbide
= YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
a 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
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Negative inserts General tu rning

CNMM L I.C S d
1204 | 129 | 127 | 476 | 5.16 A
16 06 | 16.1 [15.875| 6.35 | 6.35
1906 | 193 | 1905 | 635 | 7.94

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts g%  Unfavourable machining conditions 2509 | 2579 | 254 | 9.525 | 9.12
)]
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW =
c
80° P OOBHaEE% DB BOBO é
ol I _ M o2 00BBROBO
' od K QODBBER
N ©]@) oo
S S 00BBG o]
< H B
mNNn—N-—mmNNmNg\—NmomN‘—-—g
1SO r a f |goQuuul2li{le-whnoocoNgQnn oo
. B0000U==a0R00OOLRVUUEIL =&
foa oo R oo Wi ea lfea Ml ea B = ol e Qi oo B s a R e a Qi e Qi =a | 2 R a'a Wi a'a WY a'a Wi 2 Wi o' | [~ e [ala)
S>E>>>>>>>>>>>>>>>>>>>> |[5>
Basic CNMM120404 04 | 05-7.0| 0.1-0.5 o g’
CNMM120408 0.8 | 0.5-7.0 | 0.1-0.6 o g
- r CNMM190612 1.2 |0.5-10.5| 0.1-0.8 °
CNMM190616 1.6 |0.5-10.5| 0.1-1.0 o
Medium Cut
CNMM120408-HDR 0.8 1-7 0.2-0.6 [ ) o
CNMM120412-HDR 1.2 1-7 03-08 [0 O @ @ o
CNMM120416-HDR 1.6 1-7 0.4-1.0 [ I} ° C
HDR CNMM160612-HDR 1.2 | 1.5-75 | 0.3-0.8 o 00 o
CNMM160616-HDR 16 | 1.5-85 | 04-1.0 o e e o)
CNMM160624-HDR 24 [1.5-10.5| 0.8-1.2 o e
CNMM190608-HDR 0.8 {2.0-12.5| 0.3-0.7 ° g
Roughing | CNMM190612-HDR 1.2 [2.0-125/035-080| ®© e ® @ E
CNMM190616-HDR 1.6 [2.0-12.5| 0.5-1.1 o0 00 0 [eNe)
CNMM190624-HDR 24 |2.0-12.5| 0.8-1.2 e @ O
CNMM250924-HDR 24 [2.0-125| 08-14 o e
HPR CNMM190616-HPR 1.6 [2.0-10.5| 0.5-1.0 °
CNMM190624-HPR 24 |2.0-10.5| 0.7-14 o e D
’ CNMM250924-HPR 24 (2.0-125| 0.7-1.4 ° °
Roughing
® Ex stock o0 On demand HC' Coated carbide = S
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet E =
HC? Coated cermet < €
HW  Uncoated carbide é Re)
£
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°

’

A197 A204 A205 A218 A219 A284

Index

System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

CN** L 1.C S d
O Ideal machining conditions 1204 | 129 | 127 | 476 | 5.16
€3 Normal machining conditions 1606 | 16.1 |15875| 635 | 635
Turning inserts €8  Unfavourable machining conditions 19668 193 [19.05] 635 | 794
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOGOHR SBBOBO
ol /™ _ M o) 00BSB 0G0
' q K CODBBB
° N 00 08
? S CODBBHB O
- H
A EE R R EEER R B
%0 "1 *| " BoclSggsS8cRcatonatElcle 2]
Secoecbresgegeecdegsss 08
CNMA120404 0.4 |0.2-5.0/0.05-0.40 ® O
CNMA120408 0.8 {0.2-5.0/0.05-0.50 (3} °
CNMA120412 1.2 |0.2-5.0| 0.1-0.6 oo 0 00 o
Flat CNMA120416 1.6 |0.2-5.0/0.10-0.65 o e °
CNMA160608 0.8 {0.2-7.0| 0.1-0.5 ¢} °
@ ’ CNMA160612 1.2 |0.2-7.0| 0.1-0.6 ° °
CNMA160616 1.6 |0.2-7.0|0.15-0.65 oo °
CNMA160620 0.2-7.0/0.15-0.70 o
CNMA160630 0.2-7.0/0.15-0.80 o
CNMA190612 1.2 |0.2-8.0|0.15-0.70 o e °
CNMA190616 1.6 /0.2-8.0|0.15-0.70 °
CNMG120404 0.4 |{0.1-5.0/0.05-0.50 o
CNMG120408 0.8 |0.1-5.0| 0.1-0.6 ° ° o
Basic CNMG120412 1.2 |0.1-5.0| 0.1-0.7 ° o
- | | CNMG160608 0.8 |0.1-7.0| 0.1-0.6 o
d CNMG160612 1.2 |0.1-7.0| 0.1-0.7 ¢}
CNMG190608 0.8 {0.1-8.0| 0.1-0.7 o
CNMG190612 1.2 |0.1-8.0| 0.1-0.8 o
CNMG190616 1.6 |0.1-8.0| 0.1-1.0 o o
® Ex stock o0 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°

[
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Negative inserts General tu rning

DNMG L 1.C S d
O Ideal machining conditions 1104 | 116 | 9525 476 | 3.81
€3 Normal machining conditions 1504 | 155 | 127 | 476 | 5.16
Turning inserts €8  Unfavourable machining conditions 15888 155 | 127 | 635 | 516
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P  OOBMBRR SBBOB O
M oo OOHBHBOLBI0
K COBBEH
N 00 o®
S COLBBHB O
H
oonzazBRasealsssgsalags
%0 | * | " 8pd303sS85R5a000a00C80 28
Secoocbresgegeecdegsss 08
ADF DNMG150604-ADF 04 | 0.5-6.0 [0.15-0.50| o ° o
DNMG150608-ADF 0.8 | 0.1-4.0 [0.08-0.50|0 e (N o
A& | DNMG150612-ADF 12 | 0540 0.15050| 0 .
Finishing
DNMG110404-DF 0.4 |0.15-2.00(0.08-0.25 e ® O
DNMG110408-DF 0.8 |0.15-2.00| 0.1-0.3 [ I}
DNMG110412-DF 1.2 |0.35-1.50|/0.15-0.50| e o
DNMG150404-DF 0.4 |0.15-2.00|0.08-0.25 e e O
r - f DNMG150408-DF 0.8 |0.15-2.00| 0.1-0.3 e @ O
DNMG150412-DF 1.2 /0.35-1.50|0.15-0.50 o o
Finishing DNMG150604-DF 04 | 0.8-6.0 (0.18-0.60 e o O
DNMG150608-DF 0.8 [0.15-2.00| 0.1-0.3 oo o
DNMG150612-DF 1.2 | 0.2-2.5 |0.10-0.35 e O
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 |0.05-0.50(0.10-0.35 °
DNMG150604-SF 0.4 |0.05-0.50|0.05-0.25 °
Finishing | DNMG150608-SF 0.8 |0.05-0.50|0.10-0.35 °
® Ex stock o0 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: 45° Kr: 93°
A198 A206 A207 A220 A221 A286 A287
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

DNMG L 1.C S d
O Ideal machining conditions 1104 | 116 | 9525 | 476 | 3.81
€3 Normal machining conditions 1504 | 155 127 | 476 | 5.16
Turning inserts §8  Unfavourable machining conditions 1506 | 155 | 127 | 635 | 5.16
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHBa6% BB BOBO
M O QOBBBOB0
K COBBB
N o0 (OF¥)
S QOHBHBEHB @)%}
H
56 . mopconBRdenafcesgesngn
r a — ] — CHEICECE 2 0 D —
P BCO0000==80Rcoo0oROGOET |28
[Sa g ca R ea R e W e'a o' R e e a R aa M2 a i o a Qi e a W a'a | lfa'a Wi a'a Wi a'a W a'a Wi a'a W o'a | ==l [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
DNMG110404-DM 0.4 |0.4-5.0| 0.1-0.3 o 00
DNMG110408-DM 0.8 [0.5-5.0/0.15-0.50 L ) o
DNMG110412-DM 1.2 |0.8-5.0/0.18-0.50 L)
DM DNMG150404-DM 0.4 [0.4-6.0| 0.1-0.3 )
- DNMG150408-DM 0.8 {0.5-6.0/0.15-0.50 e @ O
J DNMG150412-DM 1.2 {0.8-6.0|0.18-0.60 o e
. DNMG150604-DM 0.4 1-6 |0.23-0.65 L )
Medium Cut
DNMG150608-DM 0.8 |0.5-6.0|0.15-0.50 LI } o °
DNMG150612-DM 1.2 10.8-6.0(0.18-0.60 LI )
DNMG150616-DM 1.6 1-6 |0.23-065|0 © @ @
DNMG110404-PM 0.4 [0.4-5.0| 0.1-0.3 (3N} o
DNMG110408-PM 0.8 [0.5-5.0/0.15-0.50 oo e ) °
DNMG110412-PM 1.2 [0.8-5.0(0.18-0.50 o o e
PM DNMG150404-PM 04 |04-6.0| 0.1-0.3 o o
DNMG150408-PM 0.8 |0.5-6.0|0.15-0.50 oo o o e
: f DNMG150412-PM 1.2 /0.8-6.0|0.18-0.60 ® O o o
DNMG150416-PM 1.6 1-6 |0.23-0.65 o
Medium Cut| DNMG150604-PM 0.4 |04-60| 0.1-03 |0 © @ @ ee O
DNMG150608-PM 0.8 |0.5-6.0/0.15-0.50 o0 00 o e
DNMG150612-PM 1.2 |0.8-6.0/0.18-060|0 ® ® @ o o e °
DNMG150616-PM 1.6 1-6 |0.23-0.65 [ o
® Ex stock 0 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: 45° Kr: 93°
. - .l -' y
.
A198 A206 A207 A220 A221 A286 A287
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

O  Ideal machining conditions DNMG L 1.C S d
€3 Normal machining conditions 1506 | 155 | 127 | 635 | 5.16
Turning inserts g8  Unfavourable machining conditions
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E DBBOBO
M O OOLBBBOBIO
K COBBDB
N o0 o
S OCOBBEB (OF%)
H
Mm M N N o~ g o~ N b
P BC0000==80Racbooa0lolo 28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
M DNMG150612-ZM 1.2 {1.0-5.5/0.15-0.60| © °
Medium Cut
® Ex stock 0 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: 45° Kr: 93°
: il i o =}
3 . r =_ "'._‘ i ’ .. .
= .
L5
A198 A206 A207 A220 A221 A286 A287
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

DN** L 1.C S d
O  Ideal machining conditions 1104 | 11.6 | 9.525 | 476 | 381
€3 Normal machining conditions 1504 | 155 127 | 476 | 5.16
Turning inserts §8  Unfavourable machining conditions 1506 | 155 | 127 | 635 | 5.16
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHBa6% DBDBOBO
M O QOBBBOB0
K COBBB
N o0 (OF¥)
S QOHBHBEHB @)%}
H
150 A N N P R R I e
0 — = — - - - — —
P BCO0000==80Rcoo0oROGOET |28
[Sa g ca R ea R e W e'a o' R e e a R aa M2 a i o a Qi e a W a'a | lfa'a Wi a'a Wi a'a W a'a Wi a'a W o'a | ==l [alya)
S>>>>>>>>5>>5>>>>>>>>55> |[>>
DNMG110404-EF 0.4 |{0.1-1.5]0.05-0.20 o ® O
EF DNMG110408-EF 0.8 {0.1-1.5| 0.1-0.4 o ® O
DNMG150404-EF 0.4 |0.1-1.5/0.05-0.30 °
@ DNMG150408-EF 0.8 |0.1-1.5| 0.1-0.4 °
DNMG150604-EF 0.4 |{0.1-1.5]0.05-0.30 o ° ® O
Finishing | DNMG150608-EF 0.8 |0.1-1.5| 0.1-0.4 o ° L3N]
DNMG150612-EF 1.2 |0.1-1.5/0.15-0.50 °
M DNMG150604L-FM 0.4 |0.5-3.0/0.05-0.30 o0 °
DNMG150604R-FM 0.4 |0.5-3.0/0.05-0.30 o0 °
H DNMG150608L-FM 0.8 [0.5-3.0| 0.1-0.5 0 °
DNMG150608R-FM 0.8 [0.5-3.0| 0.1-0.5 o0 o
Finishing
NF DNEG150404-NF 0.4 |0.2-3.0/0.05-0.30 o
DNEG150408-NF 0.8 |0.2-3.0| 0.1-0.4 °
ﬂ DNEG150604-NF 0.4 |0.2-3.0/0.05-0.30 ° o
DNEG150608-NF 0.8 {0.2-3.0| 0.1-04 [ ) o
Finishing
NGF DNEG150408-NGF 0.8 |0.2-3.0/0.05-0.40 o
DNEG150412-NGF 1.2 /0.2-3.0| 0.1-0.5 o
) - f DNEG150608-NGF 0.8 |0.2-3.0/0.05-0.40 o e
DNEG150612-NGF 1.2 /0.2-3.0| 0.1-0.5 o e
Finishing
® Ex stock o 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: 45° Kr: 93°
gt s -
x
A198 A206 A207 A220 A221 A286 A287
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

DNMG L 1.C S d
O Ideal machining conditions 1104 | 116 | 9525 476 | 3.81
€3 Normal machining conditions 1504 | 155 | 127 | 476 | 5.16
Turning inserts €8  Unfavourable machining conditions 15888 155 | 127 | 635 | 516
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P  OOBMBRR SBBOB O
M oo OOHBHBOLBI0
K COBBEH
N 00 o®
S COLBBHB O
H
oonzazBRasealsssgsalags
%0 "1 *| " BocddggsS8cRcabonatElce 2]
Secoocbresgegeecdegsss 08
EG DNMG150604-EG 0.4 1-3 ]0.05-0.30 ° °
DNMG150608-EG 0.8 1-3 0.1-0.4 o0 (N
‘ DNMG150612-EG 12| 13 | 02:06 oo oo
Medium Cut
DNMG110404-EM 0.4 |0.5-4.4/0.05-0.30 ° ® O
DNMG110408-EM 0.8 |0.5-4.4/0.10-0.45 ° °
EM DNMG110412-EM 1.2 |0.5-44| 0.1-0.6
DNMG150404-EM 0.4 |0.5-6.4|0.05-0.30 o o
g DNMG150408-EM 0.8 |0.5-6.4/0.10-0.45 ¢} °
DNMG150412-EM 1.2 |0.5-6.4| 0.1-0.6 o
Medium Cut| DNMG150604-EM 0.4 |0.2-6.4|0.05-0.30 oo L3NG}
DNMG150608-EM 0.8 |0.5-6.4|0.10-0.45 L) e O
DNMG150612-EM 1.2 |0.5-64| 0.1-0.6 o0 °
NM DNMG150412-NM 1.2 |0.2-4.0| 0.2-0.6 o
DNMG150608-NM 1.2 |0.2-4.0| 0.1-04 °
g DNMG150612-NM 1.2 |0.2-4.0| 0.2-0.6 [}
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 ° o
s
Medium Cut
® Ex stock o0 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: 45° Kr: 93°
A198 A206 A207 A220 A221 A286 A287
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

O  Ideal machining conditions DNMG L 1.C S d
€3 Normal machining conditions 1506 | 155 | 127 | 635 | 5.16
Turning inserts €8  Unfavourable machining conditions
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHa38 DBDBOBO
M O QOBBHBOBO
K COBBB
N 00O (OF¥)
S QCOBBDB O
H
m M = 2
IS0 rloa, f20QR@nnaRSRnRcE8838 b o
Bo00000==00R0000OURVVIVELYL |=&
[ e R e W ea e W a R vl ca i aa Rl ca W ea Wi ca | lf aa Qi a'a Wi a Wi o'a Wi oa Wi a'a || I~ g [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
DR DNMG150608-DR 08| 1-6 | 0.2-0.5 e oo ° ° °
DNMG150612-DR 1.2 1-6 |0.25-0.70 [ ) o ° [
'~/ | DNMG150616-DR 16| 16 (0320750 @ o o e o
Roughing
SNR DNMG150608-SNR 0.8 {0.2-6.0| 0.1-0.5 ° °
) DNMG150612-SNR 1.2 {0.2-6.0| 0.2-0.6 o °
Roughing
® Ex stock 0 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: 45° Kr: 93°
-
A198 A206 A207 A220 A221 A286 A287
A40 Grade selection A38 Technical info A445 Cutting data A324

System code

A58



Negative inserts General tu rning

O  Ideal machining conditions DN** L 1.C S d
€ Normal machining conditions 1504 | 155 | 127 | 476 | 5.16
Turning inserts §%  Unfavourable machining conditions 1506 | 155 | 127 | 635 | 5.16
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E DBBOBO
M O OOLBBBOBIO
K COBBDB
N o0 o
S OCOBBEB (OF%)
H
Mm M N N o~ g o~ N b
P BCO0C000S5S86R00000R0OCED |28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
DNMA150404 04 |0.2-6.0| 0.1-0.3 o
Flat DNMA150408 0.8 [0.2-6.0| 0.1-0.6 o
- DNMA150604 04 |0.2-6.0| 0.1-0.3 o e o
—/ DNMA150608 0.8 |0.2-6.0| 0.1-0.6 e o
Medium Cut DNMA150612 1.2 10.2-6.0|0.15-0.70 ° e O
DNMA150616 1.6 |0.2-6.0| 0.2-0.8 ® O o
ER DNMG150608-ER 0.8 2-6 [0.15-0.55 °
DNMG150612-ER 1.2 2-6 |0.25-0.80 °
z’l_?
Roughing
® Ex stock o0 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: 45° Kr: 93°
. iy P P
A198 A206 A207 A220 A221 A286 A287
System code A40 Grade selection A38 Technical info A445 Cutting data A324

A59

Turning

Milling

N

Drilling

O

Technical
Information

Index



General turni NQJ Negative inserts

O  Ideal machining conditions DNMM L 1.C S d
A €3 Normal machining conditions 1506 | 155 | 127 | 635 | 5.16
Turning inserts €8  Unfavourable machining conditions
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
= P  OOHBMBkeE SBBOBO
c
£ M o 00888080
S
2 K CODBBB
N 00 o®
S COBBHB o®
H
m M = 2
B | ¢ |eegzezBigsealsssgeangh oo
: BUOO00U==00R000OURVULEIL 2R
[ea g ea Qe e R va W o R <a R e R aa Ml a a Qi ea Qi aa | lf'a W e'a S 'a WY 'a Jif 'a W 'a |l Ip=alib=e) I~ [alya)
S>>>>>>>>>>>>>>>>>>>5> |>>
DR DNMM150608-DR 0.8 |0.7-6.0/0.20-0.55|0 @ ® O
| DNMM150612-DR 12 | 1-6 [0.25070|0 @ @ O ®
2 * J | DNMM150616-DR 16 |1.56.0/032090| o o
= .
Roughing
ER DNMM150608-ER 0.8 {0.7-6.0|0.20-0.55 °
DNMM150612-ER 1.2 1-6 |0.25-0.70 °
C Roughing
HDR DNMM150608-HDR 0.8 1-7 ]0.25-0.60 e @ O
DNMM150612-HDR 1.2 1-7 0.3-0.8 o
. " ﬂ’ DNMM150616-HDR 16 [1.5-7.0| 04-1.0 o
=
E Roughing
LR DNMM150608-LR 0.8 2-6 0.1-0.6 [ °
DNMM150612-LR 1.2 2-6 0.2-08 |0 o °
g DNMM150616-LR 1.6 2-6 |0.25-1.00 ° o
D Roughing
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
c HW  Uncoated carbide
© O
(O
Z®
= € Tool holder
E NSl 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: 45° Kr: 93°
E -
A198 A206 A207 A220 A221 A286 A287
X
(9
©
£
System code A40 Grade selection A38 Technical info A445 Cutting data A324

A60



Negative inserts General tu rning

O  Ideal machining conditions DNMG L 1.C S d
€3 Normal machining conditions 1506 | 155 | 127 | 635 | 5.16
Turning inserts §%  Unfavourable machining conditions 1906 | 193 |15875] 635 | 7.94
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E DBBOBO
M O OOLBBBOBIO
K COBBDB
N o0 o
S OCOBBEB (OF%)
H
Mm M N N o~ g o~ N b
P BCO0C000S5S86R00000R0OCED |28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
DNMG150604 04 |0.4-6.0| 0.1-0.3 o
Basic DNMG150608 0.8 |0.5-6.0/0.15-0.50 o
X DNMG150612 1.2 |0.8-6.0/0.18-0.60
-—/ DNMG150616 16 | 1-6 |0.23-0.65
DNMG190608 0.8 |0.2-6.0| 0.1-0.6 o
DNMG190612 1.2 |0.2-6.0|0.08-0.60
® Ex stock o0 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: 45° Kr: 93°
. iy P P
-
A198 A206 A207 A220 A221 A286 A287
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

O  Ideal machining conditions SNMG L 1.C S d
A €3 Normal machining conditions 09 03 | 9.525 | 9.525 | 3.18 | 3.81
Turning inserts §%  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 5.16
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
o 90° POOBOG® BOB060
c
£ oo+ ' - M 0 00BBSBOGO
— 3 S,
e LN Y K 00BBS
ad
L\ N 00 o
AT S S 008SB8 08
Bl H
B M M NN o~ h) o~ o 2
P BC0000==80Ran0booa0Bolo 28
[ e R e W ea e W a R vl ca i aa Rl ca W ea Wi ca | lf aa Qi a'a Wi a Wi o'a Wi oa Wi a'a || I~ g [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
SNMG120404-ADF 04 | 05-50 | 0.1-03 |o °
SNMG120408-ADF 0.8 | 0.5-5.0 |0.12-0.50| 0 [
g SNMG120412-ADF 1.2 1-5 0.2-06 |o °
=
DF SNMG120408-DF 08 | 03-15 | 0.1-04 e @ O
5 = SNMG120412-DF 1.2 10.35-1.50|0.15-0.50 e @ O
Bl
C o
Finishing
SF SNMGO090304-SF 0.4 |0.05-0.50/0.05-0.20 °
SNMGO090308-SF 0.8 [0.05-0.50|0.10-0.35 °
= "y ) | sNMG120404-SF 04 |0.05-0.50|0.05-0.20 o
= SNMG120408-SF 0.8 |0.05-0.50/0.10-0.35 o
= Finishing
(&)
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
D 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°

Technical
Information

A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
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System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

SNMG L 1.C S d
O  Ideal machining conditions 0903 | 9.525 | 9.525 | 3.18 | 381
€3 Normal machining conditions 1204 | 127 | 127 | 476 | 5.16
Turning inserts €8  Unfavourable machining conditions 1568 15875[15875] 635 | 635
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P  OOBMBRR DBBOBO
A — M ol 00BBH0s|0
=N od K COBBEH
A\. | 7 N O O O €9
N> ]
AT S s 008BS o))
] H
50 . lmpgcozBRNeealsasgesEnE
r a = — Qennooo ~N =n 0o — =
. BCO000U0==80Rcoo0oROGOET |28
[Sa Qi ca g ea R ea R e'a e Wi aa e a i aa M2 a o a Qi e a R aa | lfa'a Wi a'a Wi a'a Wi a'a Wi a'a Wi o'a | ==l I~ [ala)
S>>>>>>>>>>>>>>>>>>>>5>> |[>>
SNMGO090304-EF 0.4 |0.5-2.0/0.05-0.30 ° ® O
SNMGO090308-EF 0.8 |0.5-2.0/0.05-0.40 ° °
SNMG090312-EF 1.2 |0.5-2.0/0.05-0.45 o
SNMG120404-EF 0.4 |0.8-3.0/0.05-0.30 ° ® O
SNMG120408-EF 0.8 |0.8-3.0| 0.1-0.4 ° ® O
N SNMG120412-EF 1.2 |0.8-3.0/0.15-0.45 o ® O
Finishing
SNMG150608-EF 0.8 1-4 0.1-0.4 ° o
SNMG150612-EF 1.2 1-4 |0.15-0.45 o
® Ex stock 0 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°
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
’ g
A224 A225 A289
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

SNMG L 1.C S d
09 03 | 9.525 | 9.525 | 3.18 | 3.81
O  Ideal machining conditions 1204 | 127 | 127 | 476 | 5.16
€3 Normal machining conditions 15 06 |15.875[15.875| 6.35 | 6.35
Turning inserts €8 Unfavourable machining conditions 1906 | 1905 | 19.05 | 635 | 7.94
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OODHBHR DSBDBOBO
e — M ol COBBGOBO
Yot K 00BBa
O N 00 08
N |
AT S s 008BS oL
] H
LnNN-—N-—mmNNmeN)\—NLnoLnNF-—E
IS0 roa f gl sen2d8egogeecasg g |55
. B00000U==00R00UOLRVUILEL =&
foa oo Joa Wit ea Bifea liYea B = a W e Wi oo Wi e Wi a Wi ca Qi =a | lfaa i aa Wi aa WY a'a Wi a Wi aa | [~li~ I-d [ala)
S>E>>>>>>>>>>>>>>>>>>>> |5>
SNMGO090304-PM 0.4 [04-45| 0.1-0.3 o e
SNMG090308-PM 0.8 |0.5-4.5/0.15-0.50 oe ° o e °
SNMG090312-PM 1.2 10.6-45| 0.2-0.6 o
PM SNMG120404-PM 04 |0.4-6.0| 0.1-0.3 e O e o o
[ -l SNMG120408-PM 0.8 [0.5-6.0|0.15-0.50 [ ) o e [
‘ SNMG120412-PM 1.2 {0.8-6.0|0.18-0.60 L ) o [
B | SNMG120416-PM 16| 16 023065 o0 oo o o o
Medium Cut| SNMG150608-PM 0.8 |0.7-7.5/0.14-050, o ©
SNMG150612-PM 1.2 /0.8-7.5|0.18-0.60 o @ O ° °
SNMG190612-PM 1.2 {1.0-7.5]0.20-0.65 o e e [ o e [
SNMG190616-PM 1.6 {1.0-7.5]/0.23-0.65 o
® 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°
-
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***_PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
-
A224 A225 A289
System code A40 Grade selection A38 Technical info A445 Cutting data A324

A64



Negative inserts General tu rning

SNMG L 1.C S d
09 03 | 9.525 | 9.525 | 3.18 | 3.81
O Ideal machining conditions 1204 | 127 | 127 | 476 | 516
€ Normal machining conditions 1506 |15.875|15.875| 6.35 | 6.35
Turning inserts g%  Unfavourable machining conditions 1906 | 19.05 | 19.05 | 635 | 7.94
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P  OOBHBRR DBBOBO
T R — M o8 00BBHOBO
=N od K QOHBHBEHB
h N N o0 (OF¥)
= )
AT S s 00BBH o)
e | H
LﬁNNn—Nl—mmNNmNg\—NmoLﬂN‘_u—g
o) roa f g ome2dgegegeecasllyc|ss
° B0000U==a0R00OOLRVUUEIL =&
foa oo R oo Wi ea lfea Ml ea B = ol e Qi oo B s a R e a Qi e Qi =a | 2 R a'a Wi a'a WY a'a Wi 2 Wi o' | [~ e [ala)
S>>>>>>>>>>>>>>>>>>55> [>>
SNMG090304-DM 0.4 [04-45| 0.1-0.3 L)
SNMG090308-DM 0.8 |{0.5-4.5|0.15-0.50 LI ) o
SNMG120404-DM 0.4 |0.4-6.0| 0.1-0.3 e oo
DM SNMG120408-DM 0.8 |0.5-6.0/0.15-0.50 e o 0 0
.‘_'! SNMG120412-DM 1.2 [0.8-6.0(0.18-0.60 [ )
=) SNMG120416-DM 1.6 1-6 |0.23-065|0 0 @ © o
===
4 SNMG150608-DM 0.8 |0.8-7.5| 0.1-0.5 LI )
Medium Cut
SNMG150612-DM 1.2 |0.8-7.5/0.18-0.60 e o o
SNMG190612-DM 1.2 1-9 10.18-0.60 e @ O
SNMG190616-DM 1.6 1-9 |0.23-065|0 © @ @ [
EG SNMG120404-EG 0.4 |0.5-4.0/0.05-0.20 o
SNMG120408-EG 0.8 |0.5-4.0| 0.1-0.5 ° °
. SNMG120412-EG 1.2 |0.5-40| 0.2-0.6 °
Medium Cut
® Ex stock o0 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°
-l
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***_.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
-
A224 A225 A289
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

O  Ideal machining conditions SNMG L 1.C S d
A €3 Normal machining conditions 1204 | 127 | 127 | 476 | 5.16
Turning inserts $%  Unfavourable machining conditions 1506 |15.875/15.875| 635 | 635
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
o 90° POOBOG® BOB060
c
£ oo+ ' - M 0 00BBSBOGO
o - S,
e O N K 00BBS
ad
L\ N 00 o
AT S S 008SB8 08
<] H
B M M NN o~ H o~ o 2
P BC0000==80Ran0booa0Bolo 28
[ e R e W ea e W a R vl ca i aa Rl ca W ea Wi ca | lf aa Qi a'a Wi a Wi o'a Wi oa Wi a'a || I~ g [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>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 [ B ] ® O
g SNMG120412-EM 1.2 |0.50-6.35|0.25-0.60 o0 ® O
g SNMG120416-EM 16 |0.50-6.35/0.30-0.75 o
B SNMG150612-EM 1.2 | 0.5-8.0 [0.25-0.60 oe °
Medium Cut
SNMG150616-EM 1.6 | 0.5-8.0 [0.30-0.75 °
Tc SNMG120404-TC 0.4 | 0.5-5.0 |0.08-0.25 °
SNMG120408-TC 0.8 | 0.5-5.0 |0.15-0.40 )
C . SNMG120412-TC 1.2 | 0.5-5.0 | 0.2-0.5 ° °
SNMG150616-TC 1.6 1-7 0.2-0.7 °
Medium Cut
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
2 HC? Coated cermet
= HW  Uncoated carbide
a
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 g A199 A208 A210 A211 A212 A222 A223
=
E = MSKNR/L MSDNN S***_.PSKNR/L
E § Kr: 75° Kr: 45° Kr: 75°
£
-
E A224 A225 A289
x
(3]
©
£
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

SNMG L 1.C S d
12 04 12.7 12.7 4.76 5.16
O  Ideal machining conditions 1506 |15.875|15.875| 635 | 6.35
€3 Normal machining conditions 19 06 | 19.05 | 19.05 | 635 | 7.94
Turning inserts €% Unfavourable machining conditions 2509 | 254 | 254 | 9525 | 912
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P  OOBHBRR DBBOBO
oL~ R — M ol 0OBBH0B0
=N od K QOHBHBEHB
A\. T i N O O O 69
= |
i S S 008BY 0
e | H
LﬁNNn—Nl—mmNNmNg\—NmomN‘_u—g
IS0 r|oa f g ome2dgegegeecasllyc|ss
. B0000U==a0R00OOLRVUUEIL =&
foa oo R oo Wi ea lfea Ml ea B = ol e Qi oo B s a R e a Qi e Qi =a | 2 R a'a Wi a'a WY a'a Wi 2 Wi o' | [~ e [ala)
S>>>>>>>>>>>>>>>>>>55> [>>
NM SNMG120408-NM 0.8 | 0.5-5.0 | 0.1-04 L) o
SNMG120412-NM 1.2 | 0.5-5.0 [0.15-0.50 °
Medium Cut
SNMG120408-DR 0.8 | 0.7-7.0 | 0.2-0.5 o e e ° °
SNMG120412-DR 1.2 1-7 10.25-0.70|0c @ © @ @ © ° °
DR SNMG120416-DR 1.6 | 1.5-7.0 |0.32-0.75 o e e ° °
| SNMG150612-DR 12 1-8 (025070 e e o e e o
"iﬂ?l SNMG150616-DR 16 | 1.5-80 | 0.3-0.8 eo o o e
. SNMG190612-DR 1.2 1-10 ]0.25-0.70 oo 0 0 0 )
Roughing | SNMG190616-DR 1.6 [1.5-10.0| 0.3-0.8 OO o e
SNMG190624-DR 24 2-10 |0.32-0.90 O e e @ O
SNMG250924-DR 24 2-15 0.4-1.2 ) o o
® Ex stock o0 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°
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***_.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
-
A224 A225 A289
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

SNMG L 1.C S d
O Ideal machining conditions 1204 | 127 | 127 | 476 | 5.16
€@ Normal machining conditions 1506 |15.875/15.875| 6.35 6.35
Turning inserts €8  Unfavourable machining conditions 1968 1905 | 19.05 | 635 | 7.94
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOBMBHR DBDBOBO
ol — M ol COBBGOBO
. - | .
= : K COBBB
‘\m gd
L\ N 00 o
N ]
AT S s 0088S o))
] H
56 . lepgconBRNenalsasgeycgn
r a — ] — Qennooo ~N >n D — =
P 80000080000 a0Bolo 28
[oa R R N e e W a W aa W e a Qi aa R a'a R o'a i aa R ) [ a'a Wi o'a Wi a'a B o'a Wi 'a Wit 'a |l R~ I~ [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
SNMG120408-ER 0.8 | 2.0-7.6 |0.20-0.55 o o
ER SNMG120412-ER 1.2 | 20-76 | 0.3-0.6 o e
= SNMG150608-ER 0.8 | 2.0-9.6 | 0.2-0.5 o o
~ ' | SNMG150612-ER 1.2 | 2.0-9.6 | 0.3-0.6 oe
. SNMG190612-ER 1.2 |2.0-11.4| 0.3-0.6 o e
Roughing
SNMG190616-ER 1.6 [2.0-11.4/0.35-0.80 o e
® Ex stock o0 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°
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***_.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
’ g
A224 A225 A289
A40 Grade selection A38 Technical info A445 Cutting data A324
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Ae68




Negative inserts General tu rning

SNMM L 1.C S d
15 06 |15.875|15.875| 6.35 6.35
O Ideal machining conditions 1906 | 19.05 | 19.05 | 635 | 7.94
€3 Normal machining conditions 2507 | 254 | 254 | 7.94 | 9.12
Turning inserts €% Unfavourable machining conditions 2509 | 254 | 254 | 9525 | 912
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P  OOBHBRR DBBOBO
e — M ol 0OBBHOB|O
=N od K QOHBHBEHB
A\. T i N O O O 69
L )
AT S s 088G 08
] H
LﬁNNn—Nl—mmNNmNg\—NmomN‘_u—g
IS0 r|oa f g ome2dgegegeecasllyc|ss
. B0000U==a0R00OOLRVUUEIL =&
foa oo R oo Wi ea lfea Ml ea B = ol e Qi oo B s a R e a Qi e Qi =a | 2 R a'a Wi a'a WY a'a Wi 2 Wi o' | [~ e [ala)
S>E>>>>>>>>>>>>>>>>>>>> |[5>
SNMM150612-DR 1.2 1-7 10.25-0.60 )
SNMM150616-DR 1.6 | 1.5-9.0 |0.32-0.90 Oeo0 e
DR SNMM190608-DR 0.8 |2.0-10.5/0.25-0.50 o
SNMM190612-DR 1.2 |2.0-10.5|0.25-0.60 e e O e
#8 | SNMM190616-DR 16 [2.0-105/035:090| e ® o ®
B | sNMM190624-DR 24 [2.0-105| 04-1.1 eee O
Roughing | SNMM250716-DR 1.6 |2.5-12.5| 0.4-1.0 °
SNMM250724-DR 24 |25-125| 0.5-1.2 cee
SNMM250924-DR 24 |25-125] 0.5-1.2 ) [N
® Ex stock o0 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°
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN
Kr: 75° Kr: 45°
-
A224 A225
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

SNMM L 1.C S d
12 04 12.7 12.7 4.76 5.16
O  Ideal machining conditions 1506 |15.875|15.875| 635 | 6.35
€3 Normal machining conditions 1906 | 19.05 | 19.05 | 635 | 7.94
Turning inserts €8 Unfavourable machining conditions 2509 | 254 | 254 | 9525 | 912
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OODHBHR DSBDBOBO
e — M ol COBBGOBO
. #f Ta
~ J K QOHBHBEHB
‘\ﬂ.\ gd
O N 00 08
= |
AT S s 008BS oL
| H
LnNN-—N-—mmNNmeN)\—NLnoLnNF-—H
IS0 r|oa f |goggEee2dBeonboocage il |55
. B00000U==00R00UOLRVUILEL =&
foa Qe R ea R ea W ea W e e e a Qs i aa R o a WY a R aa )l e'a Wi 'a Bife'a Wi 'a WY 'a Wi 'a | IPZalib— el I~ [ala)
S>>>>>>>>>>>>>>>>>>55> |[>>
SNMM120408-LR 0.8 1-6 0.1-0.5 o e
SNMM120412-LR 1.2 1-6 0.2-0.6 o e
SNMM120416-LR 1.6 1-6 0.25-0.70 oo
SNMM150612-LR 1.2 | 1.5-7.0 | 0.1-0.5 o e
SNMM150616-LR 1.6 | 1.5-7.0 | 0.1-0.5 o e
SNMM190612-LR 1.2 2-10 |0.25-0.70 o e
Roughing | SNMM190616-LR 16 | 2-10 | 03-1.0 o e
SNMM190624-LR 24 | 2-10 | 0.3-1.1 o e
SNMM250924-LR 24 |3.0-125| 0.3-1.2 L) °
® Ex stock o0 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°
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***_.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
’ g
A224 A225 A289
System code A40 Grade selection A38 Technical info A445 Cutting data A324

A70



Negative inserts General tu rning

SNMM L 1.C S d
12 04 12.7 12.7 4.76 5.16
1506 |15.875|15.875| 6.35 6.35
O  Ideal machining conditions 1906 | 19.05 | 19.05 | 635 | 7.94
€5 Normal machining conditions 2507 | 254 | 254 | 7.94 | 9.12
Turning inserts g8 Unfavourable machining conditions 2509 | 254 | 254 | 9525 | 912
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOBH38R B BB OB0
J— i — M of: 00888080
. . I 8
| \ K COBBHB
ia='dA ad
" N 00 of
AT s S Q0OBBB of%
|l H
NN - N =DM NN Nk&).—mm mN‘——g
IS0 r | oa f shhhbhboggoftunocsgcghpn oo
. Bo00U000U==00R0aLORVUVVEL (=&
foa e R ea R eva R era R a R e i ~a R va S va S o' i e Ry e | Wa'a B a'a Wi a'a Wi o'a MY 'a WY o'a § [P=li=d) I [ala)
S>>>>>>>>>>>>>>>>>>5>5> [>>
SNMM120408-HDR 0.8 1-6 0.1-0.6 L) o
SNMM120412-HDR 1.2 | 1.5-6.0 | 0.2-0.7 o0 o
SNMM120416-HDR 1.6 | 1.5-6.0 | 0.2-1.0 o
SNMM150608-HDR 0.8 1-7 0.2-0.6 °
HDR SNMM150612-HDR 12| 17 ]025-070| e e e
; SNMM150616-HDR 1.6 | 1.5-9.0 |0.32-1.00 oe
; . | SNMM150624-HDR 24 11590 | 04-1.2 o
L |
) SNMM190612-HDR 1.2 |2.0-10.5|0.25-0.70 o e e
Roughing
SNMM190616-HDR 1.6 |2.0-10.5(0.35-1.00 [ ) °
SNMM190624-HDR 24 |2.0-10.5| 0.4-1.2 L)
SNMM250724-HDR 24 |2.5-125| 05-1.4 ® O °
SNMM250924-HDR 24 |25-125| 05-1.4 o0 °
® Ex stock 0 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°
-l
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
-
A224 A225 A289
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ 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 §%  Unfavourable machining conditions 2509 | 254 | 254 | 9.525 | 9.12
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P  OOHBMBkeE DBDBOBO
e — M ol COBBHOBO
o K 00BBS
L\ N 00 o
AT S S 008SB8 08
Bl H
M M N N o h} N N b
P BCO0000SS86R0000DROOCED |28
[ e R e W ea e W a R vl ca i aa Rl ca W ea Wi ca | lf aa Qi a'a Wi a Wi o'a Wi oa Wi a'a || I~ g [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
HPR SNMM190616-HPR 1.6 [2.0-10.5/0.35-1.00 °
SNMM190624-HPR 24 |2.0-10.5| 0.4-1.2 [
SNMM250924-HPR 24 |2.0-125| 05-14 L) °
Roughing
® Ex stock 0 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°

A208 A210

A211

A212

A222

A223

A224

System code A40 Grade selection

A72

A38

Technical info
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Cutting data
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Negative inserts General tu rning

SN** L 1.C S d

09 03 | 9.525 | 9.525 | 3.18 | 3.81
1204 | 127 | 127 | 476 | 5.16
2507 | 254 | 254 | 794 | 9.12
2509 | 254 | 254 | 9525 | 9.12

O  Ideal machining conditions

€3 Normal machining conditions

Turning inserts g8 Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOBHaEE% DBBOBO
T ™y — M o8 00BBHOBO
=N od K 00Be
L\ N 00 o))
L )
AT S s 088G 08
] H
NN - N =DM NN Ng\—mmomm\—-—g
150 r]oa | f |[moRmBRolnonnnSooRognhn |5
: 800000 ==00R0a0000LRVUVLEL (=&
foa oo R oo Wi ea lfea Ml ea B = ol e Qi oo B s a R e a Qi e Qi =a | 2 R a'a Wi a'a WY a'a Wi 2 Wi o' | [~ e [ala)
S>E>>>>>>>>>>>>>>>>>>>> |[5>
SNMGO090308 0.8 [0.3-5.0/0.1-0.6 °
Basic SNMG120408 0.8 |0.5-6.0|/0.1-0.6 ° °
|' - | | SNMG120412 1.2 |0.5-6.0|0.1-0.7 ° o
o | SNMG120416 1.6 |0.5-6.0|/0.1-0.8 o
 m—)) |
Medium Cut SNMG250724 2.4 1-9 |0.1-1.1
SNMG250924 24 19 |0.1-1.1 °
Basic SNMM120408 0.8 |0.5-5.0|0.1-0.5 °
I v | SNMM120412 1.2 [1.5-7.0]0.2-0.6 o
a
| ks |
b
® Ex stock o0 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°

A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***.pSKNR/L
Kr: 75° Kr: 45° Kr: 75°

‘e

A224 A225 A289

System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

SN** L 1.C S d
12 04 12.7 12.7 4.76 5.16
QO Ideal machining conditions 1506 |15.875/15.875| 6.35 6.35
€3 Normal machining conditions 1906 | 19.05 | 19.05 | 635 | 7.94
Turning inserts €8 Unfavourable machining conditions 2507 | 254 | 254 | 794 | 912
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OODHBHR DSBDBOBO
e — M ol COBBGOBO
. #f Ta
~ J K QOHBHBEHB
‘\ﬂ.\ gd
O N 00 08
= |
AT S s 008BS oL
| H
LnNN-—N-—mmNNmeN)\—NLnoLnNF-—H
1SO r a f [puoupnoublluno-nnocSoNg g0 oo
P B00000U==00R00UOLRVUILEL =&
foa Qe R ea R ea W ea W e e e a Qs i aa R o a WY a R aa )l e'a Wi 'a Bife'a Wi 'a WY 'a Wi 'a | IPZalib— el I~ [ala)
S>>>>>>>>>>>>>>>>>>5>5> > >
SNMA120408 0.8 | 0.5-5.0 |0.1-0.5 [ ) [
Flat SNMA120412 1.2 | 0.5-5.0 [0.2-0.7 ® O ® O
SNMA120416 1.6 | 0.5-5.0 |0.2-1.0 o o o
o SNMA150608 0.8 | 0.8-7.0 |0.1-0.5 o
I | SNMA150612 12 | 0.8-7.0 [0.2-0.7 °
SNMA190612 1.2 | 0.8-7.0 |0.2-0.7 o e )
SNMA190616 1.6 | 0.8-7.0 |0.3-0.8 o °
. SNMM250724-1 24 12.0-12.5/0.3-1.2 oo o
Basic
L=
b
® Ex stock 0 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°
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
’ g
A224 A225 A289
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

O  Ideal machining conditions SNMM L 1.C S d
€3 Normal machining conditions 1906 | 19.05 | 19.05 | 635 | 7.94
Turning inserts §%  Unfavourable machining conditions 2509 | 254 | 254 [ 9525 9.12
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P  OOBMBkR DBBOBO
S Y — M oL 008BHBOKO
=l N o K COBBHB
L\ N 00 o8
Y S S QOBHBG o
Bl H
Mm M N N o~ g o~ N b
P BCO0C000S5S86R00000R0OCED |28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
Basic SNMM190608 0.8 |1.0-10.5/0.15-0.50 °
m v | SNMM190612 1.2 |1.5-10.5| 0.2-0.7 °
| - [ SNMM190616 16 105-105| 02-1.0
B | snMMm250924 24 [20-125| 03-1.2 o e
® Ex stock 0 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°

A208

A210

A211

A212

A222

A223

A224

System code A40

Grade selection

A38

Technical info

A445

Cutting data

A324
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General turni NQJ Negative inserts

SNUN L I.C S

09 03 | 9525 | 9525 | 3.18
12 04 12.7 12.7 4.76
1904 | 19.05 | 19.05 | 4.76
25 07 254 254 7.94
25 09 254 254 | 9.525

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts €8 Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OODBBkR BB BO B0
ol M of¢ COBHB0BO
=l K 0BV
e I
N N 00 o8
Sz
AT S 00BBY o
H
NN - =DM NN NLN)FNIJ\ mN‘——8
IS0 roa f |phhpbbhoggethhscsgoghpn oo
VWLULUULUU=ZZ0O0N0Q0VYULVLYYEY = N
[oa Qs s e B e N e Q< R e B v N wa o a Nl aa Qi aa i 'a W 'a WY 'a Wi 'a S 'a W 'a | =i~ [~ [ala)
S>>>>>>>>>>>>>>>>>>55> |[>>
SNUN090304 0.4 |0.5-4.0| 0.1-0.3
SNUN090308 0.8 |0.5-4.0| 0.2-0.5 o
Flat SNUN120408 0.8 {0.7-6.0| 0.2-0.5 °
SNUN120412 1.2 |0.7-6.0|0.25-0.60 ° o o o o o
SNUN190412 1.2 10.9-6.0|0.25-0.60 o
[
SNUN190416 1.6 |10.9-6.0| 0.3-0.7 o
SNUN250724 24 | 19 | 05-1.0 o
SNUN250924 24 1-9 0.5-1.0
® Ex stock o0 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°
A262 A263 A265
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

O  Ideal machining conditions TN** L 1.C S d
€3 Normal machining conditions 16 04 | 165 | 9.525 | 476 | 3.81
Turning inserts §%  Unfavourable machining conditions 2204 | 22 | 127 | 476 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E DBBOBO
M O OOLBBBOBIO
K COBBDB
N o0 o
S OCOBBEB (OF%)
H
Mm M N N o~ g o~ N b
P BC0000==80Racbooa0lolo 28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
WG TNMX160408-WG 0.8 | 0.5-5.0 |0.15-0.70 °
TNMX160412-WG 1.2 | 0.8-6.0 [0.20-0.75 o
-
urp—
Wiper
ADF TNMG160404-ADF 0.4 | 0.5-5.0 [0.05-0.30| 0 ° °
A TNMG160408-ADF 08 | 0.5-50 | 0.1-04 |o © o °
% TNMG160412-ADF 1.2 | 0550 | 02-0.5 |o
Finishing
DF TNMG160404-DF 0.4 |0.15-2.00(0.08-0.25 e @ O
TNMG160408-DF 0.8 [0.15-2.00| 0.1-0.3 e @ O o
- TNMG160412-DF 1.2 10.35-1.50|0.15-0.50 [ )
SN TNMG220408-DF 08| 0315 | 01-04 | e @ ©
Finishing | TNMG220412-DF 1.2 |0.35-1.50/0.15-0.50, e © e
® Ex stock 0 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°
A200 A213 A214 A215 A226 A227 A228
MTFNR/L S***.PTFNR/L
Kr:91° Kr: 90°
A229 A290
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

TNMG L 1.C S d
O Ideal machining conditions 1103 11 635 | 318 | 226
€3 Normal machining conditions 1604 | 165 | 9525 | 476 | 3.81
Turning inserts €8  Unfavourable machining conditions 2258 22 127 | 476 | 516
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHBa6% DBDBOBO
M O QOBBBOB0
K COBBB
N o0 o
S QOHBHBEHB @)%}
H
- ¢ copronBggseafzesgsyng
r a — ] — Qennooo ~N >n D — =
8 80000080000 a0Bolo 28
[oa R R N e e W a W aa W e a Qi aa R a'a R o'a i aa R ) [ a'a Wi o'a Wi a'a B o'a Wi 'a Wit 'a |l R~ I~ [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
SF TNMG110304-SF 0.4 |0.05-0.50/0.05-0.30 o
) TNMG160404-SF 0.4 10.05-1.00|0.05-0.30 o °
TNMG160408-SF 0.8 |0.05-1.00|0.05-0.40 o
TNMG220408-SF 0.8 [0.05-1.50|0.05-0.40 o
Finishing | TNMG220412-SF 1.2 [0.05-1.50|0.10-0.45 )
® Ex stock o0 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 MTJNR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
G ’ -
A200 A213 A214 A215 A226 A227 A228
MTFNR/L S***.PTFNR/L
Kr:91° Kr: 90°
A229 A290
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

TNMG L 1.C S d
O  Ideal machining conditions 1103 1 635 | 318 | 2.26
€3 Normal machining conditions 1604 | 165 | 9525 | 476 | 3.81
Turning inserts €8  Unfavourable machining conditions 22 g 22 127 | 476 | 516
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P  OOBMBRR DBBOBO
M O OOLBBHOBIO
K COBBDB
N o0 o
S COHBHBHB O
H
50 . lmpgcozBRNeealsasgesEnE
r a = — Qennooo ~N =n 0o — =
. BCO000U0==80Rcoo0oROGOET |28
[Sa Qi ca g ea R ea R e'a e Wi aa e a i aa M2 a o a Qi e a R aa | lfa'a Wi a'a Wi a'a Wi a'a Wi a'a Wi o'a | ==l I~ [ala)
S>>>>>>>>>>>>>>>>>>>>5>> |[>>
TNMG110304-EF 0.4 |0.1-1.0/0.05-0.20 °
TNMG110308-EF 0.8 |0.1-1.0/0.05-0.40 °
TNMG160404-EF 0.4 [0.1-1.5/0.05-0.30 (] ® O
TNMG160408-EF 0.8 |0.1-1.5| 0.1-0.4 ° e O
TNMG160412-EF 1.2 |0.2-2.5|0.15-0.40 o o0
N TNMG220404-EF 0.4 |0.5-2.5/0.05-0.25 o °
Finishing
TNMG220408-EF 0.8 |0.5-2.5| 0.1-0.4 o ® O
TNMG220412-EF 1.2 |0.5-2.5| 0.1-0.5 o
M TNMG160404L-FM 0.4 |0.5-3.0| 0.1-0.3 [ °
TNMG160404R-FM 0.4 |0.5-3.0| 0.1-0.3 °
A TNMG160408L-FM 0.8 |0.5-3.0/0.15-0.50 °
TNMG160408R-FM 0.8 |0.5-3.0/0.15-0.50 °
Finishing
® Ex stock 0 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 MTJINR/L MTJINR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
A200 A213 A214 A215 A226 A227 A228
MTFNR/L S***.PTFNR/L
Kr:91° Kr: 90°
A229 A290
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

TNMG L I.C S d
A O Ideal machining conditions 1103 11 635 | 3.18 | 226
€3 Normal machining conditions 1604 | 16.5 | 9.525 | 476 | 3.81
Turning inserts $%  Unfavourable machining conditions 2204 | 22 | 127 | 476 | 5.16
o TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
£ P OOBGH: BB OBO
S
i M of% 00BBROB0
K COBBB
N o0 o
S QOHBHBEHB @)%}
B ;
56 . lepgconBRNenalsasgeycgn
r a — ] — CHEICECE 2 0 D — =
P BCO0000==80Rcoo0oROGOET |28
[Sa g ca R ea R e W e'a o' R e e a R aa M2 a i o a Qi e a W a'a | lfa'a Wi a'a Wi a'a W a'a Wi a'a W o'a | ==l [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
TNMG110308-DM 0.8 {0.3-3.0| 0.1-0.4 L)
g TNMG160404-DM 0.4 [04-5.0| 0.1-0.3 L ) o ° o
g DM TNMG160408-DM 0.8 [0550(0.15-050| ® e ® e © o
- TNMG160412-DM 1.2 |0.8-5.0/0.18-0.60|0 @ ® O o
E TNMG220404-DM 04 |04-6.6| 0.1-0.3 o 0o 0 o
. TNMG220408-DM 0.8 {0.5-6.6|0.15-0.50 [ ) °
Medium Cut
TNMG220412-DM 1.2 {0.8-6.6|0.18-0.60 L ) [
C TNMG220416-DM 1.6 |1.0-6.6|0.23-0.65 L ) o
TNMG110304-PM 0.4 [0.4-3.0| 0.1-0.3 L3N
TNMG110308-PM 0.8 {0.4-3.0/0.15-0.40 [
PM TNMG160404-PM 0.4 [0.4-5.0| 0.1-0.3 e 00 ° ° °
TNMG160408-PM 0.8 [0.5-5.0/0.15-0.50 [ ) ° [
=) L
c - _ N
£ —— TNMG160412-PM 1.2 [0.8-5.0(0.18-0.60 e ® O ° °
5 Medium Cut TNMG220408-PM 0.8 |0.5-6.6|0.15-0.50 L) ° °
TNMG220412-PM 1.2 [0.8-6.6|0.18-0.60 cee ° °
TNMG220416-PM 1.6 |1.0-6.6|0.23-0.65 o e o o
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?> Coated cermet
D HW Uncoated carbide
Tool holder
= DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJNR/L
TB i) Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
23
=
@ g - | #
- - \ > |
A200 A213 A214 A215 A226 A227 A228
E MTFNR/L S***_.PTFNR/L
Kr:91° Kr: 90°
) I («é
(3] -
5 .
£
A229 A290
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

O  Ideal machining conditions TNMG L 1.C S d
€3 Normal machining conditions 16 04 | 165 | 9525 | 476 | 3.81
Turning inserts g8  Unfavourable machining conditions
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E DBBOBO
M O OOLBBBOBIO
K COBBDB
N o0 o
S OCOBBEB (OF%)
H
0 . leogronBRenaSsasgsynns
r a o — = —E-EE e — — S o
' 800380852558555883288822¢2 &8
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
M TNMG160404-ZM 0.4 |0.5-5.0/0.08-0.30| o
TNMG160408-ZM 0.8 |0.5-5.0| 0.1-04 |o
‘ TNMG160412-ZM 1.2 |0.5-5.0| 0.1-06 |0
Medium Cut
® Ex stock 0 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 MTJNR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
A200 A213 A214 A215 A226 A227 A228
MTFNR/L S***.PTFNR/L
Kr:91° Kr: 90°
A229 A290
A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

O  Ideal machining conditions TNMG L 1.C S d
€3 Normal machining conditions 16 04 | 165 | 9.525 | 476 | 3.81
Turning inserts $%  Unfavourable machining conditions 2204 | 22 | 127 | 476 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHa38 DBDBOBO
M O QOBBHBOBO
K COBBB
N 00O (OF¥)
S QCOBBDB O
H
m M = =
IS0 vl oa fRoRnAnLRRenanS5S888ghah oo
. B00000==00R0a00URVULVLEUL (=&
[ e R e W ea e W a R vl ca i aa Rl ca W ea Wi ca | lf aa Qi a'a Wi a Wi o'a Wi oa Wi a'a || I~ g [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
EG TNMG160404-EG 0.4 |0.5-4.0| 0.1-0.3 ° °
TNMG160408-EG 0.8 [0.5-4.0| 0.1-04 [ B ] [ )
A TNMG160412-EG 1.2 (0.5-4.0(0.15-0.50 oo o
Medium Cut
TNMG160404-EM 0.4 |0.5-4.8/0.05-0.30 ® O ® O
EM TNMG160408-EM 0.8 [0.5-4.8|0.10-0.45 (N ] ® O
/ TNMG160412-EM 1.2 {0.5-4.8| 0.1-0.6 [ N ] [ )
J TNMG220408-EM 0.8 |0.5-6.6|0.10-0.45 N ] ® O
. TNMG220412-EM 1.2 [0.5-6.6| 0.1-0.6 oe e O
Medium Cut
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 () °
TNMG160408-TC 0.8 [0.5-3.0/0.08-0.25 ° )
‘ TNMG160412-TC 1.2 1-3 0.1-0.3 ° °
TNMG220412-TC 1.2 1-6 |0.15-0.40 ° )
Medium Cut| TNMG220416-TC 16 | 1-6 | 02-05 °
® Ex stock 0 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°
A200 A213 A214 A215 A226 A227 A228
MTFNR/L S***_PTFNR/L
Kr:91° Kr: 90°
A229 A290
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

TNMG L 1.C S d
O  Ideal machining conditions 1604 | 165 | 9525 | 476 | 3.81
€3 Normal machining conditions 2204 22 127 | 476 | 516
Turning inserts €8  Unfavourable machining conditions 27 06 | 275 [15875] 635 | 635
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P  OOBMBRR DBBOBO
M oo OOLBBHOBIO
K COBBEH
N 00 o
S COLBBHB O
H
150 . lmpgcozBRNeealsasgesEnE
r a = — Qennooo ~N =n 0o — =
. BCO000U0==80Rcoo0oROGOET |28
[Sa Qi ca g ea R ea R e'a e Wi aa e a i aa M2 a o a Qi e a R aa | lfa'a Wi a'a Wi a'a Wi a'a Wi a'a Wi o'a | ==l I~ [ala)
S>>>>>>>>>>>>>>>>>>>>5>> |[>>
TNMG160408-DR 0.8 | 0.7-6.0 |0.20-055/0 @ @ o ° °
TNMG160412-DR 1.2 1-6 |0.25-0.65 e o0 [¢) o °
DR TNMG220408-DR 0.8 | 0.7-7.0 |0.20-0.55 o0 o o
/\5\ TNMG220412-DR 1.2 1-7 ]0.25-0.65 Oee @O0 o °
J.E.\ " ~ ~
Jr—— TNMG220416-DR 1.6 | 1.5-7.0 |0.32-0.75 ce e ° o °
) TNMG270608-DR 0.8 {1.5-12.0]/0.35-0.55 o)
Roughing
TNMG270612-DR 1.2 2-12 |0.35-0.75 °
TNMG270616-DR 1.6 | 2-12 |0.35-0.75 o
® Ex stock 0 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 MTJINR/L MTJINR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
o \ - & 5
A200 A213 A214 A215 A226 A227 A228
MTFNR/L S***.PTFNR/L
Kr: 91° Kr: 90°
A229 A290
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

TN** L 1.C S d
O Ideal machining conditions 1604 | 165 | 9525 476 | 3.81
€3 Normal machining conditions 22 04 22 127 | 476 | 5.16
Turning inserts €8  Unfavourable machining conditions 271998 27.5 [15875] 635 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHBa6% DBDBOBO
M O QOBBBOB0
K COBBB
N o0 (OF¥)
S QOHBHBEHB @)%}
H
56 . lepgconBRNenalsasgeycgn
r a — ] — Qennooo ~N 0 0 — =
. BCO0000==80Rcoo0oROGOET |28
[Sa g ca R ea R e W e'a o' R e e a R aa M2 a i o a Qi e a W a'a | lfa'a Wi a'a Wi a'a W a'a Wi a'a W o'a | ==l [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
TNMM160408-DR 0.8 | 0.7-6.0 |0.20-0.55 O e e o
DR TNMM160412-DR 1.2 1-6 [0.25-0.70 [oRNoRN )
- TNMM220408-DR 0.8 | 0.7-8.0 |0.20-0.55 OO0 e o
s . | TNMM220412-DR 1.2 1-8 ]0.25-0.70 o0
B | TNMM220416-DR 1.6 | 1.5-8.0 [0.32-0.90 oo o
Roughing | TNMM270612-DR 1.2 |12.5-11.0/0.25-0.70 o
TNMM270616-DR 1.6 |2.5-11.0| 0.3-0.9 o
ER TNMG160408-ER 0.8 | 2.0-5.6 |0.15-0.55 o
TNMG160412-ER 1.2 | 2.0-5.6 |0.15-0.60 o
it
J‘)ﬁ\ TNMG220408-ER 0.8 | 2.0-7.7 |0.15-0.55 o
BESSSS | TNMG220412-ER 1.2 | 2.0-7.7 |0.15-0.60 o
Roughing
IR TNMM160408-LR 08| 15 | 0105 o
TNMM160412-LR 121560 0106 | o e .
1
A
Roughing
® Ex stock o0 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°
A200 A213 A214 A215 A226 A227 A228
MTFNR/L S***.PTFNR/L
Kr:91° Kr: 90°
A229 A290
System code A40 Grade selection A38 Technical info A445 Cutting data A324

Ag4



Negative inserts General tu rning

Turning inserts

©)

Ideal machining conditions
€3 Normal machining conditions 22 04 22
§%  Unfavourable machining conditions

TNMM L

1.C S d

127 | 476 | 5.16

27 06 | 275 |15875| 635 | 6.35

TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
60° s P  OOBMBkR DBBOBO
\V4 = M O OOLBBBOBIO
[ ] K 00B8Y
N o0 o
[ | S QOBBEH oF%)
H
Mm M N N o~ g o~ N b
P BCO0C000S5S86R00000R0OCED |28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>5>5>5>>5>>>>>>>> 55> > >
HDR TNMM220412-HDR 1.2 |2-9/0.25-0.80 o
TNMM220416-HDR 1.6 |2-9/0.35-1.00
-
k TNMM270616-HDR 1.6 |2-6/0.35-1.00
e
TNMM270624-HDR 24 (2-7| 04-1.2 o
Heavy
Turning
® Ex stock 0 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 MTJNR/L MTJNR/L MTFNR/L
Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93° Kr:91°
¥, f’ s P
A213 A214 A215 A226 A227 A228 A229
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

As6

TNMG L I.C S d
A 11 03 11 6.35 3.18 2.26
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 27 06 | 275 [15875| 6.35 | 6.35
o Turning inserts €8 Unfavourable machining conditions 3309 33 | 1905]9525] 7.94
c
g TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
= P OODBHBEEsS DBBDBOHBO
M O&% COHBB 080
K CODBBLB
N o0 O
B s 00HBS 08
H
NN - =DM NN NLN)FNIJ\ mN‘——8
IS0 r | oa f |phhpbbhoggethhscsgoghpn oo
. Bo00U00U==00R0aLURVUVEL =&
o [oa Qs s e B e N e Q< R e B v N wa o a Nl aa Qi aa i 'a W 'a WY 'a Wi 'a S 'a W 'a | =i~ [~ [ala)
c S>>>>>>>>>>>>>>>>>>55> |[>>
= TNMG110308 0.8 | 0.2-4.0 |0.08-0.30
= TNMG160404 0.4 | 0.2-4.0 |0.05-0.20 o e
TNMG160408 0.8 | 0.2-4.0 |0.08-0.30 e 0o 0 o
TNMG160412 1.2 | 0.2-4.0 | 0.1-04 e @ O
Basic TNMG220404 0.4 | 0.2-6.0 |0.05-0.20 o o
C TNMG220408 0.8 | 0.2-6.0 | 0.1-0.3 o e
-
e | TNMG220412 1.2 | 0.2-6.0 | 0.1-0.4 o
Medium Cut TNMG220416 1.6 | 0.2-6.0 | 0.1-0.5 o
TNMG270612 1.2 | 0.2-9.0 | 0.1-0.5 (o) [
TNMG270616 1.6 | 0.2-9.0 | 0.1-0.5 o °
Q TNMG330916 1.6 [0.2-11.0| 0.1-0.5 o o
= TNMG330924 24 |0.2-11.0| 0.1-0.7 o o
()
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
D 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°
c -
< © . .
3 PP P L
€ ¢ -
95
= e
- A200 A213 A214 A215 A226 A227 A228
MTFNR/L S***.PTFNR/L
Kr: 91° Kr: 90°
<>J<) A229 A290
ke
£
System code A40 Grade selection A38 Technical info A445 Cutting data A324



Negative inserts General tu rning

TN** L 1.C S d
O  Ideal machining conditions 1604 | 165 | 9.525 | 476 | 381
€3 Normal machining conditions 22 04 22 127 | 476 | 516
Turning inserts €8  Unfavourable machining conditions 27 06 | 275 [15875] 635 | 635
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E% DBBOBO
M O QOBBHOBO
K COBBDB
N o0 o®
S COHBHBHB (@)%}
H
50 . mopconBRdennlcesgesng s
r a = —aN 82 Noo AN — — S s
P BC0000==80Raabooa0Bolo 28
[Sa Qi ca g ea R ea R e'a e Wi aa e a i aa M2 a o a Qi e a R aa | lfa'a Wi a'a Wi a'a Wi a'a Wi a'a Wi o'a | ==l I~ [ala)
S>>>>>>>>>>>>>>>>>>>>> |[>5>
TNMA160404 0.4 10.2-4.0/0.05-0.20 [elNe) °
TNMA160408 0.8 [0.2-4.0/0.08-0.30 L) °
Flat TNMA160412 12 |0.2-40| 0.1-0.4 ce e
» TNMA160416 1.6 |0.5-4.0/0.05-0.50 o e o
TNMA220404 0.4 10.2-6.0(0.05-0.20 o o °
 —
TNMA220408 0.8 [0.2-6.0| 0.1-0.3 o e °
TNMA220412 1.2 [0.2-6.0| 0.1-04 ) L)
TNMA220416 1.6 10.2-6.0| 0.1-0.5 o o
TNMM160404 0.4 |0.2-7.0/0.05-0.60 o e
Basic TNMM160408 0.8 |0.5-7.0/0.05-0.60 [elNe)
TNMM160412 1.2 10.5-7.0/0.05-0.60 o
_n TNMM220408 0.8 [0.5-7.0/0.05-0.60 o e o
s | TNMM220412 1.2 1-7 0.1-0.6 o e o
TNMM220416 1.6 |0.5-7.0|0.05-0.60 o o
TNMM270616 1.6 |0.5-6.5|0.05-0.70 o o °
® Ex stock 0 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°
g 5 > P g f
A200 A213 A214 A215 A226 A227 A228
MTFNR/L S***_PTFENR/L
Kr:91° Kr: 90°
A229 A290
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

O  Ideal machining conditions VN** L 1.C S d
A €3 Normal machining conditions 16 04 | 166 | 9525 | 476 | 3.81
Turning inserts €8  Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
= P  OOHBMBkeE DBDBOBO
c
£ M o 00888080
S
2 K CODBBB
N 00 (OF¥)
S COBBHB O
H
m M = 2
B 50 s | ¢ loogzeEBBEseafdsssgsyEgs oo
Bo00000==00R0000OURVVIVELYL |=&
[ea g ea Qe e R va W o R <a R e R aa Ml a a Qi ea Qi aa | lf'a W e'a S 'a WY 'a Jif 'a W 'a |l Ip=alib=e) I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
ADF VNMG160404-ADF 04 | 0.5-25 | 0.1-03 |o °
VNMG160408-ADF 08 | 05-25 | 0.1-05 |o ()
g ——
= -
Finishing
DF VNMG160404-DF 0.4 |0.25-1.50/0.07-0.30 o 00
VNMG160408-DF 08 | 03-15 | 0.1-04 e 00
: I
C Finishing
EF VNMG160404-EF 04 | 0.1-1.5 ]0.05-0.25 °
VNMG160408-EF 0.8 | 0.2-2.5 |0.08-0.35 ° ® O
. $ VNMG160412-EF 12 | 02-2.5 |0.10-0.45
=
% Finishing
@)
NF VNEG160404-NF 04 | 0.2-4.0 |0.05-0.30 [ o
VNEG160408-NF 0.8 | 0.2-4.0 |0.05-0.50 (I} o
e
D Finishing
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
c HW  Uncoated carbide
© O
(O
E (3]
= € Tool holder
E NSl DVVNN DVJNR/L MVVNN MVJNR/L
= Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
" oty Al
£ & ;
A201 A202 A230 A231
x
9]
©
£
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

O  Ideal machining conditions VN** L 1.C S d
€3 Normal machining conditions 16 04 | 166 | 9525 | 476 | 3.81
Turning inserts g8  Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E DBBOBO
M O OOLBBBOBIO
K COBBDB
N o0 o
S OCOBBEB (OF%)
H
Mm M N N o~ g o~ N b
P BC0000==80Racbooa0lolo 28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
NGE VNEG160408-NGF 0.8 | 0.2-3.0 | 0.1-0.3 o e
VNEG160412-NGF 1.2 | 0.2-3.0 | 0.1-0.5 o o
e
Finishing
SF VNMG160404-SF 0.4 |0.05-3.00(0.05-0.20 °
VNMG160408-SF 0.8 |0.05-3.00(0.05-0.35 °
Finishing
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DVVNN DVJNR/L MVVNN MVJNR/L
Kr: 72°30' Kr: 93° Kr:72°30' Kr: 93°
p
A201 A202 A230 A231
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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N
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O
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General turni NQJ Negative inserts

VNMG L 1.C S d
16 04 | 16.6 | 9525 | 476 | 3.81

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts €8  Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHa38 DBDBOBO
M O QOBBHBOBO
K COBBB
N 00O (OF¥)
S QCOBBDB O
H
m M = 2
IS0 roa fRoRnAnLRRenanS5S888ghah oo
Bo00000==00R0000OURVVIVELYL |=&
[ e R e W ea e W a R vl ca i aa Rl ca W ea Wi ca | lf aa Qi a'a Wi a Wi o'a Wi oa Wi a'a || I~ g [alya)
S>>>>>>>>>>>>>>>>>>>>> > >
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 [0.5-4.0(0.15-0.50(0 ® @ @ o
VNMG160412-DM 1.2 {0.8-4.0/0.18-0.60 [ )
-
Medium Cut
EM VNMG160404-EM 0.4 |0.2-3.0/0.05-0.30 °
VNMG160408-EM 0.8 [0.5-4.0/0.10-0.45 ° ® O
Medium Cut
NM VNMG160412-NM 1.2 |0.2-4.0|0.05-0.40 °
Medium Cut
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DVVNN DVJNR/L MVVNN MVJNR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
" oty Al
A201 A202 A230 A231
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

O  Ideal machining conditions VNMG L 1.C S d
€3 Normal machining conditions 16 04 | 166 | 9525 | 476 | 3.81
Turning inserts g8  Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E DBBOBO
— M o) 008BBOB0
1 K 008ee
[ N o0 o
S S OCOBBEB (OF%)
H
Mm M N N o~ g o~ N b
P BCO0C000S5S86R00000R0OCED |28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
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 10.5-3.0/0.08-0.30 ° °
Medium Cut
M VNMG160404-ZM 0.4 |0.5-3.0/0.08-0.30| 0
VNMG160408-ZM 0.8 |0.5-3.0| 0.1-04 |o
s
Medium Cut
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DVVNN DVJNR/L MVVNN MVJNR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A201 A202 A230 A231
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turning  negati

ve inserts

WNMG L 1.C S d
A O Ideal machining conditions 06 04 65 |9525| 476 | 381
€3 Normal machining conditions 06 T3 65 19525 397 | 381
Turning inserts €8  Unfavourable machining conditions oSS 87 127 | 476 | 516
o WN#** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
g P OODBHBa6% BB BOBO
= S
E = M o) 00OBB 0O
| K 0088S
od| N Q0 o)
o S QOHBHBEHB @)%}
B ;
56 . lepgconBRNenalsasgeycgn
r a — ] — CHEICECE 2 0 D —
P BCO0000==80Rcoo0oROGOET |28
[Sa g ca R ea R e W e'a o' R e e a R aa M2 a i o a Qi e a W a'a | lfa'a Wi a'a Wi a'a W a'a Wi a'a W o'a | ==l [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
ADF WNMG080404-ADF 04 | 0.2-25 |0.05-030|0 ° °
g WNMG080408-ADF 0.8 | 0.5-2.5 |0.05-040|0 © ® O )
g éf‘ WNMG080412-ADF 1.2 | 0.5-2.5 |0.05-0.50| 0 °
Finishing
WNMG060404-DF 0.4 |0.15-2.00|0.08-0.25 ° °
DF WNMG060408-DF 0.8 |0.15-2.00| 0.1-0.3 ° °
C - WNMGO060412-DF 1.2 | 04-1.5 |0.15-0.50 °
ﬂii WNMG080404-DF 04 |0.15-2.00/0.08-025| e ® o
N WNMG080408-DF 0.8 |0.15-2.00| 0.1-0.3 ° °
Finishing
WNMGO080412-DF 1.2 | 0.2-2.5 |0.10-0.35 ° °
WNMG060404-SF 0.4 |0.05-0.50/0.05-0.20 °
(o))
= SF WNMG060408-SF 0.8 |0.05-0.50/0.05-0.35 °
E WNMGO06T304-SF 0.4 |0.05-0.50|0.05-0.20 °
é WNMGO06T308-SF 0.8 |0.05-0.50/0.05-0.35 °
WNMG080404-SF 0.4 |0.05-0.50/0.05-0.20 °
Finishing WNMG080408-SF 0.8 |0.05-0.50|0.05-0.35 °
WNMGO080412-SF 1.2 [0.05-0.50(0.05-0.40 o
D ® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
_ <
© -g Tool holder
= g DWLNR/L PWLNR/L MWLNR/L S***.PWLNR/L
RS Kr: 95° Kr: 95° Kr: 95° Kr: 95°
o=
i-‘-- bﬁﬂ"'
E A203 A217 A232 A291
x
(3]
©
£
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

WN** L 1.C S d
O  Ideal machining conditions 06 04 65 19525 | 476 | 381
€3 Normal machining conditions 06 T3 65 9525 397 | 381
Turning inserts €8  Unfavourable machining conditions osigam 87 127 | 476 | 516
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P  OOBMBRR SBBOB O
S
hin M oo OOHBHBOLBI0
B K o8BS
N 00 o
— S COLBBHB O
H
50 . lmpgcozBRNeealsasgesEnE
r a = — Qennooo ~N =n 0o — =
P o000 0=s=8aRkcacooroboeEc |28
[Sa Qi ca g ea R ea R e'a e Wi aa e a i aa M2 a o a Qi e a R aa | lfa'a Wi a'a Wi a'a Wi a'a Wi a'a Wi o'a | ==l I~ [ala)
S>>>>>>>>>>>>>>>>>>>>5>> |[>>
WG WNMG080408-WG 0.8 [0.5-5.0/0.15-0.70 [ I}
2 WNMG080412-WG 1.2 |0.8-6.0|0.20-0.75 ® O
)
=il
Wiper
WNMG060404-EF 0.4 |0.1-1.5/0.05-0.30 ° ® O
EF WNMG060408-EF 0.8 |0.1-1.5| 0.1-0.4 o ® O
m WNMGO06T308-EF 0.8 |0.1-1.5| 0.1-0.4 °
~ it WNMGO06T312-EF 1.2 |0.1-1.5| 0.1-0.5
N WNMGO080404-EF 0.4 |0.1-1.5/0.05-0.30 o ° o0
Finishing
WNMG080408-EF 0.8 |0.1-1.5| 0.1-0.4 o ° ® O
NF WNEG080404-NF 0.4 |0.2-3.0/0.05-0.30 °
E 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 o e
Finishing
® Ex stock 0 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°
i:i-- ¢ LA;;:;
- -
L]
A203 A217 A232 A291
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

WNMG L 1.C S d
A O  Ideal machining conditions 06 04 6.5 |9525| 476 | 3.81
€3 Normal machining conditions 06 T3 6.5 |9525]| 397 | 381
Turning inserts $%  Unfavourable machining conditions 0804 | 87 | 127 | 476 | 5.16
o WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
£ P OOG&%% S8 B 0SB0
= S
E = M o) 00QSBB00
| K 0088S
od| N Q0 o)
o S QOHBHBEHB @)%}
B ;
56 . lepgconBRNenalsasgeycgn
r a — ] — CHEICECE 2 0 0 —
P BCO0000==80Rcoo0oROGOET |28
[Sa g ca R ea R e W e'a o' R e e a R aa M2 a i o a Qi e a W a'a | lfa'a Wi a'a Wi a'a W a'a Wi a'a W o'a | ==l [alya)
S>> >>>>>>>>>>>>>>>>>>> |>>
WNMG060408-DM 0.8 {0.5-3.0/0.15-0.50 o 00 o
g DM WNMG060412-DM 1.2 {0.8-3.0/0.18-0.60 L ) o
g 4 WNMG06T308-DM 0.8 [0.5-3.0/0.15-0.15 o e
"8\ | WNMG080404-DM 04 (0540 0104 | e e e o
B | WNMG080408-DM 0.8 [0.5-4.0/0.15050| e ® @ @ 0 o o
Medium Cut| WNMG080412-DM 1.2 [0.8-40(0.18-060| o o o @
WNMG080416-DM 1.6 1-4 10.23-0.65 L)
C EG WNMGO080408-EG 0.8 |0.5-4.0/0.05-0.40 L) o0
| WNMGO080412-EG 1.2 |/0.5-4.0|0.05-0.60 o0 L)
Medium Cut
o)}
E WNMG060404-EM 0.4 |0.5-3.0/0.05-0.30 o0 o
E WNMG060408-EM 0.8 |0.5-3.0| 0.1-0.5 LI o
EM WNMGO06T304-EM 0.4 |0.5-3.0/0.05-0.30 °
WNMGO06T308-EM 0.8 [0.5-3.0| 0.1-0.5 °
! —] WNMGO06T312-EM 1.2 {0.5-3.0| 0.1-0.7 o o)
. WNMG080404-EM 0.4 1-4 10.05-0.30 N ] L)
Medium Cut
D WNMGO080408-EM 0.8 1-4 0.1-0.5 o0 ® O
WNMGO080412-EM 1.2 1-4 0.1-0.7 o0 °
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
— 5 HC? Coated cermet
S = HW Uncoated carbide
2R
£E
é NSl Tool holder
c
- DWLNR/L PWLNR/L MWLNR/L S***.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
A203 A217 A232 A291
X
()
he]
£
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

O  Ideal machining conditions WNMG L 1.C S d
€3 Normal machining conditions 0604 | 65 |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 OOBHa3E DBBOBO
S
-~ M O OOLBBBOBIO
B K 0088S
od| N Q0 o)
- S OCOBBEB (OF%)
H
M M N o o~ g o~ o 2
P BCO0NN=s8aRacaoo0andolc |28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
WNMG060408-PM 0.8 |0.5-3.0/0.15-0.50 e oo ° o e °
PM WNMG060412-PM 1.2 [0.8-3.0/0.18-0.60 e O e (o) o o)
.~ WNMG080404-PM 0.4 |0.4-4.0/0.12-0.40 LI ) ° o e °
fi—" WNMG080408-PM 0.8 |05-4.0(0.15-050| © ® o ® o ce e
) WNMGO080412-PM 1.2 0.8-4.0/0.18-0.60 e o o ° o e °
Medium Cut
WNMG080416-PM 1.6 1-4 10.23-0.65 () o o e °
M WNMG080408-ZM 0.8 |0.5-4.0| 0.1-05 |o
WNMG080412-ZM 1.2 |1.0-5.5/0.15-0.60 | ©
Medium Cut
® Ex stock o0 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°
ol
A203 A217 A232 A291
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

WN#** L 1.C S d
A O  Ideal machining conditions 06 04 6.5 |9525| 476 | 3.81
€3 Normal machining conditions 06 T3 6.5 |9525]| 397 | 381
Turning inserts $%  Unfavourable machining conditions 0804 | 87 | 127 | 476 | 5.16
o WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
£ P OOG&%% S8 B 0SB0
= S
E = M o) 00QSBB00
| K 0088S
ad N o0 (OF¥)
! S QOHBHBEHB @)%}
B ;
56 . mopconBRdenafcesgesngn
r a = —AN g8 -1 Nnocood K SE
P BCO0000==80Rcoo0oROGOET |28
[Sa g ca R ea R e W e'a o' R e e a R aa M2 a i o a Qi e a W a'a | lfa'a Wi a'a Wi a'a W a'a Wi a'a W o'a | ==l [alya)
S>> >>>>>>>>>>>>>>>>>>> |>>
NM WNMG080404-NM 0.4 |0.2-3.0/0.05-0.30 °
g WNMG080408-NM 0.8 [0.2-3.0| 0.1-0.3 ° o
g A WNMG080412-NM 1.2 |0.2-4.0| 0.1-04 oo
Medium Cut
Tc WNMG080404-TC 0.4 |0.5-3.0/0.08-0.25 ()
WNMG080408-TC 0.8 |0.5-4.0/0.15-0.40 e o
C ‘ WNMG080412-TC 1.2 [0.5-40| 02-06 °
Medium Cut
DR WNMG060408-DR 0.8 [0.7-3.5|0.20-0.45 L) o ° °
WNMGO060412-DR 1.2 {0.8-3.5/0.25-0.55 [ ) ) o o
o)}
£ /| WNMG080408-DR 0.8 |0.7-50/0.20-055| e ® ® ® ® e o
E W= | WNMG080412-DR 12| 1-5 (025070 e ® @ ® © e o
Roughing | WNMG080416-DR 16 [15-50(0.32-075| © e e e o©
WNMAO060408 0.8 [0.5-3.0| 0.1-0.3 L) °
Flat WNMA060412 1.2 {0.5-3.0]/0.15-0.30 °
WNMAO06T308 0.8 |0.5-3.0| 0.1-0.3 o
D (-] WNMAO080404 0.4 |0.5-4.0/0.08-0.25 o ® O
S | \wNmAO080408 0.8 [0.5-4.0/0.15-0.30 e oo
WNMAO080412 1.2 {0.5-5.0/0.15-0.30 ° L)
WNMA080416 1.6 |0.5-5.0| 0.2-0.5 [oNe) o
c
< O ® Ex stock © On demand HC' Coated carbide
é) © YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
S § HC? Coated cermet
2 “‘g HW Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S***.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
x
% A203 A217 A232 A291
£
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Negative inserts General tu rning

O  Ideal machining conditions RNMG L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 | 5.16
Turning inserts g8  Unfavourable machining conditions
RN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
s P OOBHa3E DBBOBO
L i M ol 00888080
d K COBBDB
N o0 o
S OCOBBEB (OF%)
H
M M N o o~ g o~ o 2
P BC0000==80Racbooa0lolo 28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
. RNMG120400 0.5-7.0/0.1-1.8 ° o o
Basic
'y
Medium Cut
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
MRDNN MRGNR/L
A233 A234
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

O  Ideal machining conditions KNUX W L )
€3 Normal machining conditions 16 04 | 9.525 | 16.15 | 476
Turning inserts €8  Unfavourable machining conditions
KN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
S P OODBHa38 BB BOBO
2 M O QOHBBBOBO
w | K 00688
s L2 I N 00 0
(/ Exampl R ype s 0069® o0&
H
M M N N o g N N b
ISO brn| r|La| a f =i L0 IfR] L i) o B S O = 0 R 2 S © I 2 IS D Rl 2 S IS
P BCO0000SS86R0000DROOCED |28
[ea Qe W e e W era e B e e a W e i aa B ' WY aa B e ) le'a WY aa Wi 'a WY a'a WY 'a S aa | (=il I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
KNUX160405L11 | 2.2 [0.5| 16 [0.2-6.0| 0.05-0.70 o0 o o
KNUX160405L12 | 2.2 |0.5| 16 |0.2-6.0| 0.05-0.70 °
KNUX KNUX160405R11 | 2.2 [0.5| 16 [0.2-6.0| 0.05-0.70 o0 o o
KNUX160405R12 | 2.2 |0.5| 16 {0.2-6.0| 0.05-0.70 °
L4 KNUX160410L11 | 2.2 | 1 |16 0.2-6.0| 0.05-0.70 °
N KNUX160410L12 | 2.2 | 1 | 16 |0.2-6.0|0.05-15.00 ¢} °
Finishing
KNUX160410R11 | 2.2 | 1 |16 |0.2-6.0| 0.05-0.70 [ 3N
KNUX160410R12 | 2.2 | 1 |16 |0.2-6.0| 0.05-0.70 o °
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
CKJNR/L CKNNR/L
Kr: 93° Kr: 63°
A256 A257
System code A40 Grade selection A38 Technical info A445 Cutting data A324

A9s

o

O -CT



Negative inserts General tu rning

O  Ideal machining conditions 175. L 1.C S d
€3 Normal machining conditions 32-1 | 1905 | 10 |19.05] 6.35
Turning inserts §%  Unfavourable machining conditions 323 30 10 [ 19.05 ] 635
Railway wheel machining HC' (CVD) HC' (PVD) HT | HC? HW
L P OOBHa3E DBBOBO
M O OOLBBBOBIO
@ s K 00B8Y
ed 190" N ©]@) o®
=) HI S 00BBH 08
I
H
oo~ o~ M M NN Ng\—NLﬁ LnN‘—‘—‘L—)
150 r pR@p@nRg@o RS oS8R NRD 5
BC0U00U=s=00R0000RUUCE 0 |2&
[ea Qe R e e W e e e e W e i ea B s a Sl aa R e le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=~ I~ [alya)
S>>>>5>>>>>>>>>>>>>>>5>> |[>5>
175.32-191940-22 4 o
175.32-191940-227 4 o
175.32-191940-24 °
175.32-301940-24 o °
175.32-191940-25 4 o
i »
175.32-191940-28 4 o0 0
175.32-301940-31 4 o o
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQJ Negative inserts

TNMX L 1.C S d
11 06 |11.389|15.875| 635 | 6.35
1509 |15945|22.225| 952 | 7.94

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

Turning inserts

Turning

Milling

N

Drilling

O

Technical
Information

Index

TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHa38 LB BOBO
M O QO &GBHBOBO
K COBBB
N 00O (OF¥)
S QCOBBDB o
H
m M = 2
150 f e | f RPRRADORESROMEE8]88 R0 5o
VWLUOUVULUU=ZZ00N0Q00VVYY VY EY = N
[ea Qe W e e W era e B e e a W e i aa B ' WY aa B e ) le'a WY aa Wi 'a WY a'a WY 'a S aa | (=il I~ [alya)
S>>>>>>>>>>>>>>>>>>>>> > >
. TNMX1106-2 1.6 |0.4-5.0|/0.1-0.4 o o
Basic
; TNMX1509-2 1.6 [0.5-5.0/0.1-1.0 o
L9
Ty
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
A40 Grade selection A38 Technical info A445 Cutting data A324

System code
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Negative inserts General tu rning

YN** LW S
18 12 18 12
25 18 25 18

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts g8  Unfavourable machining conditions
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E DBBOBO
ya© | tw M O 00BBGOO
W
] K o8B
N o0 o
m Sl S 00NN H o
H
Mm M N N ﬁlg o~ N b
P BCO0NN=s8aRacaoo0andolc |28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>>> > >
YNMX1812L 22 |20|0.5-2.5/0.05-0.30 o
YNMX2518173L 25 | 7 |0.5-2.5/0.05-0.30 o
gt
YNUX1812150L 18 | 15/0.5-2.5/0.05-0.50 o
g=*
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A40 Grade selection A38 Technical info A445 Cutting data A324

k-
M A101

2CC-CT

Turning

Milling

N

Drilling

O

Technical
Information

Index



General turni NQg Positive inserts

O  Ideal machining conditions Ccat L 1.C S d
A €3 Normal machining conditions 0602 | 64 | 635 | 238 | 28
Turning inserts $%  Unfavourable machining conditions 0973 | 97 ]9525] 397 | 44
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
- 80° POOBOG® BOB060
c
£ N7 M 08 O00BBBOBI0
S
2 K COBBB
N 00O (OF¥)
S QCOBBDB O
H
NN — N = MM NN NH\—Nm mN\—‘—‘L—)
150 rloa, f |moop@bbguclunSocRggnhin 5o
Bo00000==00R0000OURVVIVELYL |=&
[ea Qe W e e W era e B e e a W e i aa B ' WY aa B e ) le'a WY aa Wi 'a WY a'a WY 'a S aa | (=il I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
CCGT060202-SF 0.2 |0.05-2.00/0.05-0.18 ° °
CCGT060204-SF 0.4 10.05-2.00|0.05-0.35 ° °
g CCGT09T304-SF 0.4 |0.05-2.00/0.05-0.35 ° °
=
USF CCGT09T301L-USF 0.1 | 0.2-2.0 |0.01-0.08 o o
" CCGT09T302L-USF 0.2 | 0.2-2.0 |0.05-0.18
E CCGT09T304L-USF 04 | 0.2-2.0 |0.05-0.20 °
C Finishing
USF CCGT09T301R-USF 0.1 | 0.2-2.0 |0.01-0.08 o
B CCGT09T302R-USF 0.2 | 0.2-2.0 |0.05-0.18 [
. E CCGT09T304R-USF 04 | 0.2-2.0 |0.05-0.20 )
£
E Finishing
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
D 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°
c
© O
L 2 '1““. d 4 {ﬁ/“
C s - -
£E g v \9/
28
o=
A235 A236 A272 A273 A293 A310 A311
E***-SCLCR/L
o Ke9s
E/
é """"""""" A313
£
A40 Grade selection A38 Technical info A445 Cutting data A324

System code

A102



Positive inserts  @eneral tu rning

CCMT L I.C S d
06 02 6.4 635 | 2.38 2.8
09 T3 9.7 | 9525 | 3.97 4.4

O Ideal machining conditions
€3 Normal machining conditions

Turning inserts $%  Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P  OOBMBRR DBBOBO
NPT M oo 0O8BB080
K COBBDB
N o0 o
S COHBHBHB (@)%}
H
56 . lmpgcozBRNeealsasgesEnE
r a = — Qennooo ~N =n 0o — =
P BCO000U0==80Rcoo0oROGOET |28
[Sa Qi ca g ea R ea R e'a e Wi aa e a i aa M2 a o a Qi e a R aa | lfa'a Wi a'a Wi a'a Wi a'a Wi a'a Wi o'a | ==l I~ [ala)
S>>>>>>>>>>>>>>>>>>>>> |[>5>
CCMT060204-AHF 04 | 0.2-2,5 [0.05-0.20| o ® O °
AHF CCMT060208-AHF 0.8 | 0.3-2.,5 [0.05-0.30|0 °
CCMT09T304-AHF 0.4 | 0.2-3.0 |0.05-0.30| 0 e O
. CCMTO09T308-AHF 0.8 | 0.3-3.0 |0.05-0.40| 0 e O °
N CCMT120404-AHF 04 | 0.5-4.0 [0.05-0.30| 0 ® O
Finishing
CCMT120408-AHF 0.8 | 0.8-4.0 [0.08-0.40|0 ()
CCMT060202-HF 0.2 [0.06-1.70(0.03-0.11 [ ) o|o ° o
CCMT060204-HF 0.4 | 0.1-1.7 |0.05-0.17 LI ) o o (3R]
HF CCMT060208-HF 0.8 | 0.1-1.7 |0.05-0.30 cee olo °
“' CCMTO09T302-HF 0.2 |0.08-2.00(0.04-0.15 o e e [ JiKe} o
— CCMTO09T304-HF 0.4 |0.11-2.00(0.06-0.23
] oo o o o ° e 0 o
Finishing CCMTO09T308-HF 0.8 [0.15-2.00(0.08-0.30 [ ) o ()
CCMT120404-HF 0.4 |0.14-2.40|0.07-0.27 e @ O
CCMT120408-HF 0.8 | 0.2-3.0 |0.08-0.30 ® O
® Ex stock 0 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 S***.SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
. 1“‘. 2 4 4 /
A235 A236 A272 A273 A293 A310 A311
E***-SCLCR/L
____________________ K95 ..
~
=
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

CPGT L 1.C S d

O  Ideal machining conditions
05 02 5.6 556 | 2.38 2.8

€3 Normal machining conditions

Turning inserts €8  Unfavourable machining conditions
CP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P  OOHBMBkeE DBDBOBO
0,
[0 1] M % 00888080
K COBBB
N 00O (OF¥)
S QCOBBDB O
H
mNN-—N\—mmNNmNg\—NmomN\—.—‘L—)
IS0 rloa f a8k f88s88sn2222cas8edc 28
‘M HHHAHHAABAEHHBREHHARHAA:
S>>>>>>>>>>>>>>>>>>>5>> |>5>
CPGT050204 0.4 |0.5-2.0/0.08-0.40 o
/@
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A40 Grade selection A38 Technical info A445 Cutting data A324

->
A104 Mi‘
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Positive inserts  @eneral tu rning

ccmMT L 1.C S d
O  Ideal machining conditions 06 02 64 635 | 238 28
€3 Normal machining conditions 09 T3 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 OOBHa3E% DBBOBO
NPT M 0% 0O8BB080
K COBBDB
N o0 o®
S COHBHBHB (@)%}
H
56 . mopconBRdennlcesgesng s
r a = — Qennooo ~N =n 0o — =
P B0 0000sSS8aRooloooa0dolo 28
[Sa Qi ca g ea R ea R e'a e Wi aa e a i aa M2 a o a Qi e a R aa | lfa'a Wi a'a Wi a'a Wi a'a Wi a'a Wi o'a | ==l I~ [ala)
S>>>>>>>>>>>>>>>>>>>>> |[>5>
CCMT060202-EF 0.2 [0.06-1.70(0.03-0.11 o ® O
EF CCMT060204-EF 04 | 0.1-1.7 |0.05-0.17 ° ® O
CCMT09T302-EF 0.2 |0.08-2.00|0.04-0.15 ° ® O
H CCMTO09T304-EF 0.4 |0.11-2.00|0.06-0.23 ° ° ® O
CCMTO09T308-EF 0.8 [0.15-2.00(0.08-0.30 ° o °
Finishing | cCMT120404-EF 0.4 |0.14-2.40|0.07-0.27 ° e 0O
CCMT120408-EF 0.8 | 0.2-3.0 | 0.1-0.3 ° ® O
CCMT060204-EM 04 | 0.2-24 |0.06-0.17 o0 ® O
EM CCMT060208-EM 0.8 | 0.4-2.4 |0.08-0.23 o0 ® O
CCMTO09T304-EM 0.4 [0.25-3.00(0.08-0.23 L) ® O
. CCMTO09T308-EM 0.8 | 0.5-3.0 | 0.1-0.3 [ BN ] ® O
CCMT120404-EM 0.4 | 0.3-3.6 [0.09-0.27 [ B ] ® O
Medium Cut| CCMT120408-EM 0.8 | 0.6-3.6 |0.12-0.36 o0 °
CCMT120412-EM 1.2 10.72-3.60|0.14-0.43 o
® Ex stock 0 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 SCLCR/L-SC S***_SCLCR/L S***.SCFCR/L S***.SCLCR E***-SCLCR/L
Kr: 90° Kr: 95° Kr: 95° Kr: 95° Kr: 90° Kr: 95° Kr: 95°
[} 3 - - J-.--ﬂéﬂi‘
é ‘ O f
o -
A235 A236 A273 A293 A310 A311 A313
SCACR/L-SC
____________________ Kri9o® ..
y
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

CCMT L 1.C S d
O Ideal machining conditions 06 02 64 635 | 238 28
€3 Normal machining conditions 09 13 97 19525 3.97 44
Turning inserts €8  Unfavourable machining conditions 12088 129 | 127 | 476 | 5.56
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOBMBHR DBDBOBO
NPT M oo 00888080
K COBBB
N o0 o
S QOHBHBEHB @)%}
H
56 . lepgconBRNenalsasgeycgn
r a — ] — CHEICECE 2 0 D — =
P BCO0000==80Rcoo0oROGOET |28
[Sa g ca R ea R e W e'a o' R e e a R aa M2 a i o a Qi e a W a'a | lfa'a Wi a'a Wi a'a W a'a Wi a'a W o'a | ==l [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
CCMT060204-HM 04 | 0.2-24 ]0.06-0.17 e 0o 0 o ° ° ° °
HM CCMT060208-HM 0.8 | 0.2-3.0 |0.08-0.20 L ) o ° [ °
g CCMT09T304-HM 0.4 |0.25-3.00|0.08-0.23 e 00 ° ° ° ° °
,m CCMTO09T308-HM 0.8 | 0.5-3.0 | 0.1-0.3 e 00 ° ° ° ° °
B | ccMT120404-HM 04 | 0336 (009027 e ee @ o e o
Medium Cut| CCMT120408-HM 0.8 | 0636 [0.12-036| o e o @ o o °
CCMT120412-HM 1.2 10.72-3.60|0.14-0.43 e O e@ [ o
® 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 SCLCR/L-SC S***.SCLCR/L S***.SCFCR/L S***.SCLCR E***-SCLCR/L
Kr: 90° Kr: 95° Kr: 95° Kr: 95° Kr: 90° Kr: 95° Kr: 95°
o, : . J,..-"fff
= - W f
- -
A235 A236 A273 A293 A310 A311 A313
SCACR/L-SC
,,,,,,,,,,,,,,,,,,,, Kr:9o®
y
""""""""""" A272
System code A40 Grade selection A38 Technical info A445 Cutting data A324

A106



Positive inserts  @eneral tu rning

cCx* L 1.C S d
O Ideal machining conditions 06 02 64 635 | 238 28
€3 Normal machining conditions 09 13 97 19525 397 44
Turning inserts €8  Unfavourable machining conditions 12088 129 | 127 | 476 | 5.56
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P  OOBMBRR DBBOBO
o
NPT M 0% 0O8BB080
K COBBDB
N o0 o®
S COHBHBHB (@)%}
H
56 . lmpgcozBRNeealsasgesEnE
r a = — Qennooo ~N =n 0o — =
P BCO000U0==80Rcoo0oROGOET |28
[Sa Qi ca g ea R ea R e'a e Wi aa e a i aa M2 a o a Qi e a R aa | lfa'a Wi a'a Wi a'a Wi a'a Wi a'a Wi o'a | ==l I~ [ala)
S>>>>>>>>>>>>>>>>>>>>> |[>5>
Basic CCMW060204 04 | 0.1-5.0 [0.05-0.60 o
CCMW09T304 0.4 | 0.1-5.0 [0.05-0.50 o
9 /| ccmwootsos 08 | 0250 |0.05-0.50 o
CCMW120404 04 | 0.2-5.0 |0.05-0.50 ® O
Medium Cut| cCMW120408 0.8 | 0.5-5.0 |0.08-0.50 o o
TC CCMT060204-TC 04 | 0.5-3.0 | 0.1-0.3 () °
CCMTO09T304-TC 04 | 0.5-3.0 | 0.1-0.3 ° °
. CCMTO09T308-TC 0.8 | 0.5-3.0 | 0.1-04 ° °
CCMT120404-TC 0.4 1-4 0.1-0.3 ° °
Medium Cut| CCMT120408-TC 0.8 1-4 0.1-0.4 e o
CCMT060204-HR 0.4 | 0.5-3.0 [0.05-0.24 [ ) o) o
HR CCMT060208-HR 0.8 | 0.8-3.2 [0.09-0.26 e O e )
ﬂ CCMT09T304-HR 04 | 0.2-4.0 |0.05-0.30 e 00 °
— CCMTO09T308-HR 0.8 1-4 0.12-0.35 e o0 ° o
. CCMT120408-HR 0.8 | 1.2-48 (0.14-042|0 @ @ @ °
Roughing
CCMT120412-HR 1.2 |1.44-4.80|0.17-0.50 [ ) o
® Ex stock o0 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 SCLCR/L-SC S***.SCLCR/L S***.SCFCR/L S***_SCLCR E***-SCLCR/L
Kr: 90° Kr: 95° Kr: 95° Kr: 95° Kr: 90° Kr: 95° Kr: 95°
e d ” J,,-"f-'f
¥ : > f
- -
A235 A236 A273 A293 A310 A311 A313
SCACR/L-SC
,,,,,,,,,,,,,,,,,,,, Kr9o® .
y
""""""""""" A272
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

CCGX L 1.C S d
A O Ideal machining conditions 06 02 64 635 | 238 28
€3 Normal machining conditions 09 13 97 19525 3.97 44
Turning inserts €8  Unfavourable machining conditions 12088 129 | 127 | 476 | 5.56
o CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
= 80° P OO®G%S SB8BO0BO
- o
5 NPT M oo 00888080
K COBBB
N o0 (OF¥)
S QOHBHBEHB O
B ;
56 . lepgconBRNenalsasgeycgn
r a — ] — CHEICECE 2 0 0 — =
P o000 0s=8aRcalcoor0boEc 2]
[Sa g ca R ea R e W e'a o' R e e a R aa M2 a i o a Qi e a W a'a | lfa'a Wi a'a Wi a'a W a'a Wi a'a W o'a | ==l [alya)
S>>>>>>>>>>>>>>>>>>>5> |>>
CCGX060202-LC 0.2 {0.3-3.0/0.05-0.15 ° °
2 LC CCGX060204-LC 04 05-3.0| 0.1-03 o .
g = ) CCGX09T302-LC 0.2 |0.5-4.0| 0.1-0.2 ° °
C_,.I CCGX09T304-LC 0.4 |0.5-5.0| 0.1-0.3 ° °
CCGX09T308-LC 0.8 {0.5-5.0/0.15-0.60 ° °
Aluminium
Machining | CCGX120404-LC 04 [0.5-7.0| 0.1-0.3 ° °
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 0.4 |0.5-3.0| 0.1-0.3 ° °
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 ° °
r.-/’ CCGX09T304-LH 0.4 |0.5-5.0| 0.1-0.3 () °
o)} =
= i CCGX09T308-LH 0.8 |0.5-5.0/0.15-0.60 ° °
E Aluminium | CCGX120402-LH 0.2 |0.4-7.0/0.05-0.15 o o
Machining | ¢cGX120404-LH 04 [05-7.0| 0.1-0.3 ° .
CCGX120408-LH 0.8 {0.5-7.0/0.15-0.60 () ¢} °
CCGX120412-LH 1.2 /0.5-7.0|0.15-0.80 o °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
D HC? Coated cermet
HW Uncoated carbide
= Tool holder
TS -g SCACR/L SCLCR/L SCLCR/L-SC S***.SCLCR/L S***.SCFCR/L S***.SCLCR E***.SCLCR/L
E g Kr: 90° Kr: 95° Kr: 95° Kr: 95° Kr: 90° Kr: 95° Kr: 95°
0 O
[ Y - - st P
% - >~ &
- =
E A235 A236 A273 A293 A310 A311 A313
SCACR/L-SC
,,,,,,,,,,,,,,,,,,,, Kr:90° .
x
9]
© -
2 y
""""""""""" A272
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Positive inserts  @eneral tu rning

O  Ideal machining conditions cp* L 1.C S d
€3 Normal machining conditions 0602 | 64 | 635 | 238 | 28
Turning inserts §%  Unfavourable machining conditions 09713 | 97 9525 397 | 44
CP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P  OOBMBkR DBBOBO
0,
N0 M oo 0O8HB0B0
K COBBDB
N o0 o
S OCOBBEB (OF%)
H
M M N o o~ g o~ o 2
P BCO0NN=s8aRacaoo0andolc |28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
HE CPMT060204-HF 04 | 0.1-1.5 |0.04-0.18 ° o) o
, CPMT060208-HF 0.8 | 0.1-1.5 [0.05-0.25 o °
—_—
Finishing
CPGT060202-SF 0.2 |0.05-2.00(0.05-0.25 o o
CPGT060204-SF 0.4 |0.05-2.00(0.05-0.35 °
CPGT09T304-SF 0.4 |0.05-2.00(0.05-0.35 °
Finishing
Flat CPGW060204 04 | 0.5-1.5 |0.05-0.40 °
-—
Medium Cut
HM CPMT09T304-HM 04 | 0.2-3.5 [0.05-0.35 ° o °
y CPMT09T308-HM 0.8 | 0.2-3.5 [0.10-0.55 o e ° °
QD
||
Medium Cut
® Ex stock 0 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°
‘»f =
\;/ .
A306 A312
A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

O  Ideal machining conditions DC** L 1.C S d
€3 Normal machining conditions 0702 | 78 | 635 | 238 | 28
Turning inserts $%  Unfavourable machining conditions 1173 | 116 9525 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHa38 DBDBOBO
M O QOBBHBOBO
K COBBB
N 00O (OF¥)
S QCOBBDB O
H
m M = 2
150 cloa, f 20 QpBpbgRcnnnsc8888bnh oo
VWLUOUVULUU=ZZ00N0Q00VVYY VY EY = N
[ea Qe W e e W era e B e e a W e i aa B ' WY aa B e ) le'a WY aa Wi 'a WY a'a WY 'a S aa | (=il I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
AHF DCMT070204-AHF 0.4 | 0.2-2.5 |0.05-0.20| o e O °
DCMT11T302-AHF 0.2 | 0.5-3.0 |0.05-0.15|0 [ ) ()
Gg’ DCMT11T304-AHF 04 | 05-3.0 |0.05-030/0 o o o
) DCMT11T308-AHF 0.8 | 0.5-3.0 |0.05-0.40| 0 °
Finishing
DCGT070202-SF 0.2 |0.05-1.50|0.05-0.15 ® @ O
SF DCGT070204-SF 0.4 |0.05-1.50/0.05-0.20 o °
DCGT070208-SF 0.8 |0.05-1.50/0.05-0.30 °
E DCGT11T302-SF 0.2 |0.05-2.00/0.05-0.15 ° ° °
L DCGT11T304-SF 0.4 |0.05-2.00|0.05-0.20 ° °
Finishing
DCGT11T308-SF 0.8 |0.05-2.00/0.05-0.30 ° °
® Ex stock 0 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'
r""l Sy -
= - - o
A237 A238 A239 A274 A275 A276 A277
S***-SDQCR/L S***-SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
/ £ (/ 3
= ﬂ.
- - = \5
A295 A296 A297 A315
System code A40 Grade selection A38 Technical info A445 Cutting data A324

A110



Positive inserts  @eneral tu rning

Turning inserts

O Ideal

machining conditions

€3 Normal machining conditions
§%  Unfavourable machining conditions

DCGT L

I.C S d

07 02 7.8

635 | 2.38 2.8

11 T3 | 116 | 9.525 | 3.97 44

DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBDBeRR DB BOBO
M O QOBBHOBIO
K COBBDB
N o0 o®
S OCOBBEB oL
H
Mm M N N o~ g o~ N b
P BCO0NN=s8aRacaoo0andolc |28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
USE DCGT0702005L-USF 0.05|0.1-2.0|0.01-0.04 o
DCGT070201L-USF 0.1 [0.1-2.0/0.03-0.08 °
E DCGT070202L-USF 0.2 0.1-2.0/0.05-0.18 o
DCGT11T301L-USF 0.1 |0.1-2.0/0.01-0.08 o
Finishing | DCGT11T302L-USF 0.2 0.2-2.0/0.05-0.18 )
USF DCGT0702005R-USF 0.05/0.1-2.0/0.01-0.04 °
DCGT070201R-USF 0.1 10.1-2.0/0.03-0.08 (]
g DCGT070202R-USF 0.2 0.1-2.0/0.05-0.18 o
DCGT11T301R-USF 0.1 |0.1-2.0/0.01-0.08 o
Finishing | DCGT11T302R-USF 0.2 [0.2-2.0|0.05-0.18 °
® Ex stock 0 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-SC SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
r-lq = 4
= - L) o
A237 A238 A239 A274 A275 A276 A277
S***.SDQCR/L S***_.SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
((/ i f/// 3
= n
- - = \:ﬁ-
A295 A296 A297 A315
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

O Ideal machining conditions DCMT L 1.C S d
A €3 Normal machining conditions 0702 | 78 | 635 | 238 | 28
Turning inserts €% Unfavourable machining conditions 1173 | 116 9525 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
= P OODBHa38 DBDBOBO
c
z M O QOBBHBOBO
S
2 K COBBB
N 00O (OF¥)
S QCOBBDB O
H
m M = =
Bo00000==00R0000OURVVIVELYL |=&
[ea Qe W e e W era e B e e a W e i aa B ' WY aa B e ) le'a WY aa Wi 'a WY a'a WY 'a S aa | (=il I~ [alya)
S>>>>>>>>>>>>>>>>>>>5> |>>
EF DCMTO070202-EF 0.2 [0.06-1.50|0.03-0.11 ¢} o0
DCMT070204-EF 0.4 10.08-1.50|0.05-0.17 ° ® O
2 ’ DCMT11T302-EF 0.2 |0.08-2.00|0.04-0.15 . e o
g DCMT11T304-EF 04 [0.11-2.00|0.06-0.23 o P
Finishing | DCMT11T308-EF 0.8 |0.15-2.00|0.08-0.30 ° )
DCMT070202-HF 0.2 |0.06-1.50|0.03-0.11 o e e ®|O o
HF DCMT070204-HF 0.4 10.08-1.50/0.05-0.17|0 ® @ @ e 0 o
‘,f DCMT070208-HF 0.8 [0.08-1.50|0.05-0.30 e O e
C ﬁ/ DCMT11T302-HF 0.2 [0.08-2.00|0.04-0.15 o e e o oo o
Finishing DCMT11T304-HF 0.4 |0.11-2.00/0.06-0.23|0 ® @ @ o o ° o0 °
DCMT11T308-HF 0.8 |0.15-2.00/0.08-0.30 e 0o 0 o o|o o
EM DCMT070204-EM 0.4 10.19-2.25/0.06-0.17 [ BN ] ® O
. DCMT070208-EM 0.8 [0.38-2.25|0.08-0.23 ® O )
£ AP | pcmT11T304-EM 04 10.25-3.00/0.08-0.23 oo oo
E DCMT11T308-EM 08 | 0530 | 0.1-03 o oo
Medium Cut
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
D 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'
© O
A=
£ E “
o 35 - vl N ¥
,9 = = - L) o
A237 A238 A239 A274 A275 A276 A277
S***.SDQCR/L S***.SDUCR/L S***.SDZCR/L E***-SDQCR/L
E Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
ﬂ.
< = = ., \5
9]
o
£ A295 A296 A297 A315
System code A40 Grade selection A38 Technical info A445 Cutting data A324

A112



Positive inserts  @eneral tu rning

O  Ideal machining conditions DCMT L 1.C S d
€3 Normal machining conditions 0702 | 78 | 635 | 238 | 28
Turning inserts §%  Unfavourable machining conditions 1173 | 116 | 9525 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
55° P  OOBMBkR DBBOBO
o
}\ {7 M 0 00BBH OGO
) g K 0088®
7]
N o0 o
S s 00BBS oL
H
Mm M N N o~ g o~ N b
P BCO0NN=s8aRacaoo0andolc |28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
HM DCMT070204-HM 0.4 |0.19-2.25|0.06-0.17 oo o o) ° ° o0
DCMT070208-HM 0.8 [0.38-2.25/0.08-0.23|0 ® ® @ (o) ° ) °
“#5 / | DCMT11T304-HM 04 [0.253.00/0.08-023) o e @ © o o o o
DCMT11T308-HM 0.8 | 0.5-3.0 | 0.1-0.3 LI ) o ° ° °
Medium Cut| DCMT11T312-HM 12 | 06-3.0 (0.12-036] © e @ © o o
® Ex stock 0 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'
r--;.:I =y =
L= - " o
A237 A238 A239 A274 A275 A276 A277
S***.SDQCR/L S***_.SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
“ Ve o -
= ".
- - = \:ﬁ-
A295 A296 A297 A315
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

O  Ideal machining conditions DC** L 1.C S d
€3 Normal machining conditions 0702 | 78 | 635 | 238 | 28
Turning inserts $%  Unfavourable machining conditions 1173 | 116 9525 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHa38 DBDBOBO
M O QOBBHBOBO
K COBBB
N 00O (OF¥)
S QCOBBDB O
H
m M = 2
IS0 rloa, f20QR@nnaRSRnRcE8838 b o
Bo00000==00R0000OURVVIVELYL |=&
[ea Qe W e e W era e B e e a W e i aa B ' WY aa B e ) le'a WY aa Wi 'a WY a'a WY 'a S aa | (=il I~ [alya)
S>>>>>>>>>>>>>>>>>>>5> |>>
Flat DCMW070204 0.4 |0.5-3.0/0.05-0.20
DCMW11T304 0.4 |{0.5-5.0/0.05-0.20
":/ DCMW11T308 0.8 {0.4-5.0| 0.1-04 o
Medium Cut
HR DCMT11T304-HR 0.4 1-4 0.1-0.3 O @ O o o o o
DCMT11T308-HR 0.8 1-4 10.12-035|0 e ° o e o
8/ | DCMT11T312-HR 12 [1.2-4.0(0.14-042| © o @ o
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 0.4 |[0.5-4.0| 0.1-0.3 ° °
DCGX11T302-LC 0.2 [0.3-5.5/0.05-0.15 ° °
Aluminium | DCGX11T304-LC 0.4 |0.5-5.5| 0.1-0.3 ° °
Machining | bcGX117T308-LC 0.8 |0.5-5.5|0.15-0.60 o o
® Ex stock 0 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'
r-lq ™ -+
= - L) o
A237 A238 A239 A274 A275 A276 A277
S***.SDQCR/L S***.SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
/ £ f/l/ 3
= ﬂ.
- - = \5
A295 A296 A297 A315
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Positive inserts  @eneral tu rning

O  Ideal machining conditions DCGX L 1.C S d
€3 Normal machining conditions 0702 | 78 | 635 | 238 | 28
Turning inserts §%  Unfavourable machining conditions 1173 | 116 | 9525 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
55° P  OOBMBkR DBBOBO
o
}\ {7 M 0 00BBH OGO
d = K COBBDB
2 ==y
L N 00 o
S s 00BBH oL
H
Mm M N N o~ g o~ N b
P BCO0NN=s8aRacaoo0andolc |28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
DCGX070202-LH 0.2 |0.3-4.0/0.05-0.15 ° o °
LH DCGX070204-LH 0.4 10.5-4.0| 0.1-0.3 ) o °
@ / | DCGX070208-LH 0.8 |0.5-4.0/0.15-0.60 ° .
DCGX11T302-LH 0.2 |0.3-5.5/0.05-0.15 ° ° °
Aluminium | DCGX11T304-LH 0.4 |0.5-5.5| 0.1-0.3 ° ° °
Machining | b cGX117T308-LH 0.8 |0.5-5.5|0.15-0.60 o o o
® Ex stock o0 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-SC SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30" Kr: 90° Kr: 107°30" Kr: 93° Kr: 62°30'
r--;.:I - %
L= - " o
A237 A238 A239 A274 A275 A276 A277
S***.SDQCR/L S***.SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
<’-/ Vi P -
= ".
- - = \:ﬁ-
A295 A296 A297 A315
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

O  Ideal machining conditions DP** L 1.C S d
A €3 Normal machining conditions 0702 | 78 | 635 | 238 | 28
Turning inserts $%  Unfavourable machining conditions 1173 | 116 9525 397 | 44
DP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
= 55° P  OOHBMBkeE DBDBOBO
c
£ 21C \A\ M oL 00HBBOBI0
S
2 K COBBB
N 00O (OF¥)
S QCOBBDB O
H
o~ o~ o~ M M NN Ng\—Nm mN\—.—‘L—)
150 r]oa f o RpRnngiRolnhSSSR30 b |5
P B0U0000=s=00R0a00RUUCE0 |2&
[ea Qe W e e W era e B e e a W e i aa B ' WY aa B e ) le'a WY aa Wi 'a WY a'a WY 'a S aa | (=il I~ [alya)
S>>>>>>>>>>>>>>>>>>>5> |>>
SF DPGT070202-SF 0.2 [0.05-2.00|0.05-0.15 o °
DPGT070204-SF 0.4 |0.05-2.00/0.05-0.30 ° °
2 E DPGT070208-SF 0.8 0.05-2.00|0.05-0.40 o |e
g DPGT11T304-SF 0.4 [0.05-2.00| 0.1-0.3 ° °
Finishing | DPGT11T308-SF 0.8 0.05-2.00| 0.1-0.4 e |O
USF DPGT0702005L-USF 0.05| 0.1-2.0 |0.01-0.04 o
DPGT070201L-USF 0.1 | 0.1-2.0 |0.03-0.08
E DPGT11T301L-USF 0.1 | 0.1-20 |0.03-0.08 o
C Finishing
USF DPGT0702005R-USF 0.05| 0.1-2.0 |0.01-0.04 o
DPGT070201R-USF 0.1 | 0.1-2.0 |0.03-0.08 o
DPGT11T301R-USF 0.1 | 0.1-2.0 |0.03-0.08
o g
£
% Finishing
(@)
Basic DPMW11T304 04 | 05-40 | 0.1-03
DPMW11T308 08 | 0540 | 0.1-04 o o
-
D Medium Cut
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
c HW  Uncoated carbide
© O
(O
E (3]
= € Tool holder
é NSl S***.SDQPR/L S***.SDUPR/L C***_SDQPR/L
= Kr: 107°30" Kr: 93° Kr: 107°30'
/ _ ‘/,/ y
R il ™
A307 A308 A314
x
(3]
©
£
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Positive inserts  @eneral tu rning

RC** L 1.C S d
08 03 8 8 3.18 | 3.36
10 T3 10 10 3.97 3.6
12 04 12 12 4.76 4.4
O  Ideal machining conditions 16 06 16 16 6.35 55
€3 Normal machining conditions 20 06 20 20 6.35 6.5
Turning inserts §%  Unfavourable machining conditions 2507 | 25 25 | 794 | 77
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa382 BB BOBO
BLC M ol 0OBBBOBO
K COBBEDB
L
N N Q0 o)
S OCOLBBB (OFY)
H
NN e—N— MM~ NLN)\—NLG LnN‘—-—‘k_)
IS0 a f |2oRpobioguodnnSoS8agnlRn oo
P Bo00000==00R0aLOURVUVLEL (=&
foa e e e e R e R e W wa R el ca W o' i o Ry aa | a'a Wi a'a Wi a'a Wi o'a WY a'a WY a'a § [P=li=d) I [ala)
S>>>>>>>>>>>>>>>>>>>5> |>>
. RCGT1204MO 0.5-5.0 |0.1-0.4 o
Basic
a
Medium Cut
RCMT0803MO 0.5-3.0 |0.1-0.4 ° °
Basic RCMT10T3MO 0.5-4.0 |10.1-0.5 (I} °
_ ’i RCMT1204MO 0850 (0106 o o @ o o o
v RCMT1606MO 16 (0108 eee e eo0e
Medium Cut RCMT2006MO 1.2-8.0 [0.1-1.0 o 00
RCMT2507MO 1.4-10.0 |0.1-1.2 cee
LH RCGX0803MO-LH 1-4 10.2-0.5 °
RCGX1204MO-LH 1.2-5.0 |0.2-0.6 °
Aluminium
Machining
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SRDCN SRGCR/L
A254 A255
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

RCMX L I.C S d
08 03 8 8 3.18 | 3.36
10 03 10 10 3.18 3.6
12 04 12 12 4.76 4.4
16 06 16 16 6.35 55
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 €8  Unfavourable machining conditions 3209 | 32 32 ] 952 | 102
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
7 P OODBMBkeE: BB BOBO
e % M oL 00BBB 0G0
£ W 4 dIH" K O0BBSB
o N o0 (OF¥)
- S 00BBB of:)
H
0 . lmogconBRNenalsasgegcnn
a e 2 -~ CEHYEICSE 2 N =2 o —
P o000 0s=8aRcalcooroboec 2]
[ea Qe R e e W e e B e M ea S e e B ' WY a B wa ) le'a Y aa Wi 'a Y a'a WY 'a S aa | (=il I~ [alya)
S>>>>>>>>5>>5>>>>>>>>55> |[>>
RCMX0803MO 0.5-4.0| 0.1-0.5 [ ) o
Basic | RCMX1003MO 0.5-5.0| 0.1-0.6 eeo o
; \ RCMX1204MO 1-6 0.1-0.8 L ) o
'.'- D‘l RCMX1606MO 1-7 0.2-0.9 o @ O ° ° o o
Lih RCMX2006MO 1-9 0.2-1.0 e 00 ° ° o
ight
Roughmg RCMX2507MO 2-10 [0.25-120| o e °
RCMX3209MO 2-13 |0.25-1.40 O e e ()
Basic | RCMX2507MO-1 2-9 | 0.1-04 o o
Light
Roughing
Basic | RCMX3209MO-A 1-8 | 02-08 [0 0 O
Light
Roughing
Basic | RCMX3209MO-PV 3-12 | 0.1-04 cee
Light
Roughing
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A40 Grade selection A38 Technical info A445 Cutting data A324
-
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Positive inserts  @eneral tu rning

Turning

Milling

N

Drilling

O

Technical
Information

O  Ideal machining conditions SCMT L 1.C S d
€3 Normal machining conditions 09 T3 | 9525|9525 | 3.97 | 44
Turning inserts §%  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
9% P OOBHa3E DBBOBO
e ——1° 1 M O 00BBHBOBO
. / N\
I AR K 00B8S
> N 00 o
r 5 S S 00VBY 08
H
o . leogronBRenaSsasgsynns
r a o — = B E e — — S o
P BC0000==80Racbooa0lolo 28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
AHF SCMT09T304-AHF 0.4 | 0.5-3.0 |0.05-0.30| 0 °
E SCMTO09T308-AHF 0.8 | 0.5-3.0 [0.05-0.40| o () °
Finishing
EF SCMTO09T302-EF 0.2 |0.07-2.00(0.05-0.15 o0
SCMTO09T304-EF 0.4 |0.11-2.00|0.06-0.23 °
' SCMTO09T308-EF 0.8 |0.15-2.00(0.08-0.30 °
Finishing
SCMTO09T304-EM 0.4 |0.25-3.00(0.08-0.23 o0 °
SCMTO09T308-EM 0.8 | 0.5-3.0 | 0.1-0.3 [ BN ] °
SCMT120404-EM 04 | 0.3-3.6 [0.09-0.27 o e °
SCMT120408-EM 0.8 | 0.6-3.6 [0.12-0.36 o0 °
Finishing | §CMT120412-EM 1.2 [0.72-3.60|0.14-0.43 o °
® Ex stock 0 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°
.t:.-‘f-ﬁ: _aa
..![
A245 A246 A247 A248 A298
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

SCMT L 1.C S d
09 T3 | 9.525 | 9.525 | 3.97 4.4
1204 | 127 | 127 | 476 | 5.56

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts €8  Unfavourable machining conditions
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
92 P OODBHa38 DBDBOBO
B M M oL% 00BBB 0SB0
. / N\
iV an Y R K 00B8s
> N 00 08
A L s s 0088S o))
H
m M = =
150 r| 8 | f |[gRQcBrRag@cRissesgIgnRl s g
VWLUOUVULUU=ZZ00N0Q00VVYY VY EY = N
[ e R e W ea e W a R vl ca i aa Rl ca W ea Wi ca | lf aa Qi a'a Wi a Wi o'a Wi oa Wi a'a || I~ g [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
HE SCMTO09T302-HF 0.2 |0.15-2.00|0.05-0.15 °
» | SCMT09T304-HF 0.4 10.11-2.00|0.05-0.23 ° °
'_ﬂ, SCMT09T308-HF 0.8 |0.15-2.00|0.05-0.30 ® @ O °
A
Finishing
HM SCMT09T304-HM 0.4 10.25-3.00/0.08-0.23|0 © @ @ o ° °
- 3 SCMTO09T308-HM 08 | 0.5-3.0 | 0.1-0.3 [ ) ° ° o
“- SCMT120404-HM 04 | 0.3-3.6 |0.09-0.27 e O e
P | scMT120408-HM 08 | 0636 |0.12-036| o e o @ oce e o
Medium Cut| §CMT120412-HM 1.2 |0.72-3.60|0.14-0.43 oo
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SSBCR/L SSDCN SSSCR/L S***.SSKCR/L
Kr: 75° Kr: 45° Kr: 45° Kr: 75°

A245 A246 A247 A248 A298

System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Positive inserts  @eneral tu rning

O  Ideal machining conditions SC L 1.C S d
€3 Normal machining conditions 09 T3 | 9525|9525 | 3.97 | 44
Turning inserts §%  Unfavourable machining conditions 1204 | 127 | 127 | 476 |5.55.56
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
9 P OOBHa3E DBBOBO
oo I 1 M oL% 00BBHBO0B0
. 7 \
\569__ o K 0008®
> N 00 o8
L S s 00O HH 0%
H
o . leogronBRenaSsasgsynns
r a o — = B E e — — S o
P BoOC00USS80R00000R000E0 28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
Basic SCMT09T304 0.4 | 0.2-4.0 |0.05-0.30 o o
SCMT120404 04 | 0.5-6.0 [0.08-0.30 o
m SCMT120408 0.8 | 0.5-6.0 | 0.1-0.6 o o
1 |
Medium Cut
SCMTO09T304-HR 04 | 0.2-4.0 |0.05-0.40 o e e o o o
HR SCMTO09T308-HR 0.8 1-4 0.12-0.35 [ ) o e
) | SCMTO09T312-HR 12 | 1.2-40 |0.14-0.42 o
o
— SCMT120404-HR 04 | 0.5-4.0 |0.05-0.50 [oRNeRN )
TR
) SCMT120408-HR 0.8 | 1.2-4.8 |0.14-0.42 e oo
Roughing
SCMT120412-HR 1.2 |1.44-4.80|0.17-0.50 L)
SCGX09T304-LC 04 | 0.5-5.0 | 0.1-0.5 °
SCGX09T308-LC 0.8 | 0.5-5.0 [0.15-0.60
SCGX120408-LC 0.8 1-7 |0.15-0.60 ° °
Aluminium
Machining
® Ex stock 0 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°
A245 A246 A247 A248 A298
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

O  Ideal machining conditions SCGX L 1.C S d
A €3 Normal machining conditions 09 T3 | 9525|9525 | 397 | 44
Turning inserts $%  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
= % P OODBHa38 DBDBOBO
c
£ ole NN 1 M 08 oogasloso
o . / N\
E I T K 00088
> N 00 o
r N s S 00BBS 08
H
B o . leogronBRenalsasgsynns
r a = D S-owwnooowN T I
P BoOC00USS80R00o00R000E0 28
[ e R e W ea e W a R vl ca i aa Rl ca W ea Wi ca | lf aa Qi a'a Wi a Wi o'a Wi oa Wi a'a || I~ g [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
LH SCGX09T302-LH 0.2 |0.5-4.0/0.05-0.15 o °
H SCGX09T304-LH 0.4 |0.5-4.0| 0.1-0.3 o °
g i\l .'«l SCGX09T308-LH 0.8 |0.5-4.0/0.15-0.60 °
g SCGX120404-LH 0.4 |0.5-5.0| 0.1-0.3 o
Aluminium
Machining | SCGX120408-LH 0.8 |0.5-5.0/0.15-0.60 o °
® Ex stock 0 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°
(o)) L N
£ i
E -
A245 A246 A247 A248 A298
c
© O
g5
£E
o O
= e
x
(3]
©
£
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Positive inserts  @eneral tu rning

O  Ideal machining conditions SPMW L 1.C S d
€3 Normal machining conditions 09 T3 | 9525|9525 | 3.97 | 44
Turning inserts §%  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
SP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
oF P  OOBMBkR B BB OB0
o
oo il M o) 00BBBOB0
. / \
~ K 0008®
N N 00 o8
r 5 S 00BN 08
H
50 ( eodcRzBEgsen8sesgsngn
r a o — = B E e — — o o
” 828288528585283288882¢2 38
S>>>>>>5>>>>>>>>>>>>5>55> 5>
Flat SPMWO09T304 0.4 |0.5-4.0|0.1-0.4 ¢} o
SPMWO09T308 0.8 |0.5-4.0/0.2-0.4 o o
& | sPmwi20408 08| 16 (0306 o
O
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

O  Ideal machining conditions TBGH L 1.C S d
€3 Normal machining conditions 0601 | 687 | 3.97 | 159 | 22
Turning inserts €8  Unfavourable machining conditions
TB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHa38 DBDBOBO
M O QOBBHBOBO
K COBBB
od - N 00 0%
5 o= S 00BBB oY%
H
m M = 2
IS0 rloa, f20QR@nnaRSRnRcE8838 b o
Bo00000==00R0000OURVVIVELYL |=&
[ea Qe W e e W era e B e e a W e i aa B ' WY aa B e ) le'a WY aa Wi 'a WY a'a WY 'a S aa | (=il I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
TBGH060102L 0.2 |0.5-3.5/0.05-0.40 ° °
E TBGH060104L 0.4 |0.5-3.5/0.05-0.40 o °
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A40 Grade selection A38 Technical info A445 Cutting data A324
&
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Positive inserts  @eneral tu rning

TCGT L 1.C S d
O  Ideal machining conditions 06T1 | 687 | 3.97 | 198 22
€3 Normal machining conditions 0902 | 963 | 556 | 238 25
Turning inserts €8  Unfavourable machining conditions s L 635 | 3.18 | 28
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P  OOBMBRR SBBOB O
2 M ol 00888080
K COBBEH
od N 00 08
& S 00BN 0
H
oonzazBRasealsssgsalags
%0 | * | " 8pd303sS85R5a000a00C80 28
Secoocbresgegeecdegsss 08
TCGTO06T102-SF 0.2 |0.05-2.00(0.05-0.15 o °
SF TCGT090202-SF 0.2 |0.05-2.00(0.05-0.15 o [}
TCGT090204-SF 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 °
Finishing | TCGT110304-SF 0.4 |0.05-2.00| 0.1-03 o |o
TCGT110308-SF 0.8 |0.05-2.00(0.10-0.35 °
USE TCGT110301L-USF 0.1 | 0.2-2.0 |0.03-0.08 o
TCGT110302L-USF 0.2 | 0.2-2.0 |0.05-0.18 °
V2N
Finishing
USE TCGT110301R-USF 0.1 | 0.2-2.0 |0.03-0.08 °
TCGT110302R-USF 0.2 | 0.2-2.0 |0.05-0.18 °
Finishing
® Ex stock o0 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°
tf“" =
A249 A250 A251 A252 A300 A319
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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TCMT L I.C S d
O Ideal machining conditions 0902 | 963 | 556 | 238 25
€3 Normal machining conditions 1102 11 635 | 238 28
Turning inserts §8  Unfavourable machining conditions 1613 | 165 | 9525 | 397 | 44
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHBa6% DBDBOBO
> M 0 0088BOGO
K COBBB
od N 00 06
i S 00BRY ol
H
56 . lepgconBRNenalsasgeycgn
r a — ] — CHEICECE 2 0 D — =
P BCO0000==80Rcoo0oROGOET |28
[Sa g ca R ea R e W e'a o' R e e a R aa M2 a i o a Qi e a W a'a | lfa'a Wi a'a Wi a'a W a'a Wi a'a W o'a | ==l [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
AHF TCMT110204-AHF 04 | 0.2-25 |0.05-030|0 °
TCMT110208-AHF 08 | 0.2-25 | 0.1-04 |o °
A TCMT16T304-AHF 04 | 05-3.0 [0.05-030|0 o
TCMT16T308-AHF 0.8 | 0.5-3.5 | 0.1-04 |o °
Finishing
TCMT090202-HF 0.2 [0.06-1.70]0.03-0.13 O e e o
TCMT090204-HF 04 | 0.1-1.7 ]0.05-0.19 o e o
HF TCMT090208-HF 0.8 0.15-1.70/0.10-025| 0 o e o
a TCMT110202-HF 0.2 |0.08-2.00|0.05-0.20 oo °
P TCMT110204-HF 04 | 0.1-2.0 |0.05-0.30 [ ) o ° o o
o TCMT110208-HF 0.8 | 0.1-2.0 |0.05-0.35 e ® O ° o
Finishing
TCMT16T304-HF 0.4 10.11-2.00|0.05-0.23 [ ) o
TCMT16T308-HF 0.8 | 0.2-3.5 |0.05-0.30 ° ° o)
® Ex stock 0 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°
=
A249 A250 A251 A252 A300 A319
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Positive inserts  @eneral tu rning

TCMT L 1.C S d
O Ideal machining conditions 0902 | 963 | 556 | 238 25
€3 Normal machining conditions 1102 n 635 | 238 28
Turning inserts €8  Unfavourable machining conditions 1673 | 165 | 9.525 | 3.97 | 44
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E% DBBOBO
3 M 08 008 R BOGO
K COBBDB
od N o0 o
7°F= S COHBHBHB (@)%}
H
56 . lmpgcozBRNeealsasgesEnE
r a = — Qennooo ~N =n 0o — =
P BCO000U0==80Rcoo0oROGOET |28
[Sa Qi ca g ea R ea R e'a e Wi aa e a i aa M2 a o a Qi e a R aa | lfa'a Wi a'a Wi a'a Wi a'a Wi a'a Wi o'a | ==l I~ [ala)
S>>>>>>>>>>>>>>>>>>>>> |[>5>
TCMT090202-EF 0.2 |0.06-1.70(0.03-0.13 °
EF TCMT090204-EF 04 | 0.1-1.7 |0.05-0.19 ® O
TCMT110202-EF 0.2 | 0.2-2.0 |0.05-0.13 ® O
A TCMT110204-EF 0.4 | 0.2-2.0 |0.05-0.20 e O
TCMT110208-EF 0.8 | 0.2-2.0 [0.05-0.30 o
Finishing | TCMT16T304-EF 0.4 | 03-3.0 |0.05-0.23 L3NG}
TCMT16T308-EF 0.8 | 0.3-3.0 | 0.1-04 ° °
TCMT090204-EM 0.4 |0.19-2.25|0.06-0.17 ° o o
TCMT090208-EM 0.8 |0.38-2.25/0.08-0.23 °
EM TCMT110204-EM 04 | 0.2-2.7 |0.05-0.30 [ ® O
TCMT110208-EM 0.8 | 0.8-2.7 |0.08-0.30 ° °
TCMT110212-EM 1.2 | 0.2-2.7 |0.05-0.30 o
) TCMT16T304-EM 0.4 |0.25-3.00/0.08-0.23 ° °
Medium Cut
TCMT16T308-EM 0.8 | 0.5-3.0 | 0.1-0.3 o0 °
TCMT16T312-EM 1.2 | 0.6-3.0 [0.12-0.36 o
® Ex stock 0 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
/ =
A249 A250 A251 A252 A300 A319
System code A40 Grade selection A38 Technical info A445 Cutting data A324

A127

Turning

Milling

N

Drilling

O

Technical
Information

Index



General turni NQg Positive inserts
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TC** L 1.C S d
0902 | 963 | 556 | 2.38 2.5
O  Ideal machining conditions 1102 1 635 | 238 28
€3 Normal machining conditions 1613 | 165 |9.525 | 3.97 44
Turning inserts €2 Unfavourable machining conditions 22 04 22 127 | 476 5.5
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHaE% DSBDBOBO
> M O ocogeaogo
K QOHBHBEHB
od N 00 0
7°F= S CODBBHB @)Y
H
LnNN-—N-—m"’NNmeN)\—NLnoLnNF-—k‘_J
IS0 r a f gl sen2d8egogeecasg g |55
: Bo00000==00R0000LORVUVLEL =&
foa oo Joa Wit ea Bifea liYea B = a W e Wi oo Wi e Wi a Wi ca Qi =a | lfaa i aa Wi aa WY a'a Wi a Wi aa | [~li~ I-d [ala)
S>E>>>>>>>>>>>>>>>>>>>> |5>
Flat TCMW110204 04 | 0.1-3.5 |0.05-0.40
TCMW16T304 0.4 | 0.5-5.0 [0.05-0.60 °
- TCMW16T308 0.8 | 0.5-5.0 |0.05-0.60 o
1 rcmw16T312 12 | 05-40 [0.05-0.40
Medium Cut| TCMW220408 0.8 | 0.5-4.0 |0.08-0.50 o
TCMT090204-HM 0.4 10.19-2.25|0.06-0.17 L ) ° [ o
HM TCMT090208-HM 0.8 |0.38-2.25/0.08-0.23 ocee o
TCMT110204-HM 0.4 | 0.2-2.7 |0.07-0.20 oo o o ° ° °
o= TCMT110208-HM 0.8 | 0.5-2.7 | 0.1-0.3 L) °
EESSSS | TCMT16T304-HM 0.4 [0.25-3.00/0.08-023|0 ® @ @ o o °
Medium Cut| TCMT16T308-HM 08| 0530 | 01-03 [0 ® @ @ o o °
TCMT16T312-HM 1.2 | 0.6-3.0 {0.12-0.36 O e e
TCMT090204-HR 04 | 05-3.0 | 0.1-03 o e
TCMT090208-HR 0.8 | 0.5-3.5 /0.08-0.50 o o °
HR TCMT110204-HR 04 | 05-3.0 | 0.1-04 [
/ TCMT110208-HR 0.8 1-4 0.1-0.5 L3N
L TCMT16T304-HR 04 | 05-40 | 0.1-04 O e e °
. TCMT16T308-HR 0.8 1-4  |0.12-0.35 oo o0 o0 ° °
Roughing
TCMT16T312-HR 1.2 | 1.2-40 |0.14-0.42 o ° o e
TCMT220408-HR 0.8 | 1.2-48 |0.14-0.42 e 0o 0 ° °
® Ex stock o0 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°
; / )
A249 A250 A251 A252 A300 A319
System code A40 Grade selection A38 Technical info A445 Cutting data A324

o

O -CT
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Positive inserts  @eneral tu rning

O  Ideal machining conditions TCMT L 1.C S d
€3 Normal machining conditions 2204 | 22 | 127 | 476 | 55
Turning inserts g8  Unfavourable machining conditions
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E DBBOBO
3 M 0 00BSH OGO
K COBBDB
od N 00 oL
74 S 00BN 08
H
M M N o o~ g o~ o 2
' 828288528585283288882¢2 38
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
. TCMT220408 0.8 |1.2-4.8|/0.14-0.42 ° °
Basic
[t
="
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

TCGX L 1.C S d
O Ideal machining conditions 0902 | 963 | 556 | 238 25
€3 Normal machining conditions 1102 [ 635 | 238 28
Turning inserts €8  Unfavourable machining conditions 163 | 165 | 9.525 | 3.97 | 44
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHBa6% DBDBOBO
S
M O QOBBBOB0
K COBBB
od N 00 06
& S 00BBS o
H
56 . lepgconBRNenalsasgeycgn
r a — ] — CHEICECE 2 0 D — =
P BCO0000==80Rcoo0oROGOET |28
[Sa g ca R ea R e W e'a o' R e e a R aa M2 a i o a Qi e a W a'a | lfa'a Wi a'a Wi a'a W a'a Wi a'a W o'a | ==l [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
TCGX090202-LC 0.2 {0.3-4.0/0.05-0.15 ° °
LC TCGX090204-LC 0.4 |0.5-4.0| 0.1-0.3 ° °
& TCGX110202-LC 0.2 [0.3-5.0/0.05-0.15 ° °
(e TCGX110204-LC 0.4 |0.5-5.0| 0.1-0.3 ° °
TCGX110208-LC 0.8 {0.5-5.0/0.15-0.60 ° °
Aluminium
Machining | TCGX16T304-LC 04 [0.5-7.0| 0.1-0.3 ° °
TCGX16T308-LC 0.8 {0.5-7.0/0.15-0.60 ° °
TCGX090202-LH 0.2 |0.3-4.0/0.05-0.15 o °
TCGX090204-LH 0.4 |0.5-4.0| 0.1-0.3 °
LH TCGX110202-LH 0.2 {0.3-5.0/0.05-0.15 ° °
A,
.‘h‘ TCGX110204-LH 0.4 |0.5-5.0| 0.1-0.3 °
& LY
s | TCGX110208-LH 0.8 {0.5-5.0/0.15-0.60 °
Aluminium | TCGX16T302-LH 0.2 |0.5-7.0/0.05-0.15 °
Machining | tcGx16T304-LH 04 057.0| 0.1-03 .
TCGX16T308-LH 0.8 |0.5-7.0{0.15-0.60 °
® Ex stock o0 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°
<
A249 A250 A251 A252 A300 A319
System code A40 Grade selection A38 Technical info A445 Cutting data A324

A130




Positive inserts  @eneral tu rning

O  Ideal machining conditions Tp** L 1.C S d
€3 Normal machining conditions 0902 | 963 | 556 | 238 | 25
Turning inserts §%  Unfavourable machining conditions 1103 | 11 | 635 | 3.18 | 2.8
TP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E B BB OB0
M O OOLBBBOBIO
K COBBDB
sl N 00 0%
1177 S QOBBB (@)%
H
M M N o o~ g o~ o 2
P B0 0000SS8aRooloooaddolo 28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
TPGH090202L 0.2 | 0.2-3.0 |0.05-0.15 ° o o
TPGH090204L 04 | 0.2-3.0 [0.05-0.30 ° L)
@ TPGH110302L 0.2 | 0.2-3.5 |0.05-0.15 ° o o
Super TPGH110304L 04 | 0.2-3.5 |0.05-0.30 ° L)
Finishing
TPGT090202-SF 0.2 |0.05-2.00(0.05-0.15 °
SF TPGT090204-SF 0.4 |0.05-2.00(0.05-0.25 o [ °
TPGT090208-SF 0.8 |0.05-2.00(0.05-0.35 [ o
TPGT110302-SF 0.2 |0.05-2.00|0.05-0.15 ° °
. TPGT110304-SF 0.4 |0.05-2.00|0.05-0.25 o °
Finishing
TPGT110308-SF 0.8 |0.05-2.00(0.05-0.35 o °
® Ex stock o0 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°
A309 A318 A320
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

O  Ideal machining conditions VCGT L 1.C S d
€3 Normal machining conditions 1103 | 11 | 635 | 318 | 28
Turning inserts $%  Unfavourable machining conditions 16 04 | 165 | 9525 | 476 | 44
VC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHa38 DBDBOBO
M O QOBBHBOBO
K COBBB
N 00O (OF¥)
S QCOBBDB O
H
m M = 2
IS0 roa, f20QR@nnaRSRnRcE8838 b o
Bo00000==00R0000OURVVIVELYL |=&
[ e R e W ea e W a R vl ca i aa Rl ca W ea Wi ca | lf aa Qi a'a Wi a Wi o'a Wi oa Wi a'a || I~ g [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
HE VCGT110304-HF 0.4 | 0.2-2.0 |0.05-0.30 ° °
e
Finishing
NF VCGT160408-NF 08 | 0.2-20 | 0.1-04 o e
Finishing
SF VCGT110302-SF 0.2 |0.05-1.00|0.05-0.15 ° °
VCGT110304-SF 0.4 10.05-1.00|0.05-0.25 ) ) ° °
@ VCGT160404-SF 0.4 |0.05-1.50|0.05-0.25
Finishing
® Ex stock 0 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***_SVUCR/L C***.SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30' Kr: 93° Kr: 107°30'
- //
- & Y
= e.
A243 A244 A278 A279 A302 A303 A321
C***_.SVUCR/L
o Ke93t
" /
i
""""""""" A322
A40 Grade selection A38 Technical info A445 Cutting data A324

System code

A132



Positive inserts  @eneral tu rning

VCGT L I.C S d
08 02 8 476 | 2.38 2.3
11 03 1 635 | 3.18 2.8
1303 | 138 | 794 | 3.18 3.4

O Ideal machining conditions
€3 Normal machining conditions

Turning inserts §%  Unfavourable machining conditions
VC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E% DBBOBO
M O OOLBBHOBIO
K COBBDB
N o0 o
S COHBHBHB O
H
56 . lmpgcozBRNeealsasgesEnE
r a = — Qennooo ~N =n 0o — =
P B0 0000sSS8aRooloooa0dolo 28
[Sa Qi ca g ea R ea R e'a e Wi aa e a i aa M2 a o a Qi e a R aa | lfa'a Wi a'a Wi a'a Wi a'a Wi a'a Wi o'a | ==l I~ [ala)
S>>>>>>>>>>>>>>>>>>>5> |>>
USF VCGT080201L-USF 0.1 |0.05-2.00(0.03-0.08 o
VCGT080202L-USF 0.2 |0.05-2.00(0.05-0.18 o
wofise | VCGT110301L-USF 0.1 |0.05-2.00|0.03-0.08 °
VCGT110302L-USF 0.2 |0.05-2.00|0.05-0.18 °
Finishing
USF VCGT080201R-USF 0.1 |0.05-2.00(0.03-0.08 o
VCGT080202R-USF 0.2 |0.05-2.00(0.05-0.18 o
s | VCGT110301R-USF 0.1 |0.05-2.00|0.03-0.08 °
VCGT110302R-USF 0.2 |0.05-2.00|0.05-0.18 °
Finishing
VCGT130304 0.4 1-5 0.1-0.3 °
® Ex stock 0 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***_SVVQCR/L S***_SVVUCR/L C***_-SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30' Kr: 93° Kr: 107°30'
e ’ -
A243 A244 A278 A279 A302 A303 A321
C***_-SVUCR/L
,,,,,,,,,,,,,,,,,,,, Kr93°
_‘/
-3
A2
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

VCGX L 1.C S d

A O Ideal machining conditions 1103 11 635 | 318 28

€3 Normal machining conditions 168 166 | 9525 | 4.76 4%
22 05 22 12.7 | 556 | 55

Turning/Milliing inserts §%  Unfavourable machining conditions
o VC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
g P OODBHBa6% DBDBOBO
S
E M o) 00OBB 0O
K COBBB
N o0 o
S QOHBHBEHB @)%}
B ;
56 . lepgconBRNenalsasgeycgn
r a — ] — CHEICECE 2 0 D — =
P BCO0000==80Rcoo0oROGOET |28
[Sa g ca R ea R e W e'a o' R e e a R aa M2 a i o a Qi e a W a'a | lfa'a Wi a'a Wi a'a W a'a Wi a'a W o'a | ==l [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
VCGX110301-LC 0.1 {0.3-3.0/0.05-0.10 ° ° °
g VCGX110302-LC 0.2 |0.3-3.0/0.05-0.15 ° [oXNe) °
g Lc VCGX110304-LC 0.4 |0.5-3.0| 0.1-0.3 ° °
S VCGX110308-LC 08| 1-3 | 0.1-05 ° °
L ==
VCGX160404-LC 0.4 |0.5-5.0| 0.1-0.3 ° °
Aluminium | VCGX160408-LC 0.8 [0.5-5.0/0.15-0.60 ° °
Machining | 'y/cGX160412-LC 1.2 |0.5-5.0(0.15-0.80 o o
C VCGX220530-LC 3 ]0.5-7.0/0.25-1.00 ° o0
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
g
= Tool holder
a SVVCN SVJCR/L SVACR/L-SC SVJCR/L-SC S***_S\VQCR/L S***.SVUCR/L C***_.SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30' Kr: 93° Kr: 107°30'
et f
A243 A244 A278 A279 A302 A303 A321
- C***.SVUCR/L
© O
g5
£E
o O
= e
x
(3]
©
£
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Positive inserts  @eneral tu rning

VCGX L 1.C S d
11 02 11 6.35 | 2.38 2.8
O Ideal machining conditions 1103 1 635 | 3.18 28
€3 Normal machining conditions 1604 | 166 | 9.525 | 476 4.4
Turning/MiIIiing inserts g2 Unfavourable machining conditions 22 05 22 127 | 556 55
VC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHaEE% DBBOBO
M O OOLBBHOBIO
K QOHBHBEHB
N ©]@) @)
S COLBBHB @)Y
H
mNNFNmeNNmNg\—NmOmN‘_-—E
o) roa f g ome2dgegegeecasllyc|ss
° B0000U==a0R00OOLRVUUEIL =&
foa oo R oo Wi ea lfea Ml ea B = ol e Qi oo B s a R e a Qi e Qi =a | 2 R a'a Wi a'a WY a'a Wi 2 Wi o' | [~ e [ala)
S>>>>>>>>>>>>>>>>>>>5> > >
VCGX110204-LH 0.4 10.5-3.0| 0.1-0.3 () °
VCGX110301-LH 0.1 {0.5-3.0|0.05-0.10 o o0
VCGX110302-LH 0.2 {0.3-3.0/0.05-0.15 ° ° 0
LH VCGX110304-LH 0.4 |0.5-3.0| 0.1-0.3 ° °
L 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 () ° °
Aluminium | VCGX160404-LH 0.4 |0.5-5.0| 0.1-0.3 ° ° °
Machining |y GX160408-LH 0.8 |0.5-5.00.15-0.60 o o
VCGX160412-LH 1.2 |0.5-5.0/0.15-0.80 o °
VCGX220530-LH 3 10.5-7.0/0.25-1.00 o ® O
® Ex stock o0 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***_-SVVQCR/L S***.SVUCR/L C***-SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30' Kr: 93° Kr: 107°30'
™ :
A243 A244 A278 A279 A302 A303 A321
_ CSVUCRIL
,,,,,,,,,,,,,,,,,,,, Kr93® .
‘/
-3
A2
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

O  Ideal machining conditions VeMmT 1.C S d
€3 Normal machining conditions 1604 | 16 |9525| 476 | 44
Turning inserts €8  Unfavourable machining conditions
VC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHa38 DBDBOBO
M O QOBBHBOBO
K COBBB
N 00O (OF¥)
L i L S QCOBBDB o
H
m M = 2
IS0 rloa f 20 QpBpbgRcnnnsc8888bnh oo
Bo00000==00R0000OURVVIVELYL |=&
[ e R e W ea e W a R vl ca i aa Rl ca W ea Wi ca | lf aa Qi a'a Wi a Wi o'a Wi oa Wi a'a || I~ g [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
EF VCMT160404-EF 0.4 |0.5-2.5/0.05-0.20 °
[ FE
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
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SVVCN SVJCR/L E***-SVUCR/L
Kr: 72°30' Kr: 93° Kr: 93°
" /
e
A243 A244 A322
A40 Grade selection A38 Technical info A445 Cutting data A324

System code

A136



Positive inserts  @eneral tu rning

O  Ideal machining conditions VPGT L 1.C S d
€3 Normal machining conditions 08 02 8 476 | 243 | 23
Turning inserts §%  Unfavourable machining conditions 1103 | 11 | 635 | 318 | 28
VP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E B BB OB0
M O OOLBBBOBIO
K COBBDB
N 00 o
S OCOBBEB (OF%)
H
m m & 2
IS0 rloa f 20 R@nnaRSRanEE8838 b o
i Bo00000=s==00R0ab0RVUUVEL (=&
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
USE VPGT080201L-USF 0.1 |0.2-2.0|0.03-0.08 o
VPGT080202L-USF 0.2 |0.2-2.0/0.05-0.15 o
w8 | VPGT110301L-USF 0.1 |0.3-2.5/0.03-0.08 o
Finishing
USF VPGT080201R-USF 0.1 |0.2-2.0/0.03-0.08 o
VPGT080202R-USF 0.2 |0.2-2.0/0.05-0.15 o
ﬂr VPGT110301FR-USF 0.1 |0.3-2.5/0.03-0.08 °
VPGT110301R-USF 0.1 |0.2-2.5/0.03-0.08 °
Finishing
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

VB** L 1.C S d
O Ideal machining conditions 1102 11 635 | 238 28
€3 Normal machining conditions 1103 [ 635 | 3.18 28
Turning inserts €8  Unfavourable machining conditions 1688 165 | 9525 | 476 | 44
VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBMBHR DBDBOBO
M oo QOBBBOB0
K CODBBB
N 00 (OF¥)
S CODBBHB O
H
56 . lepgconBRNenalsasgeycgn
r a — ] — CHEICECE 2 0 D — =
P o000 0s=8aRcalcoor0boEc 2]
[Sa g ca R ea R e W e'a o' R e e a R aa M2 a i o a Qi e a W a'a | lfa'a Wi a'a Wi a'a W a'a Wi a'a W o'a | ==l [alya)
>>>>>>>>>>>>>>>>>>>>5>> |[>>
AHF VBMT160404-AHF 04 | 0.2-3.0 |0.05-030|0 °
VBMT160408-AHF 0.8 | 0.8-3.5 |0.08-0.40|0 °
Finishing
EF VBMT110302-EF 0.2 |0.06-1.70|0.03-0.13 ® O
VBMT110304-EF 04 | 0.1-1.7 ]0.05-0.19 ° ® O
wagesses | VBMT110308-EF 0.8 |0.13-1.70|0.07-0.26 ° e O
VBMT160404-EF 04 | 0.1-1.8 |0.05-0.20 ° °
Finishing | YVBMT160408-EF 0.8 |0.14-1.80/0.07-0.27 ° °
HE VBMT110202-HF 0.2 | 0.2-2.0 |0.05-0.15 ° o
VBMT110204-HF 04 | 0.2-2.0 |0.05-0.35 ° o0 °
e o= | VBMT110208-HF 0.8 | 0.2-2.0 |0.05-0.40 ° o
Finishing
NF VBET160404-NF 04 | 0.2-3.0 |0.05-0.30
VBET160408-NF 0.8 | 0.2-3.0 |0.08-0.40
Finishing
® Ex stock o 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
Kr: 93° Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93°
& 1"/
; v
A240 A241 A242 A304 A305
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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Positive inserts  @eneral tu rning

O  Ideal machining conditions VBGT L 1.C S d
€3 Normal machining conditions 1103 | 11 | 635 | 318 | 28
Turning inserts g8  Unfavourable machining conditions
VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOBHa3E DBBOBO
M O OOLBBBOBIO
K COBBDB
N o0 o
S OCOBBEB (OF%)
H
M M N o o~ g o~ o 2
P BCO0NN=s8aRacaoo0andolc |28
[oa Qe R e e W e e e e R e s B s a S s R ca | le'a i aa Wi 'a Y a'a Wi 'a S aa N (D=l I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |[>5>
SF VBGT110302-SF 0.2 |0.05-2.00|0.05-0.15 o e|e
VBGT110304-SF 0.4 |0.05-2.00(0.05-0.20 ole
&=
Finishing
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SVJBR/L SVABR/L SVVBN
Kr: 93° Kr: 90° Kr: 72°30'
A240 A241 A242
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

O  Ideal machining conditions VB** L 1.C S d
A €3 Normal machining conditions 1103 | 11 | 635 | 318 | 28
Turning inserts $%  Unfavourable machining conditions 16 04 | 165 | 9525 | 476 | 44
VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
= P OODBHa38 DBDBOBO
c
£ M o 00888080
S
2 K COBBB
N 00 (OF¥)
S COBBHB O
H
m M = 2
B 50 4 | ¢ o0BgozBRgscafszsgesngh oo
Bo00000==00R0000OURVVIVELYL |=&
[ea Qe W e e W era e B e e a W e i aa B ' WY aa B e ) le'a WY aa Wi 'a WY a'a WY 'a S aa | (=il I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>> |>5>
NGE VBET160408-NGF 0.8 | 0.2-3.0 |0.08-0.30 o e
VBET160412-NGF 1.2 | 0.2-3.0 | 0.1-04 o e
2 =
é o
= -
Finishing
EM VBMT110304-EM 0.4 |0.15-2.00/0.07-0.20 ° °
VBMT110308-EM 0.8 | 0.2-2.0 |0.09-0.27 o ° )
@ VBMT160404-EM 0.4 10.23-2.70/0.07-0.20 ° )
C VBMT160408-EM 0.8 |0.45-2.70/0.09-0.27 ° °
Medium Cut
HM VBMT160404-HM 0.4 10.23-2.70/0.07-0.20 e 0o 0 ° ° °
VBMT160408-HM 0.8 |0.45-2.70/0.09-0.27 [ ) [ BN ] ° [ [ o
e - - -
. g VBMT160412-HM 1.2 10.54-2.70/0.11-032|0 o @ @
=
= Medium Cut
@)
HR VBGT160408-HR 0.8 1-4 0.15-0.40 o
-~
D Medium Cut
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
c HW  Uncoated carbide
© O
(O
E (3]
= € Tool holder
é NSl SVJBR/L SVABR/L SVVBN S***.SVQBR/L S***.SVUBR/L
= Kr: 93° Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93°
v
A240 A241 A242 A304 A305
X
(9
©
£
System code A40 Grade selection A38 Technical info A445 Cutting data A324

L
A 140 M



Positive inserts  @eneral tu rning

O  Ideal machining conditions vVB** L 1.C S d
€3 Normal machining conditions 16 04 | 165 | 9525 | 476 | 44
Turning inserts g8  Unfavourable machining conditions
VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P  OOBMBkR DBBOBO
M o OOLBBBOBIO
K CODBBEH
N 00 o®
S QOHBBEH (OF%)
H
o . leogronBRenaSsasgsynns
r a o — = B E e — — o o
' 828288528585283288882¢2 38
S>>>>>>>>>>>>>>>>>>>5> |>>
HR VBMT160404-HR 0.4 | 0.5-3.0 | 0.1-0.3 o0
VBMT160408-HR 0.8 | 0.9-3.6 (0.11-0.32 [ I}
...:_,. VBMT160412-HR 1.2 |1.08-3.60|0.13-0.38 o @ o o
Roughing
SNR VBMT160408-SNR 0.8 | 0.5-4.0 | 0.1-0.3 ° o
VBMT160412-SNR 1.2 | 0.5-40 | 0.3-0.6 o o
-
Roughing
Flat VBMW 160404 04 | 0.2-5.0 [0.05-0.50
VBMW 160408 0.8 | 0.5-1.5 [0.05-0.20
L
® Ex stock o0 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
Kr: 93° Kr: 90° Kr: 72°30" Kr: 107°30' Kr: 93°
v
A240 A241 A242 A304 A305
System code A40 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQg Positive inserts

WCMX L I.C S d
O Ideal machining conditions 04 02 43 635 | 238 3.1
€3 Normal machining conditions 06 T3 65 |9:525] 3.97 37
Turning inserts €8  Unfavourable machining conditions oSS 87 127 | 476 | 43
WC** drilling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBHBa6% DBDBOBO
M O QOBBBOB0
K COBBB
N o0 ©]@)
S QOHBHBEHB OO
H
56 . lepgconBRNenalsasgeycgn
r a — ] — CHEICECE 2 0 D — =
P BCO0000==80Rcoo0oROGOET |28
[Sa g ca R ea R e W e'a o' R e e a R aa M2 a i o a Qi e a W a'a | lfa'a Wi a'a Wi a'a W a'a Wi a'a W o'a | ==l [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
WCMX040208R-53 0.8 |0.05-2.00|0.05-0.60 ° o
WCMX06T308R-53 0.8 | 0.1-3.0 |0.05-0.60 ° o
‘r" ¥ | WCMX080412R-53 1.2 | 0.2-40 |0.05-0.80 ° °
Medium Cut
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SWACR/L
Kr: 90°
A253
A40 Grade selection A38 Technical info A445 Cutting data A324

System code

A142
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e
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General turning 1so code - PcBN & PCD inserts

N

N G A

12 04 08 T 020 20 - 2

(W)

1 2 3 4 5 6 7 8 9 10 11 12
Insert shape Clearance angle Tolerance class
A [~ 85° B C <> A l B l m
3° ~l5e |
1.C S
D E H <:> Code | ICImm] | mimm] S [mm]
c \BT D AT A +0.025 +0.005 +0.025
C +0.025 +0.013 +0.025
K L I:I m ‘ E +0.025 +0.025 +0.025
E \ F 5 F +0.013 +0.005 +0.025
o Q s . A 20 25° G +0.025 +0.025 +0.130
H +0.013 +0.013 +0.025
J +0.05-0.15 +0.005 +0.025
v w Z Spedial G \h«goo N 5 K £0.05-0.15 +0.013 +0.025
L +0.05-0.15 +0.025 +0.025
M +0.05-0.15 +0.08-0.20 +0.130
P E O Spedial N +0.05-0.15 +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

>

Q

> 65°
W] 5 1)
> 65°
N
<65° <65°

= N

Special

1.C
[mm]

Insert shape

-

-

A | &

T
~ 10

S

T Vv

3.97
5.0
5.56
6.0
6.35
8.0
9.525
10.0
12.0
12.7

06

09

12

15.875 16

16.0
19.05
20.0
25.0
254
31.75

32

19

25

07

11

15

19

25

09

12

15

19

25

06

09

11 11

16 16

22 22

27

33

06

08

A144




150 code - PCBN & PCD inserts  G@neral turning

Insert thickness S [mm] Nose radius r [mm] Cutting edge profile
JS_<—> é_‘/—j 7 Code Cutting edge ‘ Insert shape
i f
Code | s Code | s Code | r E Rounding imig
02 2.38 06 6.35 00 -
T2 2.58 T6 6.75 02 0.2
03 3.18 07 7.94 04 04 F Sharp edge T
T3 3.97 09 9.52 08 0.8
04 4.76 T9 9.72 12 1.2
T4 4.96 11 11.11 16 1.6 T Chamfer W
05 5.56 12 12.70 20 2.0
T5 5.95 24 24
32 3.2
X Special S Chamfer + Rounding m
MO Round inserts
6 7 8
Chamfer width b [mm] Chamfer angle a Cutting edges Extra
ﬁ a Code ‘ Form Code Description
Code ‘ b Code ‘ a 1 O
010 0.10 05 5°
015 0.15 10 10°
020 0.20 15 15° 2 O Wiper
025 0.25 20 20°
030 030 25 25° w
035 0.35 30 30° 3 Curve
040 0.40 & j A fn
045 0.45
050 0.50
100 1.00 4 @
200 2.00
9 10 11 12
Standard edge preparation
CBN Solid CBN PCD
vce211  [INZBIRI  vze221 YZB231
Radius = 0.4mm S01525 S01520 S01525 S01020 S01020 T02020 T02025 F
Radius > 0.8 mm S01525 $S02020 $02025 S01020 S01020 T02020 T02025 F

Other edge preparation on demand.

A145
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General turning  rcen & pcp inserts

O  Ideal machining conditions CNGA L 1.C S d
€3 Normal machining conditions 1204 | 129 | 127 | 476 | 5.16
Turning CBN inserts €8  Unfavourable machining conditions
CN** negative insert BL (CBN) BH (CBN)
o P
° K o
agIc ] [ ]
d | N
2
! H 0%
s
ISO r f a, |-om I~
[salaaliyaa) o
$¥¥ s
CNGA120404-2 0.4 |0.05-0.20/0.08-0.50|0 © © o
.~ | CNGA120408-2 0.8 [0.05-0.25]0.08-0.50|0 © © o
L f CNGA120408-2W 0.8 |0.05-0.25|0.08-0.50| 0 ©
CNGA120412-2 1.2 |0.05-0.30(0.08-0.50| 0 © © o
CNGA120412-2W 1.2 10.05-0.30|0.08-0.50| 0 ©
® Ex stock 0 On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
-
-
A197 A204 A205 A218 A219 A284
A144 Grade selection A38 Technical info A445 Cutting data A324

System code

A146




pcen&PcDinserts ‘General turning

O  Ideal machining conditions DNGA L 1.C S d
€3 Normal machining conditions 1506 | 155 | 127 | 635 | 5.16
Turning CBN inserts g8  Unfavourable machining conditions
DN** negative insert BL (CBN) BH (CBN)
P
K @)
N
H ODdE3
IS0 r f a, |-om I~
[salaalyaal [aa)
gg8
DNGA150604-2 0.4 |0.05-0.20|0.08-0.50| 0 o © o
DNGA150608-2 0.8 |0.05-0.25|0.08-0.50({0c © e o
b / DNGA150612-2 1.2 [0.05-0.15/0.08-0.50/ 0 @ © e}
® Ex stock o0 On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
_ ol o i g
- e y = P
1
L
A198 A206 A207 A220 A221 A286 A287
System code A144 Grade selection A38 Technical info A445 Cutting data A324
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General turning  rcsn&pcp inserts

O  Ideal machining conditions SNGA L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 | 5.16
Turning CBN inserts €8  Unfavourable machining conditions
SN** negative insert BL (CBN) BH (CBN)
P
— K @)
gIc
N
H O&Gd
)
ISO r f a, |-om I~
0o mom o
2¥Y¥ s
SNGA120408-2 0.8 |0.05-0.25|0.08-0.50| 0 o © o
SNGA120412-2 1.2 10.05-0.30|0.08-0.50|0 o o o
2
® Ex stock o On demand BL CBN with a low CBN content
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°
- ==
i -
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN PSKNR/L
Kr: 75° Kr: 45° Kr:75°
’ g
A224 A225 A289
System code A144 Grade selection A38 Technical info A445 Cutting data A324

A148



pcen&PcDinserts  General turning

O Ideal machining conditions TNGA L 1.C S d
€3 Normal machining conditions 16 04 | 165 | 9525 | 476 | 3.81
Turning CBN inserts g8  Unfavourable machining conditions
TN** negative insert BL (CBN) BH (CBN)
P
K @)
N
H O3
ISO r f a, |-om I~
880 V)
=== =
TNGA160404-3 0.4 |0.05-0.20|0.08-0.50(0 ©
- TNGA160408-3 0.8 |0.05-0.25/0.08-0.50(0 ©
g TNGA160412-3 1.2 10.05-0.30(0.08-0.50| 0 © o
[ S
® Ex stock 0 On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJINR/L MTJINR/L-Z
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
&= > >
A200 A213 A214 A215 A226 A227 A228
MTFNR/L PTFNR/L
Kr:91° Kr: 90°
/
A229 A290
A144 Grade selection A38 Technical info A445 Cutting data A324

System code

A 149
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General turning  rcen & pcp inserts

O  Ideal machining conditions VNGA L 1.C S d
€3 Normal machining conditions 16 04 | 166 | 9525 | 476 | 3.81
Turning CBN inserts €8  Unfavourable machining conditions
VN** negative insert BL (CBN) BH (CBN)
P
K @)
N
H OO
ISO r f a, =] & <
0o mom o
2¥Y¥ s
VNGA160404-2 0.4 |0.05-0.20/0.08-0.50(0 e
VNGA160408-2 0.8 |0.05-0.25|0.08-0.50|0 ©
=
® Ex stock o On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
DVVNN DVJNR/L MVVNN MVJINR/L
Kr:72°30' Kr: 93° Kr:72°30' Kr: 93°
" "{-'1'- :— i
==j_ ’ *,
A201 A202 A230 A231
System code A144 Grade selection A38 Technical info A445 Cutting data A324

A150
=20 -CT




pcen&PcDinserts ‘General turning

O  Ideal machining conditions WNGA L 1.C S d
€3 Normal machining conditions 0804 | 869 | 127 | 476 | 5.16
Turning CBN inserts g8  Unfavourable machining conditions
WN** negative insert BL (CBN) BH (CBN)
P
80° S
X q K @)
N
od H ODdE3
ISO r f a, =] @ by
[salaalyaal [aa)
gg8
WNGA080404-3 0.4 |0.05-0.20|0.08-0.50 o
- WNGA080408-3 0.8 |0.05-0.25|0.08-0.50 o
[_] WNGA080412-3 1.2 |0.05-0.25|0.08-0.50
® Ex stock o0 On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
DWLNR/L PWLNR/L MWLNR/L PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
'I' ; ?
- -
L]
A203 A217 A232 A291
System code A144 Grade selection A38 Technical info A445 Cutting data A324
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General turning  rcen & pcp inserts

CCGW L 1.C S d
O Ideal machining conditions 06 02 64 635 | 238 28
€3 Normal machining conditions 09 13 97 19525 3.97 44
Turning CBN inserts €8  Unfavourable machining conditions 12088 129 | 127 | 476 | 55
CC** positive insert BL (CBN) BH (CBN)
P
K @)
N
H OO
1SO r f a, |-aom 2
0o mom o
[CACHe) o
> > > >
CCGW060204-1 0.4 |0.05-0.20|0.08-0.50| 0 ©
CCGW060208-1 0.8 |0.05-0.25|0.08-0.50| 0 ©
Q‘ CCGW09T304-2 0.4 |0.05-0.20|0.08-0.50|0 © © o
_ CCGW09T308-2 0.8 |0.05-0.25|0.08-0.50|0 © © o
CCGW120404-2 0.4 |0.05-0.20|0.08-0.50|0 © © o
CCGW120408-2 0.8 |0.05-0.25|/0.08-0.50|0 © © o
® Ex stock © On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC SCLCR/L SCFCR/L SCLCR/L
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
L e 4 =, . 4/
A235 A236 A272 A273 A293 A310 A311
SCLCR/L
,,,,,,,,,,,,,,,,,,,, Kr:95° .
System code A144 Grade selection A38 Technical info A445 Cutting data A324

A152



pcen&PcDinserts ‘General turning

O  Ideal machining conditions DCGw L 1.C S d
€3 Normal machining conditions 0702 | 78 | 635 | 238 | 28
Turning CBN inserts §%  Unfavourable machining conditions 1173 | 116 | 9525 397 | 44
DC** positive insert BL (CBN) BH (CBN)
5 7° P
/\5 (7 K @)
aIcC T
i N
DY/ o
H O&Gd3
ISO r f a, =] @ by
[aalaaliyaa) [aa)
gg8
DCGWO070204-1 0.4 |0.05-0.20|0.08-0.50| 0 e
DCGW070208-1 0.8 |0.05-0.25/0.08-0.50({c e
b / DCGW11T304-2 0.4 |0.05-0.20|0.08-0.50| 0 © © o
DCGW11T308-2 0.8 |0.05-0.25|0.08-0.50| 0 e o
® Ex stock 0 On demand BL CBN with a low CBN content
BH CBN with a high CBN content
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'
r--;.:I - %
& ", = -
A237 A238 A239 A274 A275 A276 A277
SDQCR/L SDUCR/L SDZCR/L SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
= ".
- -, ., \5
A295 A296 A297 A315
A144 Grade selection A38 Technical info A445 Cutting data A324
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General turning  rcen & pcp inserts

O  Ideal machining conditions Tcaw L 1.C S d
€3 Normal machining conditions 1102 | 11 | 635 | 238 | 25
Turning CBN inserts §%  Unfavourable machining conditions 16 T3 | 165 | 9.525 | 3.97 | 44
TC** positive insert BL (CBN) BH (CBN)
P
K @)
N
od H O&Gd
ISO r f o =] & <
[salaaliyaa) o
g¥¥ s
TCGW110204-1 0.4 |0.05-0.20|0.08-0.50|0 o © o
TCGW110208-1 0.8 |0.05-0.25|0.08-0.50|0 o o
(=)
| SS=——
TCGW16T304-3 0.4 |0.05-0.20|0.08-0.50{0 o o o
- TCGW16T308-3 0.8 |0.05-0.25|0.08-0.50{0 o o o
(=
| S
® Ex stock 0 On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L STFCR/L STFCR/L
Kr: 90° Kr:91° Kr:91° Kr: 60° Kr:91° Kr: 90°

A249

A250

A251

A252

A300

A319

System code

A154

A144

Grade selection

A38

Technical info

A445

Cutting data

A324




pcen&PcDinserts ‘General turning

O  Ideal machining conditions VBGW L 1.C S d
€3 Normal machining conditions 16 04 | 166 | 9525 | 476 | 44
Turning CBN inserts g8  Unfavourable machining conditions
VB** positive insert BL (CBN) BH (CBN)
P
K @)
N
H ODdE3
ISO r f a, = o =
[salaalyaal [aa)
gg8
VBGW160404-2 0.4 |0.05-0.20|0.08-0.50| 0 © o
VBGW160408-2 0.8 |0.05-0.25/0.08-0.50(0 © o
% > ‘
® Ex stock o0 On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr: 93° Kr: 90° Kr:72°30' Kr: 107°30" Kr: 93°
A240 A241 A242 A304 A305
System code A144 Grade selection A38 Technical info A445 Cutting data A324
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General turning  rcen & pcp inserts

O  Ideal machining conditions veaw L 1.C S d
€3 Normal machining conditions 16 04 | 166 | 9525 | 476 | 44
Turning CBN inserts €8  Unfavourable machining conditions
VC** positive insert BL (CBN) BH (CBN)
P
K @)
N
H OO
ISO r f a, =] & <
0o mom o
g¥¥ s
VCGW160404-2 0.4 |0.05-0.20|0.08-0.50| 0 © o
VCGW160408-2 0.8 |0.05-0.25|0.08-0.50|0 © o
‘ o ‘
® Ex stock o On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
SVVCN SVJCR/L SVQCR/L SVUCR/L
Kr: 72°30' Kr: 93° Kr: 107°30' Kr: 93°
‘/
15
A243 A244 A302 A322
System code A144 Grade selection A38 Technical info A445 Cutting data A324

A156
ZCC-CT




pcen&PcDinserts ‘General turning

CNGN L 1.C S
09 03 9.7 | 9525 | 3.18
O Ideal machining conditions 12 04 129 127 4.76
€3 Normal machining conditions 12 07 129 127 7.94
Turning CBN inserts g%  Unfavourable machining conditions 1276 | 129 | 127 | 675
CN** negative insert BL (CBN) BH (CBN)
. P
a0
K D
gLc
N
H &
IS0 roof a, | 3o
[aa] [salyaal
N N N
> > >
CNGNO090308 0.8 [0.3-0.5/0.5-2.0| 0 o o
CNGN090312 1.2 [0.3-0.5/0.5-2.0| 0 o o
CNGN120404 0.4 [0.3-0.5/0.5-2.0| 0 o o
CNGN120408 0.8 [0.3-0.5/0.5-20| @ o0
CNGN120412 1.2 [{0.3-0.5/0.5-2.0| 0 o0
Medium Cut CNGN120416 1.6 [0.3-0.5/0.5-2.0|0 ® O
CNGN120712 1.2 |0.3-0.5{0.5-2.0| 0 o o
CNGN12T608 0.8 [0.3-0.5/0.5-2.0| 0 o o
® Ex stock o0 On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
CCLNR/L
Kr: 95°

A258

System code

A144

Grade selection

A38

Technical info

A445

Cutting data

A324
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General turning  rcen & pcp inserts

O  Ideal machining conditions DNGN L 1.C )
€3 Normal machining conditions 1104 | 155 | 9525 | 476
Turning CBN inserts €8  Unfavourable machining conditions
DN** negative insert BL (CBN) BH (CBN)
P
55° K S
N
H S
1SO r f a, | INES
o [salaa]
N N N
> > >
DNGN110404 0.4 |0.3-0.5/0.5-2.0| 0 oo
DNGN110408 0.8 |0.3-0.5|0.5-2.0| 0 o o
® Ex stock o On demand BL CBN with a low CBN content
BH CBN with a high CBN content
System code A144 Grade selection A38 Technical info A445 Cutting data A324
' & l
A158




pcen&PcDinserts ‘General turning

SNGN L 1.C S
09 03 | 9.525 | 9.525 | 3.18
O Ideal machining conditions 12 04 127 127 4.76
€3 Normal machining conditions 1276 127 127 6.75
Turning CBN inserts €%  Unfavourable machining conditions 1507 |15875]15875]| 7.94
SN** negative insert BL (CBN) BH (CBN)
P
an®
K Dee
aic
N
H &
1SO r f a, | NS
(2] o0 m
N N N
> > >
SNGN090308 0.8 |0.3-0.5|0.5-2.0| 0 o o
SNGN090312 1.2 [0.3-0.5]/0.5-2.0|0 o o
SNGNO090316 1.6 [0.3-0.5/0.5-2.0|0 oo
SNGN120404 0.4 |0.3-0.5|0.5-2.0| 0 o o
SNGN120408 0.8 |0.3-0.5/0.5-2.0| @ ® O
SNGN120412 1.2 |10.3-0.5/0.5-2.0| 0 o0
SNGN120416 1.6 [0.3-0.5/0.5-2.0|0 ® O
SNGN12T612 1.2 [0.3-0.5]0.5-2.0|0 o o
SNGN150716 1.6 |0.3-0.5/0.5-2.0| 0 o o
SNGN150720 2 ]0.3-0.5/0.5-20(0 o o
® Ex stock o0 On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
CSKNR/L CSRNR/L CSDNN
Kr: 75° Kr: 75° Kr: 45°
A262 A263 A265
System code A144 Grade selection A38 Technical info A445 Cutting data A324
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General turning  rcen & pcp inserts

O  Ideal machining conditions WNGN L 1.C )
€3 Normal machining conditions 0603 | 65 | 9525 | 3.18
Turning CBN inserts $%  Unfavourable machining conditions 0804 | 869 | 127 | 476
WN** negative insert BL (CBN) BH (CBN)
s0° P
K K
oL N
H S
r
1SO r f a, | INES
o [salaa]
N N N
> > >
WNGNO060304 0.4 |0.3-0.5/0.5-2.0| 0 oo
WNGNO080408 0.8 |0.3-0.5|0.5-2.0| 0 o o
‘ WNGN080412 1.2 [0.3-0.5/0.5-2.0 0 oo
® Ex stock o On demand BL CBN with a low CBN content
BH CBN with a high CBN content
System code A144 Grade selection A38 Technical info A445 Cutting data A324

A160




pcen&PcDinserts ‘General turning

RNGN L 1.C S
09 03 | 9.525 | 9.525 | 3.18
12 03 12.7 12.7 3.18
O  Ideal machining conditions 12 04 127 127 4.76
€5 Normal machining conditions 12 07 127 127 7.94
Turning CBN inserts g8 Unfavourable machining conditions 1507 1587515875 | 7.94
RN** negative insert BL (CBN) BH (CBN)
P
K StRK]
N
H &
IS0 f a, | B
o [aalaa)
N N N
> > >
RNGN090300 0.3-0.5/0.5-20| ® ® O
RNGN120300 0.3-0.5/0.5-2.0| o oo
. RNGN120400 0.3-0.5[0.5-2.0| ® [ )
RNGN120700 0.3-0.5[0.5-2.0|0 o o
Medium Cut| RNGN150700 0.3-0.5{0.5-2.0| 0 oo
® Ex stock 0 On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
CRDNN
A264
A144 Grade selection A38 Technical info A445 Cutting data A324
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General turning  rcen & pcp inserts

CCGT L 1.C S d
O Ideal machining conditions 06 02 64 635 | 238 28
€3 Normal machining conditions 09 13 97 19525 3.97 44
Turning PKD inserts €8  Unfavourable machining conditions 12088 129 | 127 | 476 | 5.56
CC** positive insert DP
. P
S K
r -7 2 5
¥ o N
' 'S od H
L 80> .S.
IS0 r f a, |Q
o
=
CCGT060202** 0.2 [0.05-0.15{0.05-0.50 | ®
CCGT060204** 0.4 [0.05-0.20{0.08-0.50 | ®
v CCGT09T304** 0.4 |0.05-0.20|0.08-0.50 | ®
|\
¢ \ CCGT09T308** 0.8 |0.05-0.25|0.08-0.50| o
CCGT120404** 0.4 [0.05-0.20|0.08-0.50 | ®
CCGT120408** 0.8 [0.05-0.25|0.08-0.50| o
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC SCLCR/L SCFCR/L SCLCR/L
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
- E ; . | /
A235 A236 A272 A273 A293 A310 A311
SCLCR/L
,,,,,,,,,,,,,,,,,,,, Kr:95° .
ﬁ/
""""""""""" A313
System code A144 Grade selection A38 Technical info A445 A324

A162



pcen&PcDinserts ‘General turning

CCGW L I.C S d

06 02 6.4 635 | 2.38 2.8
09 T3 9.7 | 9525 | 3.97 4.4
1204 | 129 | 127 | 476 | 5.56

O  Ideal machining conditions
€3 Normal machining conditions

Turning PKD inserts §%  Unfavourable machining conditions
CC** positive insert DP
N80 7 #
| /[ K
giIc o
4 DL N O
°d o H
.S,
IS0 r f a, |Q
S
=
CCGW060202** 0.2 [0.05-0.15|0.08-0.50 | ®
CCGW060204** 0.4 [0.05-0.20|0.08-0.50 | ®
(= CCGWO09T304** 0.4 |0.05-0.20/0.08-0.50 | ®
b CCGW09T308** 0.8 |0.05-0.25/0.08-0.50| ®
CCGW120404** 0.4 [0.05-0.20|0.08-0.50 | ®
CCGW120408** 0.8 [0.05-0.25|0.08-0.50 | ®
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC SCLCR/L SCFCR/L SCLCR/L
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
- E ; . | /
A235 A236 A272 A273 A293 A310 A311
SCLCR/L
,,,,,,,,,,,,,,,,,,,, Kr:95° .
Qﬂﬂ""i'-'
""""""""""" A313
System code A144 Grade selection A38 Technical info A445 Cutting data A324
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General turning  rcen & pcp inserts

O  Ideal machining conditions DCGT L 1.C S d
€3 Normal machining conditions 0702 | 78 | 635 | 238 | 28
Turning PKD inserts $%  Unfavourable machining conditions 1173 | 116 9525 397 | 44
DC** positive insert DP
] P
v AT K
L]
Satmt O N O
. Ig?}.'} § ad
n - . H
k%
55° S
IS0 r f a, |Q
o
=
DCGT070202%* 0.2 |0.05-0.15|0.08-0.50 | @
DCGT070204** 0.4 |0.05-0.20|0.08-0.50 | ®
‘-1 i DCGT11T302** 0.2 {0.05-0.15|0.08-0.50 | @
f DCGT11T304** 0.4 |0.05-0.20|0.08-0.50 | @
DCGT11T308** 0.8 |0.05-0.25|0.08-0.50 | @
® Ex stock o On demand DP Polycrystalline diamond
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'
r--;.:I - e
L= o @ =
A237 A238 A239 A274 A275 A276 A277
SDQCR/L SDUCR/L SDZCR/L SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
= ﬂ.
- -, ., \5
A295 A296 A297 A315
A144 Grade selection A38 Technical info A445 Cutting data A324

System code

Al64



pcen&PcDinserts ‘General turning

O  Ideal machining conditions DCGw L 1.C S d
€3 Normal machining conditions 0702 | 78 | 635 | 238 | 28
Turning PKD inserts §%  Unfavourable machining conditions 1173 | 116 | 9525 397 | 44
DC** positive insert DP
P
© o
aglc T
! N O
D/ -
H
IS0 r f a, |Q
S
S>=
DCGWO070202** 0.2 |0.05-0.15/0.08-0.50 | ®
DCGW070204** 0.4 |0.05-0.20|0.08-0.50 | ®
= DCGWO070208** 0.8 {0.05-0.25|0.08-0.50 | @
4 DCGW11T302*%* 0.2 {0.05-0.15|0.08-0.50 | @
DCGW11T304** 0.4 |0.05-0.20/0.08-0.50 | ®
DCGW11T308** 0.8 [0.05-0.25|0.08-0.50 | ®
® Ex stock o0 On demand DP Polycrystalline diamond
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'
- -~
& " = -
A237 A238 A239 A274 A275 A276 A277
SDQCR/L SDUCR/L SDZCR/L SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
= ".
-, - v, \5
A295 A296 A297 A315
System code A144 Grade selection A38 Technical info A445 Cutting data A324
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General turning  rcen & pcp inserts

O  Ideal machining conditions TCGT L 1.C S d
€3 Normal machining conditions 1102 | 11 | 635 | 238 | 2.8
Turning PKD inserts §%  Unfavourable machining conditions 16 T3 | 165 | 9.525 | 397 | 44
TC** positive insert DP
P
r 7
¥ N O
od H
6o g1C S
IS0 r f a, |§
o
=
TCGT110202** 0.2 |0.05-0.15/0.08-0.50| 0
‘ TCGT110204%* 0.4 [0.05-0.20|0.08-0.50| o
_ k TCGT110208** 0.8 |0.05-0.25/0.08-0.50| 0
T | TCGT16T304%+ 0.4 |0.05-0.20/0.08-0.50| 0
TCGT16T308** 0.8 |0.05-0.25/0.08-0.50| 0
® Ex stock o On demand DP Polycrystalline diamond
Tool holder
STFCR/L STACR/L STGCR/L STTCR/L STFCR/L STFCR/L
Kr:91° Kr: 90° Kr:91° Kr: 60° Kr:91° Kr: 90°

A250

A249

A251

A252

A300

A319

System code

A166

A144

Grade selection

A38

Technical info

A445

Cutting data

A324




pcen&PcDinserts ‘General turning

O  Ideal machining conditions Tcaw L 1.C S d
€3 Normal machining conditions 1102 | 11 | 635 | 238 | 2.8
Turning PKD inserts §%  Unfavourable machining conditions 16 T3 | 165 | 9525 | 397 | 44
TC** positive insert DP
P
- K
N O
od}- H
70 —
IS0 r f a, |Q
S
S>=
TCGW110208%* 0.8 0.05-0.25|0.08-0.50| 0
TCGW16T302*%* 0.2 |0.05-0.15]0.08-0.50| ©
= TCGW16T304%* 0.4 {0.05-0.20|0.08-0.50| 0
—
TCGW16T308%* 0.8 {0.05-0.25|0.08-0.50| 0
® Ex stock o0 On demand DP Polycrystalline diamond
Tool holder
STFCR/L STACR/L STGCR/L STTCR/L STFCR/L STFCR/L
Kr:91° Kr: 90° Kr:91° Kr: 60° Kr:91° Kr: 90°
A250 A249 A251 A252 A300 A319
A144 Grade selection A38 Technical info A445 Cutting data A324
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General turning  rcen & pcp inserts

O  Ideal machining conditions VBGT L 1.C S d
€3 Normal machining conditions 16 04 | 166 | 9525 | 476 | 44
Turning PKD inserts €8  Unfavourable machining conditions
VB** positive insert DP

T P
JOA S K

@ g od N O
-4 H

30° S

IS0 r f . |8

o

=

VBGT160402%* 0.2 |0.05-0.15/0.08-0.50| 0

VBGT160404** 0.4 [0.05-0.20|0.08-0.50| o

- VBGT160408%** 0.8 |0.05-0.25/0.08-0.50| 0

® Ex stock o On demand DP Polycrystalline diamond
Tool holder
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr: 93° Kr: 90° Kr:72°30' Kr: 107°30' Kr: 93°
.j.-:-' e = ‘?/
> \
A240 A241 A242 A304 A305
A144 Grade selection A38 Technical info A445 Cutting data A324

System code

A168




pcen&PcDinserts ‘General turning

O  Ideal machining conditions VBGW L 1.C S d
€3 Normal machining conditions 16 04 | 166 | 9525 | 476 | 44
Turning PKD inserts g8  Unfavourable machining conditions
VB** positive insert DP

P
K

N O
H

IS0 r f a, |Q

o

S>=

VBGW160404** 0.4 {0.05-0.20|0.08-0.50| ®

VBGW160408** 0.8 [0.05-0.25|0.08-0.50 | ®

-t
® Ex stock o0 On demand DP Polycrystalline diamond
Tool holder
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr: 93° Kr: 90° Kr:72°30' Kr: 107°30" Kr: 93°
v
A240 A241 A242 A304 A305
System code A144 Grade selection A38 Technical info A445 Cutting data A324
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General turning  rcen & pcp inserts

O  Ideal machining conditions VCGT L 1.C S d
€3 Normal machining conditions 16 04 | 166 | 9525 | 476 | 44
Turning PKD inserts €8  Unfavourable machining conditions
VC** positive insert DP
P
r 7°
A 708 K
) N O
@. a od H
35“7'7 _S_
IS0 r a, |Q
o
=
VCGT160402%* 0.2 |0.05-0.15|0.08-0.50| o
VCGT160404** 0.4 [0.05-0.20{0.08-0.50 | ®
™ 5 VCGT160408** 0.8 |0.05-0.25/0.08-0.50| @
® Ex stock o On demand DP Polycrystalline diamond
Tool holder
SVVCN SVJCR/L SVQCR/L SVUCR/L
Kr: 72°30' Kr: 93° Kr: 107°30' Kr: 93°
" /
15
A243 A244 A302 A322
A144 Grade selection A38 Technical info A445 Cutting data A324

System code

A170




pcen&PcDinserts ‘General turning

O  Ideal machining conditions veew L 1.C S d
€3 Normal machining conditions 16 04 | 166 | 9525 | 476 | 44
Turning PKD inserts g8  Unfavourable machining conditions
VC** positive insert DP

P
K

N O
H

IS0 r f a, |Q

o

S>=

VCGW160404** 0.4 |0.05-0.20/0.08-0.50| ®

VCGW160408** 0.8 [0.05-0.25|0.08-0.50 | ®

<=
® Ex stock o0 On demand DP Polycrystalline diamond
Tool holder
SVVCN SVJCR/L SVQCR/L SVUCR/L
Kr: 72°30' Kr: 93° Kr: 107°30' Kr: 93°
_‘/
15
A243 A244 A302 A322
Grade selection A38 Technical info A445 Cutting data A324
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General tu rning Trouble shooting - PCBN & PCD

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.

A172



Trouble shooting - PCBN & PCD General turning
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1 2 3 4 5 6 7 8 9 10
Insert shape Clearance angle Tolerance class
El B O n T e Al
— A =3 ~I=se N
1.C S
D E H <:> Code | IC[mm] m [mm] S [mm]
d \L_ D J—\T A +0.025 +0.005 +0.025
7° °
d +0.025 +0.013 +0.025
K L I:I M ’ E +0.025 +0.025 +0.025
E \ . § F +0.013 +0.005 +0.025
o Q c . ii 20° 25° G +0.025 +0.025 +0.130
H +0.013 +0.013 +0.025
J +0.05-0.15 +0.005 +0.025
G |\ N
v w Z Special 30° o K +0.05-0.15 +0.013 +0.025
L +0.05-0.15 +0.025 +0.025
E M +0.05-0.15 +0.08-0.20 +0.130
P e O Special N +0.05-0.15 +0.08-0.20 +0.025
] +0.08-0.25 +0.13-0.38 +0.130
1 2 3

Fastening features (metric)

Cutting edge length | [mm]

Insert shape

>

Q

> 65°
17 B
> 65°

N T

<65° <65°
= N

Special

Insert shape

w | L

—

-

s

D

S

T

3.97
5.0
5.56
6.0
6.35 06

8.0
9.525 09
10.0
12.0
12.7 12
15.875 16
16.0
19.05 19
20.0
25.0 25
254
31.75
32

07

11

15

19

25

09

12
15

25

06

09

11

16

22

27

33

11

16

22

06

08

A174




ISO code - ceramic inserts General turning

Insert thickness S [mm] Nose radius r [mm] Cutting edge profile
JS_<—> é_‘/—j 7 Code Cutting edge ‘ Insert shape
i f
Code | s Code | s Code | r E Rounding THTITT
02 2.38 06 6.35 00 -
T2 2.58 T6 6.75 02 0.2
03 3.18 07 7.94 04 0.4 F Sharp edge T
T3 3.97 09 9.52 08 0.8
04 4.76 T9 9.72 12 1.2
T4 4.96 11 11.11 16 1.6 T Chamfer m
05 5.56 12 12.70 20 2.0
T5 5.95 24 24
32 3.2
X Special S Chamfer + Rounding m
MO Round inserts
6 7 8
Chamfer width b [mm] Chamfer angle a
b
T T
Code ‘ b Code ‘ a
010 0.10 05 5°
015 0.15 10 10°
020 0.20 15 15°
025 0.25 20 20°
030 0.30 25 25°
035 0.35 30 30°
040 0.40
045 0.45
050 0.50
100 1.00
200 2.00
9 10
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General tu rning Ceramic inserts

O  Ideal machining conditions CNGA L 1.C S d
€3 Normal machining conditions 1204 | 129 | 127 | 476 | 5.16
Turning ceramic inserts $%  Unfavourable machining conditions 16 06 | 161 |15.875] 635 | 635
CN** negative insert ™M CN
P O
_ K O O
N
H
5]
o o O
1SO r f a, |8 |88
I |zz
U |U0
CNGA120404T02020 0.4 |0.15-0.40/0.5-2.0 o
CNGA120408T02020 0.8 | 0.2-0.6 [0.5-5.0|0 o
CNGA120412T702020 1.2 | 0.2-0.6 1-4 o
= , CNGA120412T03020 1.2 |0.15-0.40|0.5-2.0 o
CNGA160608T02020 0.8 | 0.2-0.5 1-4 o
CNGA160612T02020 1.2 |0.15-0.40| 2-5 o
CNGA160616T02020 1.6 |0.15-040| 2-5 o
® Ex stock o On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
MCBNR/L MCLNR/L
Kr: 75° Kr: 95°
A218 A219
System code A174 Grade selection A38 Technical info A445 Cutting data A324
l & l
A176 =



ceramicinserts ‘@eneral tu rning

CNGN L 1.C S
12 04 12.9 12.7 4.76
O Ideal machining conditions 12 07 129 127 7.94
€3 Normal machining conditions 16 04 161 |15875| 4.76
Turning ceramic inserts €8 Unfavourable machining conditions 1606 | 161 |15875] 6.35
CN** negative insert c™M CN
P O
80°
- I Ko o
' N
H
o o O
ISO r f a, |8 |88
< |z2
O |00
CNGN120404T02020 0.4 |{0.15-0.50|0.5-4.0 |0 o o
CNGN120408T02020 0.8 | 0.2-0.6 1-5 |o o o
CNGN120412T02020 1.2 | 0.2-06 14 |o o o
CNGN120708T02020 0.8 | 0.2-0.5 |0.5-2.0|0 o o
CNGN120712T02020 1.2 | 0.2-06 1-4 |o o o
’ CNGN120716T02020 1.6 | 0.2-06 |0.5-2.0|0 o o
CNGN160408T02020 0.8 | 0.2-0.5 |0.5-2.0|0
CNGN160412T02020 1.2 | 0.2-06 |0.5-4.0|0 o o
CNGN160416T02020 1.6 | 0.2-0.6 2-5 |o o o
CNGN160612T02020 1.2 /0.15-0.60|0.5-4.0 |0 o
CNGN160616T02020 1.6 | 0.2-06 2-5 |o o o
® Ex stock o On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
CCLNR/L
Kr: 95°
A258
System code A174 Grade selection A38 Technical info A445 Cutting data A324

a5

ol el

A177

Turning

Milling

N

Drilling

O

Technical
Information

Index



A

Turning

Milling

N

Drilling

O

Technical
Information

Index

General tu rning Ceramic inserts

O  Ideal machining conditions CNGX L 1.C S
€3 Normal machining conditions 1207 | 129 | 127 | 7.94
Turning ceramic inserts $%  Unfavourable machining conditions
CN** negative insert ™M CN
o P O
80
A Ko o®
[]Ke; ‘
N
H

o o O
ISO r f a, |8 |8 §
I |zz
U |U0

CNGX120712T02020 1.2 |0.2-06| 1-4 o

CNGX120716T02020 1.6 |0.2-0.6|0.5-2.0 o

-_—
Medium Cut
® Ex stock o On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
JCLNR/L
Kr: 95°
A266
System code A174 Grade selection A38 Technical info A445 Cutting data A324

A178



ceramicinserts ‘@eneral tu rning

O  Ideal machining conditions DNGA L 1.C S d
€3 Normal machining conditions 1506 | 155 | 127 | 635 | 5.16
Turning ceramic inserts §%  Unfavourable machining conditions
DN** negative insert ™M CN
55° P O
Y/ T N
W, ed ]_
(5 H
L s |
o o O
1SO r f a, |8 |88
z |zz
O |00
DNGA150604T02020 0.4 |0.15-0.40|0.5-2.0 o
DNGA150608T02020 0.8 | 0.2-0.5 [0.5-2.0 e}
- / DNGA150612T02020 1.2 | 0.2-0.6 1-4 ¢}
DNGA150616T02020 16 | 02-06 | 2-5 o
® Ex stock o0 On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
MDJNR/L MDPNN
Kr: 93° Kr: 62°30'
~ 2
A220 A221
System code A174 Grade selection A38 Technical info A445 Cutting data A324
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General tu rning Ceramic inserts

DNGN L I.C S
15 04 15.5 12.7 4.76
15 07 15.5 12.7 7.94

O  Ideal machining conditions
A €3 Normal machining conditions

Turning ceramic inserts $%  Unfavourable machining conditions

DN** negative insert ™M CN
()} 50 P O
c
= /N
g gIC 7 K O O
= N
AN, H
r L
B o o O
1SO r f a (8 |88
z zZ
Jg |U0
DNGN150408T02020 0.8 | 0.2-0.5 |0.5-2.0|0
DNGN150412702020 1.2 | 0.2-06 1-4 |o
2 DNGN150704T02020 04 [0.15-040/05-20/0 |0 ©
g —/ DNGN150708T02020 0.8 | 0.2-0.5 |0.5-2.0|0 o
I DNGN150712T02020 1.2 |0.15-0.60/0.5-4.0 |0 o
Medium Cut
DNGN150716T02020 1.6 | 0.2-06 2-5 |o
® Ex stock 0 On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
C Tool holder
CDJNR/L
Kr: 93°
o ’
£ '
a
A260
c
© O
g5
£E
o O
= e
X
(9
©
£
System code A174 Grade selection A38 Technical info A445 Cutting data A324

o

O -CT

A180



ceramicinserts ‘@eneral tu rning

O  Ideal machining conditions DNGX L 1.C S
€3 Normal machining conditions 1507 | 155 | 127 | 7.94
Turning ceramic inserts §%  Unfavourable machining conditions
DN** negative insert ™M CN
P O
K O O%
N
H
o o O
ISO r f la |8 |88
z |z2
O |00
DNGX150712T02020 1.2 |0.2-0.6|1-4 o
DNGX150716T02020 1.6 |0.2-0.6|2-5 e}
=/
Medium Cut
® Ex stock o0 On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
JDJNR/L
Kr: 93°
A267
System code A174 Grade selection A38 Technical info A445 Cutting data A324
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General tu rning Ceramic inserts

O  Ideal machining conditions SNGA L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 | 5.16
Turning ceramic inserts $%  Unfavourable machining conditions
SN** negative insert ™M CN
O P O
-\S‘)O
oo — Ko o
. v
~ \ N
N H
A |
r L S
o o O
ISO r f a, |8 |88
z zZ
U |U0
SNGA120404T02020 0.4 |0.15-0.40|0.5-2.0 o
SNGA120408T02020 0.8 | 0.2-0.5 [0.5-2.0 o
. SNGA120412T02020 1.2 | 0.2-0.6 1-4 o
SNGA120412T03020 1.2 | 0.2-0.5 |0.5-2.0 o
—_—
SNGA120416T02020 1.6 | 0.2-06 |0.5-2.0 o
SNGA120416T03020 1.6 | 0.2-0.5 |[0.5-2.0 o
® Ex stock © On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
MSBNR/L MSRNR/L MSKNR/L MSDNN
Kr: 75° Kr:75° Kr: 75° Kr: 45°
-
A222 A223 A224 A225
A174 Grade selection A38 Technical info A445 Cutting data A324

System code

A182



ceramicinserts ‘@eneral tu rning

O  Ideal machining conditions SNGX L 1.C S
€3 Normal machining conditions 1207 | 127 | 127 | 794
Turning ceramic inserts §%  Unfavourable machining conditions
SN** negative insert ™M CN
P O
K O O%
N N
H
S
o o O
ISO r f a, |8 |8 §
< |zz
O |00
SNGX120708T02020 0.8 {0.2-0.5/0.5-2.0 o
- SNGX120712702020 1.2 10.2-06| 1-4 e}
" | SNGX120716T02020 1.6 [0.2-0.6|0.5-2.0 o
Medium Cut
® Ex stock o0 On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
JSDNN
Kr: 45°
A268
System code A174 Grade selection A38 Technical info A445 Cutting data A324
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General tu rning Ceramic inserts

SNGN L I.C S

09 03 | 9525 | 9525 | 3.18
12 04 12.7 12.7 4.76
12 07 12.7 12.7 7.94
1507 | 15875 (15875 | 7.94
1907 | 19.05 | 19.05 | 7.94
19 10 | 19.05 | 19.05 | 10.05

O Ideal machining conditions
€3 Normal machining conditions

Turning

Milling

N

Drilling

O

Technical
Information

Index

Turning ceramic inserts §%  Unfavourable machining conditions 2510 | 254 | 254 | 1005
SN** negative insert c™M CN
P O
K O O
N
H
ISO r f a, § é %
S |68
SNGN090308T01020 0.8 | 0.2-05 |0.5-2.0|0
SNGN090312T01020 1.2 | 0.2-0.6 |0.5-2.0|0
SNGN120404T702020 0.4 |0.15-0.40|0.5-2.0|0
SNGN120408T02020 0.8 | 0.2-0.5 |0.5-2.0|0 oo
SNGN120412T02020 1.2 | 0.2-0.6 1-4 |o o O
SNGN120412T03020 1.2 |0.15-0.40|0.5-2.0 o
SNGN120416T02020 1.6 | 0.2-0.6 |0.5-5.0|0 o o
SNGN120704T02020 0.4 |0.15-0.40|0.5-2.0 |o
SNGN120708T02020 0.8 | 0.2-0.6 |0.5-4.0|0 oo
SNGN120712T02020 12| 02-06 | 1-5 |o o
_ SNGN120716T02020 1.6 | 0.2-0.6 1-5 |o ¢}
SNGN150708T02020 0.8 | 0.2-0.5 |0.5-2.0|0
SNGN150712T02020 1.2 | 0.2-0.6 1-4 |o o
SNGN150716T02020 16 | 0.2-0.6 [0.5-2.0|0 o
SNGN190708T03020 0.8 | 0.2-0.5 |0.5-2.0|0
SNGN190712T03020 1.2 | 0.2-0.6 1-4 |o
SNGN190716T03020 1.6 | 0.2-0.6 2-5 |o
SNGN190724T03020 24 | 0.2-0.8 |0.5-2.0|0
SNGN191024T04020 24 | 0.2-08 |0.5-2.0|0
SNGN251024T10015 24 | 01-04 | 1-8 |o
® Ex stock o0 On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
CSKNR/L CSRNR/L
Kr: 75° Kr:75°

»

A262 A263

A265

System code

A184

A174 Grade selection

A38

Technical info

A445

Cutting data

A324



ceramicinserts ‘@eneral tu rning

O  Ideal machining conditions TNGA L 1.C S d
€ Normal machining conditions 1604 | 165 | 9.525 | 476 | 3.86
Turning ceramic inserts §%  Unfavourable machining conditions 2204 | 22 | 127 | 476 | 516
TN** negative insert ™M CN
P O
K |O |O%
N
ad H
o o O
1SO r f Q|8 |88
z |z2
U |00
TNGA160404T01020 0.4 |0.15-0.40|2-5 o
TNGA160408T02020 0.8 | 0.2-05 |2-5 o
TNGA160412T02020 1.2 | 02-06 |14 o
[s: ] TNGA220408T02020 0.8 | 0.2-0.5 |2-5 o
e | TNGA220412T02020 1.2 | 02-06 |2-5 o
TNGA220416T02020 1.6 | 0.2-0.6 |2-5 ¢}
TNGA220416T03020 1.6 | 0.2-06 |2-5 o
® Ex stock o0 On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
MTGNR/L MTJINR/L MTJNR/L-Z MTFNR/L
Kr: 90° Kr: 93° Kr: 93° Kr:91°
> P g P @
A226 A227 A228 A229
System code A174 Grade selection A38 Technical info A445 Cutting data A324
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General tu rning Ceramic inserts

TNGN L 1.C S
16 04 16.5 9.525 4.76
O  Ideal machining conditions 16 07 165 | 9525 | 7.94
€3 Normal machining conditions 22 04 22 127 4.76
Turning ceramic inserts €8 Unfavourable machining conditions 22 07 22 127 | 794
TN** negative insert ™M CN
O P O
60 s
K O O
N
. H
o o O
ISO r f a, |8 |88
< |z2
Jg |U0
TNGN160404T702020 0.4 |0.15-0.50(0.5-4.0 |0 o o
TNGN160408T02020 0.8 | 0.2-0.6 |0.5-5.0|0 o o
TNGN160412T02020 1.2 | 0.2-06 1-5 |o o o
TNGN160708T02020 0.8 | 0.2-0.5 |0.5-2.0|0 [elNe)
TNGN160712T02020 1.2 | 0.2-06 1-4 |o o o
TNGN160716T02020 1.6 | 0.2-06 2-5 |o
el | TNGN220408T02020 0.8 | 0.2-0.5 [0.5-2.0|0 oo
Medium Cut| TNGN220412T02020 12 | 02:06 | 1-4 |o o
TNGN220416T02020 1.6 | 0.2-0.6 2-5 |o o o
TNGN220712T02020 1.2 | 0.2-06 1-4 |o
TNGN220716T02020 1.6 | 0.2-0.6 2-5 |o
® Ex stock o On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
CTJNR/L CTUNR/L
Kr: 93° Kr: 93°
A259 A261
System code A174 Grade selection A38 Technical info A445 Cutting data A324
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ceramicinserts ‘@eneral tu rning

RNGN 1.C S
09 04 9.53 4.76
12 04 12.7 4.76
12 07 12.7 7.94
O  Ideal machining conditions 1507 |15875| 7.94
€3 Normal machining conditions 1907 | 1905 | 7.94
Turning ceramic inserts §%  Unfavourable machining conditions 2510 254 | 10.05
RN** negative insert ™M CN
s P O
K |O |0
N
o H
o o o
ISO f a, |8 |88
< |z2
U |00
RNGN090400T02020 0.2-0.5(0.5-2.0|0
RNGN120400T02020 0.2-0.5]0.5-2.0 |0 o o
RNGN120700T02020 0.2-0.5(0.5-2.0|o o o
v RNGN150700T02020 0.2-0.5]0.5-2.0 |0 o o
RNGN190700T03020 0.2-0.5(0.5-2.0|0 oo
RNGN251000T05020 0.2-0.5(0.5-2.0|0 o
® Ex stock o On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
CRDNN
A264
System code A174 Grade selection A38 Technical info A445 Cutting data A324
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General tu rning Ceramic inserts

O  Ideal machining conditions WNGA L 1.C S d
€3 Normal machining conditions 0804 | 869 | 127 | 476 | 5.16
Turning ceramic inserts $%  Unfavourable machining conditions
WN** negative insert ™M CN
e P O
80 S
% == K O O
| N
0d$ H
L
o o O
1SO r f a, |8 |88
<z |z2
U |U0
WNGA080408T02020 0.8 |0.2-0.5/0.5-2.0 o
WNGA080412T02020 1.2 |10.2-0.6| 2-5 o
=) WNGA080416T02020 1.6 [0.2-06| 2-5 o
===
® Ex stock o On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
MWLNR/L
Kr: 95°
A232
System code A174 Grade selection A38 Technical info A445 Cutting data A324
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General tu rning External tool holders overview

External turning tool holders

Application Workpiece
n‘:Ea)(ctEir:ﬁrllg Facing Profiling Profiling Profiling Stable Unstable
Tool holder |_ _I Page
o , o ‘ - — =
] E I’ [ — ‘ ‘
DCLNR/L _
° e ¢ ¢ ® A197
95
DDJNR/L i
o ' ° ° ° ° ° A198
93
DSBNR/L —
° > ¢ ° A199
75
DTGNR/L
D 91° "w i ° A200
DVVNN B
° - L4 o A201
72.5
DVINR/L -
o o ° ° ° A202
93
DWLNR/L —
o 3 ¢ @ o A203
95
PCBNR/L
o ® ° A204
75
PCLNR/L
. ° ° ° A205
95
PDJNR/L
s y ° ° ° ° ° A206
93
PDNNR/L il
63° y ® o A207
P PSBNR/L
75° =5 ¢ ® A208
PSDNN _
45° -% ¢ ® ° A210
PSKNR/L il
75° - ® A211
PSSNR/L o8 =
45° -t ® ® ° A212

® Recommended

A190



External tool holders overview  G@eneral turning

External turning tool holders

Application Workpiece
nf:ctre"r:.a,:g Facing Profiling Profiling Profiling Stable Unstable
Tool holder |_ _I Page
- ! E‘I I: 1 | —
PTFNR/L ol
° o ¢ ° A213
91
PTTNR/L
60° ¢ ® A214
PTGNR/L
90° O e ° A215
PWLNR/L
95° - ¢ ¢ o A217
MCBNR/L L
75° ” ¢ ® A218
MCLNR/L
95° e - ® A219
MDJNR/L
° ° ° ° ° A220
93°
MDPNN
R ° ° A221
62.5
MSBNR/L
75° e ® A222
MSRNR/L
75° ¢ ® A223
MSKNR/L
o ° o A224
75
MSDNN
R ° ° A225
45
MTGNR/L =
20° ” ¢ L A226
MTJINR/L —
93° ”’ ¢ o A227
MTINR/L-Z =
93° ” e o ° A228

® Recommended

A191
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General tu rning External tool holders overview

External turning tool holders

Application Workpiece
mE:;E::iilg Facing Profiling Profiling Profiling Stable Unstable
Tool holder |_ _I Page
S| I G (— E‘I =qai || = =
MTENR/L :
91° " ° ° A229
MVVNN
. . ° ) A230
72,5
MVINR/L ’ ‘
. L ° ° ) ° A231
93
“I MWLNR/L _
"‘ ° ° ° A232
95°
MRGNR/L
_' ° ° A234
MRDNN
_‘ ° ° A233
SCACR/L _—
90° v ° ° ° A235
SCLCR/L
o5° v ° ° ° ° A236
SDACR/L g
90° ’ ° ° ° A237
SDICRL
93° E ° ° ° ° A238
SDNCN il
S R S5y ° ° ° A239
63
SVJBR/L
° ° ° ° A240
93°
SVABR/L
. ° ) ° ° A241
920
SVVBN
. ° ° ° A242
72,5
SVVCN
. ° ° ° A243
72,5

® Recommended

A192



External tool holders overview  G@eneral turning

External turning tool holders

Application Workpiece
nf;;ﬁ.r:fnlg Facing Profiling Profiling Profiling Stable Unstable
Tool holder I_ _I Page
- ' , - 3
= =l =
SVICR/L
° L o ° ° ° A244
93
SSBCR/L
o ® ° A245
75
SSDCN il
o by o o ® A246
45
SSKCR/L
o ® o A247
75
SSSCR/L
45° o ¢ [ A248
STACR/L ’ i
90° e ®  J [} A249
STFCR/L ool
91° w ¢ 1 A250
STGCR/L
o ° o ° A251
91
STTCR/L
. ° ° A252
60
SWACR/L i
g
90° c o ° ° A253
SRDCN
3 o ° A254
SRGCRIL .
> ® ° A255
CKINR/L A
. ° ° ° A256
93
CKNNR/L 4
° - o ° A257
63
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General tu rning ISO code - external tool holders

C L

N L

25 25 M

12

1 2 3 4 5 6 7 8 9
Clamping system Insert shape Tool holder type and entering angle
Code Description o0°
PIEE
P Krlmee lever [[_E}
clamping . . ¢ B
b 90° 75°
107°30
M Multi clamping
= O F :
95° o 117°30’ 6230
S Screw clamping IE{?E} S 95°
L M P
ij , 90°
T 107°30 - 0
c/) Top clamping 7?@
v : B B
60° 120°
72°30'
D Double clamping @
’
X
1 2 3
Clearance angle Cutting direction Shank height h [mm] Shank width b [mm]
s [~ <[ L T :
5° 70 -T}
7 Code ‘ h Code b
12 12 12 12
? 16 16 16 16
O N w— —
= 20 1 20 20 20 20
25 25 25 25
32 32 32 32
A ? 40 40 40 40
N ~=-0° P “11° 50 50 50 50
N
5 6 7

A194




ISO code - external tool holders General turning

Holder length L [mm]

Cutting edge length | [mm]

L

Insert shape

= | Q  H A Q
(mm] Q g d | [ g -
Code ‘ L C D R S T Vv W
H 100 556 09
K 125 6.35 06 07 1
M 150 9.525 09 11 09 09 16 16 06
P 170 127 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

A195
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D-Type clamp tool holder

Double clamping system in one operation. The
special designed clamping finger enables a sta-
ble holding of the inserts, with high accuracy
and clamping force for better tool life and higher
machining accuracy.

Best indexing accuracy, high clamping force.

Stable tool life by secure
clamping. ]

Good anti-corrosive and
wear-resistance.

Special clamp nose design for more stability and
high clamping accuracy.

Special design

Double guiding surface

N
A196 >

spring




External tool holders  G@@neral turni ng

CN** holder (external) D-Clamping

DCLNR/L Kr:95°

h a
’ S © b
95°
e
L
Stock Dimensions [mm] Inserts
Article b =
R L a b L h s e ! aI
DCLNR/L1616H09 o o 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 0 On demand
*< With internal cooling
Spare parts
Insert CN**0903** CN**1204*%*
h 16-25 20-32
P2 Clamp C1RA C2RA
¢ | Screw (Clamp) CM5x22C CM6x25C
w Screw (shim) SM5x8.65XA1 SM6x10XA1
|« | Shim C09BM C12BM
4 Spring SPR6 SPR4
¢ | Wrench (clamp) WH30L WH40L
¢ | Wrench (shim) WH30L WHaoL
Insert
Finishing Wiper Medium Cut Roughing CastIron PCBN/PCD
A43 A43 A44 A51 A51 A146
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

DN** holder (external) D-Clamping

DDJNR/L Kr:93°

h a
s b
B
Jo3° il
& L
Stock Dimensions [mm] Inserts
Article sk
TIRL a b L h s e Ay
DDJNR/L1616H11 e o 16 16 100 16 20 30 DN**1104**
DDJNR/L2020K11 ° [ 20 20 125 20 25 30 DN**1104**
DDJNR/L2525M11 e o 25 25 150 25 32 30 DN**1104%**
DDJNR/L3225P11 o o 32 25 170 32 32 30 DN**1104%**
DDJNR/L2020K15 e o 20 20 125 20 25 35 DN**1506**
DDJNR/L2525M15 e o 25 25 150 25 32 35 DN**1506**
DDJNR/L3232P15 e o 32 32 170 32 40 35 DN**1506**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert DN**1104%* DN#**1506**
h 16-32 20-32
1N Clamp C1RA C2RA
f Screw (Clamp) CM5x22C CM6x25C
W | screw (shim) SM5x8.65XA1 SM6X10XAT
- 4 Shim D11BM D15BM
) Spring SPR6 SPR4
| Wrench (clamp) WH30L WHaoL
¢ | Wrench (shim) WH30L WH40L
Insert
g ‘my ESI? -/ -/
Finishing Medium Cut Roughing Castlron PCBN/PCD
A53 A54 A58 A59 A147
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A198



External tool holders  G@@neral turni ng

SN** holder (external)

DSBNR/L Kr:75°

D-Clamping

e
L
Stock Dimensions [mm] Inserts
Article sl @ ;i
' R | L a b L h s e -~
DSBNR/L1616H09 o o 16 16 100 16 13 26 SN**0Q903**
DSBNR/L2020K12 ° [ 20 20 125 20 17 34 SN*¥1204**
DSBNR/L2525M12 e o 25 25 150 25 22 34 SN**1204%*
DSBNR/L3225P12 ° [ 32 25 170 32 22 34 SN*¥1204**
DSBNR/L3232P15 [ ° 32 32 170 32 27 41 SN**1506**
® Ex stock o On demand
> With internal cooling
Spare parts
Insert SN**0903** SN**1204** SN**1506**
h 16 20-32 32
Lt Clamp C1RA C2RA C3RA
f Screw (Clamp) CM5x22C CM6x25C CM6x25C
w Screw (shim) SM5x8.65XA1 SM6x10XA1 SM6x10XA2
B Shim S09BM S12BM S15BM
€ Spring SPR6 SPR4 SPR4
¢ | Wrench (clamp) WH30L WH40L WH40L
f’ Wrench (shim) WH30L WH40L WH40L
Insert
Eo§ - - - o ‘
= | L1
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A64 A67 A73 A148
A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

TN** holder (external) D-Clamping
DTGNR/L Kr:91°
h a
©
ore
e
L
Stock Dimensions [mm] Inserts
Article sk
' R | L a b L h s e
DTGNR/L1616H16 o o 16 16 100 16 20 25 TN**1604**
DTGNR/L2020K16 [ ] [ 20 20 125 20 25 25 TN**1604**
DTGNR/L2525M16 ° 25 25 150 25 32 25 TN**1604%*
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert TN**1604**
h 16-25

Lan] Clamp C1RA

f Screw (Clamp) CM5x22C

W | screw (shim) SM5X8.65XAT

A Shim T16BM

€ Spring SPR6

( Wrench (clamp) WH30L

¢ | Wrench (shim) WH30L

Insert
__‘_.‘ '__- " . 1 ksl -
I == et fE S—] S
Finishing Wiper Medium Cut Roughing Cast Iron PCBN/PCD
A78 A77 A80 A83 A86 A149
A194 Grade selection A38 Technical info A445 Cutting data A324

System code

A200



External tool holders  G@@neral turni ng

VN** holder (external) D-Clamping

DVVNN Kr: 72°30'

h ' a
s - 7
< b S
72°30’
e
L
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e (===
DVVNN2020K16 [ 20 20 125 20 10 44 VN**1604**
DVVNN2525M16 ] 25 25 150 25 12.5 44 VN**1604**
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert VN*#*1604**
h 20-25
XN Clamp C6RA
f Screw (Clamp) CM5x22C
Y | screw (shim) SM5x8.65XA1
- Shim V16BM
LY Spring SPR6
f" Wrench (clamp) WH30L
f’ Wrench (shim) WH30L
Insert
@ i i'_'. =1 ) ===
Finishing Medium Cut Cast Iron PCBN/PCD
A89 A90 A90 A150
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

VN** holder (external) D-Clamping

DVINR/L Kr:93°

h a
b
S
J93°
£ L
Stock Dimensions [mm] Inserts
Article sk
R | L a b L h s e ——
DVJNR/L2020K16 [ [ 20 20 125 20 25 41 VN**1604**
DVJNR/L2525M16 e o 25 25 150 25 32 41 VN**¥1604**
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert VN*#*1604**
h 20-25
1N Clamp C6RA
f Screw (Clamp) CM5x22C
Y | screw (shim) SM5X8.65XAT
- Shim V16BM
€ Spring SPR6
¢ |Wrench (clamp) WH30L
(' Wrench (shim) WH30L
Insert
@ —_—_ o = sl
Finishing Medium Cut Cast Iron PCBN/PCD
A89 A90 A90 A150
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A202



External tool holders  G@@neral turni ng

WN#** holder (external) D-Clamping

DWLNR/L Kr: 95°

h a
rl'
b
S ©
95’
€ L
Stock Dimensions [mm] Inserts
Article sk
R| L a b L h s e é
DWLNR/L1616H06 o o 16 16 100 16 25 24 WN**0604**
DWLNR/L2020K06 e o 20 20 125 20 25 24 WN**0604**
DWLNR/L2525M06 e o 25 25 150 25 32 24 WN**0604**
DWLNR/L2020K08 e o 20 20 125 20 25 31 WN**0804**
DWLNR/L2525M08 o o 25 25 150 25 32 31 WN**0804**
DWLNR/L3225P08 e o 32 25 170 32 32 31 WN**0804**
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert WN**0604** WN**0804**
h 16-25 20-32
P2 Clamp C1RA C2RA
¢ | Screw (Clamp) CM5x22C CM6x25C
w Screw (shim) SM5x8.65XA1 SM6x10XA1
& Shim WO06BM WO8BM
4 Spring SPR6 SPR4
¢ | Wrench (clamp) WH30L WH40L
¢ | Wrench (shim) WH30L WHaoL
Insert
) T e - -
£ & & & &
Finishing Wiper Medium Cut Roughing CastIron PCBN/PCD
A92 A93 A95 A96 A96 A151
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

CN** holder (external) P-Clamping
PCBNR/L Kr:75°
=\
N
h a
S 6@ b
21O
75
~—e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk —
R| L a b L h s e oy
PCBNR/L2020K12 ° [ 20 20 125 20 17 27 CN**1204**
PCBNR/L2525M12 ° [ 25 25 150 25 22 27 CN**1204**
PCBNR/L3232P12 e o 32 32 170 32 27 27 CN**1204**
PCBNR/L2525M16 ° ° 25 25 150 25 22 33 CN**1606**
PCBNR/L3232P16 e o 32 32 170 32 27 33 CN**1606**
PCBNR/L3232P19 L] ° 32 32 170 32 27 38 CN**1906**
PCBNR/L4040S19 e o 40 40 250 40 35 38 CN**1906**
PCBNR/L4040S2507 ° ° 40 40 250 40 35 50 CN**2507%*
PCBNR/L4040S2509 ° ° 40 40 250 40 35 50 CN**2509**
® Ex stock o 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
B | Kneelever L4 L5 L6 L8 L8
o Screw LEM12x36A LEM12x36A
@‘ Screw LEM8x21 LEM8x25 LEM10x27
[ @ | Shim C12AP C16AP C19AP C25AP-07 C25AP
B | shim pin (shim) sP4 sPs sP6 sPs sPg
il Wrench WH30L WH30L WH40L WH50L WH50L
Insert
| — x F g E =5 ~
/@f - | nf .'n’ s rl o
Finishing Wiper Medium Cut Roughing Cast Iron PCBN/PCD
A43 A43 Ad4 A49 A51 A146
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A204



External tool holders  G@@neral turni ng

CN** holder (external)

PCLNR/L Kr

:95°

P-Clamping

h i a
s b
1 |©
957
€ L
Right hand style
Stock Dimensions [mm] Inserts
Article sk —

R| L a b L h s e i
PCLNR/L1616H09 o o 16 16 100 16 20 20 CN**0903**
PCLNR/L2020K09 o o 20 20 125 20 25 22 CN**0903**
PCLNR/L2525M09 o e 25 25 150 25 32 22 CN**0903**
PCLNR/L2020K12 e o 20 20 125 20 25 28 CN**1204**
PCLNR/L2525M12 o o 25 25 150 25 32 28 CN**1204**
PCLNR/L3232P12 e o 32 32 170 32 40 28 CN**1204**
PCLNR/L2525M16 o o 25 25 150 25 32 33 CN**1606**
PCLNR/L3232P16 e o 32 32 170 32 40 33 CN**1606**
PCLNR/L3232P19 e o 32 32 170 32 40 38 CN**1906**
PCLNR/L4040S19 o o 40 40 250 40 50 38 CN**1906**
PCLNR/L404052507 o o 40 40 250 40 50 49 CN**2507**
PCLNR/L404052509 e o 40 40 250 40 50 49 CN**2509**

® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert CN**0903** CN**1204** CN**1606** CN**1906** CN#**2507** CN**2509**
h 16-25 20-32 25-32 32-40 40 40
B2 | Kneelever 13 L4 L5 L6 L8 L8
# Screw LEM6X13.4A LEM12x36A LEM12%x36A
g Screw LEM8x21 LEM8x25 LEM10x27
[« | Shim CO9AP C12AP C16AP C19AP C25AP-07 C25AP
. Shim pin (shim) SP10 SP4 SP5 SP6 SP8 SP8
f’- Wrench WH25L WH30L WH30L WH40L WH50L WH50L
Insert
B @ = = 8 o
Finishing Wiper Medium Cut Roughing Cast Iron PCBN/PCD
A43 A43 A44 A49 A51 A146

System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

DN** holder (external) P-Clamping

PDJNR/L Kr:93°

h a
Po s b
. 0 /©
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
TIRL a b L h s e Ay
PDJNR/L1616H11 e o 16 16 100 16 20 25 DN**1104**
PDJNR/L2020K11 ° [ 20 20 125 20 25 25 DN**1104%**
PDJNR/L2525M11 e o 25 25 150 25 32 30 DN**1104%**
PDJNR/L2020K15-3 ° ¢} 20 20 125 20 25 35 DN#**1504%**
PDJNR/L2525M15-3 e o 25 25 150 25 32 35 DN**1504%**
PDJNR/L3232P15-3 L] L] 32 32 170 32 40 35 DN**1504%**
PDJNR/L2020K15 e o 20 20 125 20 25 35 DN**1506**
PDJNR/L2525M15 ° ° 25 25 150 25 32 35 DN**1506**
PDJNR/L3232P15 e o 32 32 170 32 40 35 DN**1506**
® Ex stock o On demand
> With internal cooling
Spare parts
Insert DN*¥*1104%* DN**1504%** DN**1506**
h 16-32 20-32 20-32
B | Kneelever L3 L4 L4B
o Screw LEM8x21 LEM8x21
o Screw LEM6x13.4A
= Shim D11AP D15AP D15AP
B | shim pin (shim) sP3 P4 SP4
¢ | Wrench WH25L WH30L WH30L
Insert
AT Jay -/ -/ -/
Finishing Medium Cut Roughing Cast Iron PCBN/PCD

A53 A54 A58 A59 A147

System code A194 Grade selection A38 Technical info A445 Cutting data A324

A206



External tool holders  G@@neral turni ng

DN** holder (external)

PDNNR/L Kr: 63°

P-Clamping

a
b
L
Left hand style
Stock Dimensions [mm] Inserts
Article sk
TIRL a b L h s e Ay
PDNNR/L2020K15-3 e O 20 20 125 20 8 37 DN**1504%*
PDNNR/L2525M15-3 e O 25 25 150 25 125 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 o o 25 25 150 25 125 37 DN**1506%*
PDNNR/L3232P15 e o 32 32 170 32 16 37 DN**1506**
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert DN*#*1504** DN**1506**
h 20-32 20-32

D Knee lever L4 L4B

> Screw LEM8x21 LEM8x21

—_— Shim D15AP D15AP

B | shim pin (shim) sP4 P4
¢ | Wrench WH30L WH30L
Insert
A7 &y =/ -/ oy,
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A53 A54 A58 A59 A147
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

SN** holder (external)

PSBNR/L Kr:75°

P-Clamping

o\

I8

| /57 :
75
e e
Right hand style
Stock Dimensions [mm] Inserts
Article sk =
' R | L a b L h s e @
PSBNR/L1616H09 e O 16 16 100 16 13 21 SN**0Q903**
PSBNR/L2020K09 e O 20 20 125 20 17 23 SN**0Q903**
PSBNR/L2020K12 e o 20 20 125 20 17 28 SN**1204%*
PSBNR/L2525M12 ° ° 25 25 125 25 22 28 SN*¥1204**
PSBNR/L3225P12 () ¢} 32 25 170 32 22 28 SN*¥1204**
PSBNR/L3232P12 ° ¢} 32 32 170 32 27 28 SN*¥1204**
PSBNR/L2525M15 e O 25 25 150 25 22 35 SN**1506**
PSBNR/L3232P15 ° ° 32 32 170 32 27 35 SN*¥1506**
PSBNR/L3232P19 () () 32 32 170 32 27 40 SN*¥1906**
PSBNR/L4040S19 o o 40 40 250 40 35 40 SN**1906**
PSBNR/L404052507 e O 40 40 250 40 35 48 SN**2507**
PSBNR/L4040S2509 ) o 40 40 250 40 35 48 SN*¥2509**
® Ex stock o0 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
B2 | Kneelever 13 L4 L5 L6 L8 L8
# Screw LEM6x13.4A LEM12x36A LEM12x36A
o Screw LEM8x21 LEM8x25 LEM10x27
&= Shim SO9AP S12AP S15AP S19AP S25AP
Shim S25AP-09
. Shim pin (shim) SP10 SP4 SP5 SP6 SP8 SP8
\" Wrench WH25L WH30L WH30L WH40L WH50L WH50L
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A208

o

O -CT



External tool holders  G@@neral turni ng

SN** holder (external)

Insert
Eai - ‘5!3.1 |- o I
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A64 A67 A73 A148
A194 Grade selection A38 Technical info A445

System code

Cutting data

A324
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General turni NQ  External tool holders

SN** holder (external)

PSDNN Kr: 45°

P-Clamping

h ﬁ \ a
SL@@ b
457 :
e ¥
Dimensions [mm] Inserts
Article sz | Stock
' a b L h s e Ee i
PSDNN1212F09 o 12 12 80 12 21 SN**0903**
PSDNN1616H09 ° 16 16 100 16 23 SN**0903**
PSDNN2020K12 ° 20 20 125 20 10 30 SN*¥1204**
PSDNN2525M12 ° 20 20 150 20 12.5 30 SN*¥1204**
PSDNN3232P12 [ 32 32 170 32 16 40 SN*¥1204**
PSDNN2525M15 L] 25 25 150 25 12.5 40 SN**1506**
PSDNN3232P15 ° 32 32 170 32 16 40 SN**1506**
PSDNN3232P19 ° 32 32 170 32 16 40 SN*¥1906**
PSDNN4040S19 ° 40 40 250 40 20 40 SN*¥1906**
® Ex stock o On demand
> With internal cooling
Spare parts
Insert SN**0903** SN**0903** SN**1204** SN**1506** SN**1906**
h 12 16 20-32 25-32 32-40
B | Kneelever L3B L3 L3 L5 L6
o Screw LEM8x25 LEM10x27
@@ | screw LEM5x12B
o Screw LEM6x13.4A LEM6x13.4A
& Shim S09AP SO9AP S15AP S19AP
. Shim pin (shim) SP10 SP10 SP5 SP6
( Wrench WH20L WH25L WH25L WH30L WH40L
Insert
. i — i T
Eei - - - o ‘
== e
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A64 A67 A73 A148
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A210



External tool holders  G@@neral turni ng

SN** holder (external)

PSKNR/L Kr:75°

P-Clamping

° | o b
87 & ‘ ©
e
| : 9
Right hand style
Stock Dimensions [mm] Inserts
Article sk
' R | L a b L h s e Ee i
PSKNR/L1616H09 o © 16 16 100 16 20 17 SN**0903**
PSKNR/L2020K09 e O 20 20 125 20 25 20 SN**0903**
PSKNR/L2020K12 e o 20 20 125 20 25 26 SN*¥1204**
PSKNR/L2525M12 ° [ 25 25 150 25 32 26 SN*¥1204**
PSKNR/L3232P12 ° ° 32 32 170 32 40 26 SN**1204**
PSKNR/L2525M15 [ o 25 25 150 25 32 32 SN**1506**
PSKNR/L3232P15 e o 32 32 170 32 40 32 SN**¥1506**
PSKNR/L3232P19 ° [ 32 32 170 32 40 36 SN**¥1906**
PSKNR/L4040S19 o o 40 40 250 40 50 40 SN*¥1906**
® Ex stock o 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
B | Kneelever L3 L4 L5 L6
g Screw LEM8x21 LEM8x25 LEM10x27
e Screw LEM6x13.4A
= Shim SO9AP S12AP S15AP S19AP
B | shim pin (shim) P10 SP4 sP5 sP6
‘ul Wrench WH25L WH30L WH30L WH40L
Insert
[r—— PP —— f T
Ee! - - - o l
== (S
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A64 A67 A73 A148
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

SN** holder (external) P-Clamping

PSSNR/L Kr: 45°

Drilling

O

Technical
Information

Index

N
K
n
g

{.

L
Right hand style
Stock Dimensions [mm] Inserts
Article sk |
' R | L a b L h s e E
PSSNR/L1616H09 o o 16 16 100 16 20 25 SN**0Q903**
PSSNR/L2020K12 ° [ 20 20 125 20 25 30 SN*¥1204**
PSSNR/L2525M12 e o 25 25 150 25 32 30 SN**1204%*
PSSNR/L3232P12 ° ° 32 32 170 32 40 40 SN*¥1204**
PSSNR/L2525M15 e o 25 25 150 25 32 30 SN**1506**
PSSNR/L3232P15 L] ° 32 32 170 32 40 40 SN**1506**
PSSNR/L3232P19 e o 32 32 170 32 40 40 SN**1906**
PSSNR/L4040S19 ° ° 40 40 250 40 50 50 SN*¥1906**
PSSNR/L404052507 ° ° 40 40 250 40 50 50 SN*¥2507**
PSSNR/L404052509 o o 40 40 250 40 50 50 SN**2509**
® Ex stock 0 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
B | Kneelever L3 L4 L5 L6 L8 L8
o Screw LEM8x21 LEM8x25 LEM10x27
# Screw LEM6x13.4A LEM12x36A LEM12x36A
&= Shim SO9AP S12AP S15AP S19AP S25AP
Shim S25AP-09
Shim pin (shim) SP10 SP4 SP5 SP6 SP8 SP8
\" Wrench WH25L WH30L WH30L WH40L WH50L WH50L
Insert
[r—— e — T T
ge!' - -~ ad o ‘
== e
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A64 A67 A73 A148
System code A194 Grade selection A38 Technical info A445 Cutting data A324



External tool holders  G@@neral turni ng

TN** holder (external)

PTFNR/L Kr:91°

P-Clamping

-
_E‘

s @ b
9120
/‘
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
' R | L a b L h s e
PTFNR/L1616H16 o o 16 16 100 16 20 20 TN**1604*%*
PTFNR/L2020K16 e o 20 20 125 20 25 20 TN**1604**
PTFNR/L2525M16 e o 25 25 150 25 32 20 TN**1604%*
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/L4040S27 o o 40 40 250 40 50 34 TN**2706%*
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert TN**1604** TN**2204** TN**2706**
h 16-25 25-32 32-40
b Knee lever L3 L4 L5
o Screw LEM8x21 LEM8x25
o Screw LEM6x13.4A
a Shim T16AP T22AP T27AP
B | shim pin (shim) sP3 SP4 sPs
il Wrench WH25L WH30L WH30L
Insert
2 g - - -
=55 [ S ] ket E—— [ L ]
Medium Cut PCBN/PCD Heavy Turning Finishing Wiper Roughing Cast Iron
A90 A140 A93 A88 A88 A91 A93
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

TN** holder (external) P-Clamping

PTTNR/L Kr:60°

&
£ L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
' R | L a b L h s e
PTTNR/L1616H16 o o 16 16 100 16 13 25 TN**1604**
PTTNR/L2020K16 o ¢} 20 20 125 20 17 25 TN**1604**
PTTNR/L2525M22 e o 25 25 150 20 22 32 TN**2204%*
® Ex stock o On demand
* With internal cooling
Spare parts
Insert TN**¥1604** TN**2204%*
h 16-25 20
p Knee lever L3 L4
@@ | screw LEM8x21
e Screw LEM6x13.4A
A Shim T16AP T22AP
B | shim pin (shim) sP3 P4
| Wrench WH25L WH30L
Insert
N A A &
T = [ B4 — [ —
Finishing Wiper Medium Cut Roughing PCBN/PCD Heavy Turning CastIron
A78 A77 A80 A83 A149 A85 A86
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A214



External tool holders  G@@neral turni ng

TN** holder (external)

PTGNR/L Kr:90°

P-Clamping

h i a
s ©) b
()
907
& L
Right hand style
Stock Dimensions [mm] Inserts
Article %
' R | L a b L h s e
PTGNR/L1010E11 ° o 10 10 70 10 14 16 TN**1103%*
PTGNR/L1212F11 ° ° 12 12 80 12 16 14 TN**1103**
PTGNR/L1616H11 e o 16 16 100 16 20 18 TN**1103**
PTGNR/L2020K11 ° ) 20 20 125 20 25 19 TN**1103%*
PTGNR/L2525M11 o o 25 25 150 25 32 20 TN**1103**
PTGNR/L1616H16 [ [ 16 16 100 16 20 20 TN**1604**
PTGNR/L2020K16 e o 20 20 125 20 25 20 TN**1604**
PTGNR/L2525M16 ° [ 25 25 150 25 32 20 TN**1604**
PTGNR/L3232P16 ° o 32 32 170 32 40 20 TN**1604%*
PTGNR/L2525M22 ° ] 25 25 150 25 32 28 TN**2204**
PTGNR/L3232P22 e o 32 32 170 32 40 28 TN**2204**
PTGNR/L3232P27 ° o 32 32 170 32 40 33 TN**2706**
PTGNR/L4040S27 o o 40 40 250 40 50 33 TN**2706**
® Ex stock o0 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 L3 L4 L5
o Screw LEM6x13.4A
o Screw LEM8x21 LEM8x25
g Screw LEM5x9B
a Shim T16AP T22AP T27AP
B | shim pin (shim) sP3 P4 sP5
f’- Wrench WH20L WH25L WH30L WH30L
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

TN** holder (external)

Insert
A i~ 2 _ &
. P - ) s -
= = E— [ S e e
Finishing Medium Cut Roughing Cast Iron PCBN/PCD Heavy Turning Wiper
A78 A80 A83 A86 A149 A85 A77

System code

A216

A194

Grade selection A38

Technical info

A445

Cutting data A324



External tool holders  G@@neral turni ng

WN#** holder (external) P-Clamping
PWLNR/L Kr: 95°
h i a
s Q b
(9)
~[952
e /
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R| L a b L h s e é
PWLNR/L1616H06 o o 16 16 100 16 20 20 WN#**0604**
PWLNR/L2020K06 e o 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 o o 25 25 150 25 32 26 WN#**0804**
® Ex stock o On demand
> With internal cooling
Spare parts
Insert WN**0604** WN**0804**
h 16-25 20-25
D Knee lever L3 L4
o Screw LEM6x13.4A
o Screw LEM8x21
- — Shim WO6AP WO8AP
B | shim pin (shim) sP3 SP4
¢ | Wrench WH25L WH30L
Insert
- ‘- Y -
é e L S== et
Finishing Wiper Medium Cut Roughing Cast Iron PCBN/PCD
A92 A93 A95 A96 A96 A151
System code A194 Grade selection A38 Technical info A445 Cutting data A324
*
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General turni NQ  External tool holders

CN** holder (external)

MCBNR/L Kr: 75°

»

M-Clamping

75
L
Right hand style
Stock Dimensions [mm] Inserts
Article % =
R L a b L h s e ! .-ill
MCBNR/L2020K12 e O 20 20 125 20 17 32 CN**1204**
MCBNR/L2525M12 ° [ 25 25 150 20 22 32 CN**1204**
MCBNR/L3225P12 e o 32 25 170 32 22 32 CN**1204**
MCBNR/L2525M16 o o 25 25 150 25 22 40 CN**1606**
MCBNR/L3232P16 o o 32 32 170 32 27 40 CN**1606**
MCBNR/L3232P19 o o 32 32 170 32 27 45 CN**1906**
MCBNR/L4040R19 e o 40 40 200 40 35 45 CN**1906**
® Ex stock o0 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
& | Dowelpin TM6x17 TM6X17 TM8x21 TM10x21
@ | screw (clamp) DM6x25 DM6x30 DM6x30
’ Screw (clamp) DM8x30X
[ @ | Shim C12BM C12BM C16BM C198M
f" Wrench (clamp) WH30L WH30L WH30L WH40L
il Wre”‘pri‘n()dwe' WH30L WH30L WH30L WH40L
Insert
= — = T — 1
Finishing Wiper Medium Cut Roughing Cast Iron PCBN/PCD
A43 A43 Ad4 A51 A51 A146
A194 Grade selection A38 Technical info A445 Cutting data A324

System code

A218



External tool holders  G@@neral turni ng

CN** holder (external) M-Clamping

MCLNR/L Kr: 95°

. h a
! b
L
Right hand style
Stock Dimensions [mm] Inserts
Article b =
R L a b L h s e ! aI
MCLNR/L2020K12 e o 20 20 125 20 25 32 CN**1204**
MCLNR/L2525M12 e o 25 25 150 25 32 32 CN**1204**
MCLNR/L3225P12 e o 32 25 170 32 32 32 CN**1204**
MCLNR/L2525M16 e o 25 25 150 25 32 38 CN**1606**
MCLNR/L3232P16 o o 32 32 170 32 40 38 CN**1606**
MCLNR/L3232P19 e o 32 32 170 32 40 45 CN**1906**
MCLNR/L4040R19 e O 40 40 200 40 50 45 CN**1906**
® Ex stock o0 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
& | Dowelpin TM6x17 TM6Xx17 TM8x21 TM10x21
’ Screw (clamp) DM8x30X
’ Screw (clamp) DM6x25 DM6x30 DM6x30
[ @ | Shim C12BM C128M C16BM C19BM
( Wrench (clamp) WH30L WH30L WH30L WH40L
‘'l W'encpri‘rf;mwe' WH30L WH30L WH30L WH40L
Insert

~

BN -BN-

B | =

Finishing Wiper Medium Cut Roughing CastIron PCBN/PCD
A43 A43 A44 A51 A51 A146
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

DN** holder (external) M-Clamping

MDJNR/L Kr:93°

s ~ ) b \/
B :
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
TIRL a b L h s e Ay
MDJNR/L2020K11 e o 20 20 125 20 25 32 DN**1104%**
MDJNR/L2525M11 ° [ 25 25 150 25 32 32 DN**1104%**
MDJNR/L3225P11 e O 32 25 170 32 32 32 DN**1104**
MDJNR/L2020K15 ° ° 20 20 125 20 25 38 DN**1506**
MDJNR/L2525M15 e o 25 25 150 25 32 38 DN**1506%*
MDJNR/L3225P15 o o 32 25 170 32 32 38 DN**1506%*
® Ex stock o0 On demand
< With internal cooling
Spare parts
Insert DN**1104%* DN#**1104%* DN**1506%* DN**1506**
h 20 25-32 20 25-32
(3} Clamp CIRD C1RD C2RD C2RD
ﬁ’ Dowel pin TM5x13 TM5x13 TM6X19 TM6x19
, Screw (clamp) DM6x25 DM6x30 DM6x25 DM6x30
-~ 4 Shim D11BM D11BM D15BM D15BM
( Wrench (clamp) WH30L WH30L WH30L WH30L
il Wre"‘;)?n()dowe' WH20L WH20L WH30L WH30L
Insert
A3 Jay -/ -/ .
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A53 A54 A58 A59 A147
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A220



External tool holders  G@@neral turni ng

DN** holder (external) M-Clamping

MDPNN Kr: 62°30'

_‘ " l ’
st
—<I b
62°30/ > ‘Lv.
e
L
Dimensions [mm] Inserts
Article sz | Stock
' a b L h s e rq
MDPNN2020K11 ° 20 20 125 20 10 35 DN**1104%**
MDPNN2525M11 ° 25 25 150 25 125 35 DN**1104%**
MDPNN3225P11 ° 32 25 170 32 125 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
(3} Clamp C1RD C1RD C2RD C2RD
9 Dowel pin TM5x13 TM5x13 TM6x19 TM6X19
’ Screw (clamp) DM6x25 DM6x30 DM6x25 DM6x%30
-~ 4 Shim D11BM D11BM D15BM D15BM
ff Wrench (clamp) WH30L WH30L WH30L WH30L
il Wre”‘;i‘rf)dowe' WH20L WH20L WH30L WH30L
Insert
g ‘o Eﬁl? -/ -/
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A53 A54 A58 A59 A147
A38 Technical info A445 Cutting data A324

System code A194

Grade selection
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General turni NQ  External tool holders

SN** holder (external) M-Clamping

MSBNR/L Kr: 75°

h a
S,% @) b
75 e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk E ;i
' R | L a b L h s e -~
MSBNR/L2020K12 ° [ 20 20 125 20 17 32 SN*¥1204**
MSBNR/L2525M12 ° o 25 25 150 25 22 32 SN*¥1204**
MSBNR/L3225P12 e o 32 25 170 32 22 32 SN*¥1204**
MSBNR/L2525M15 ° ° 25 25 150 25 22 38 SN*¥1506**
MSBNR/L3232P15 e o 32 32 170 32 29 38 SN**1506**
MSBNR/L4032R15 o o 40 32 200 40 27 38 SN**1506**
MSBNR/L3232P19 e o 32 32 170 32 27 45 SN*¥1906**
MSBNR/L4040R19 o ° 40 40 200 40 35 45 SN*¥1906**
MSBNR/L4040R25 () o 40 40 200 40 35 50 SN*¥2507**
MSBNR/L404052509 o o 40 40 250 40 35 50 SN**2509**
® Ex stock 0 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 C1RD C2RD C5RD C6RD C6RD

Dowel pin TM6x17 TM6x17 TM8x21 TM10x21 TM12x29 TM12x29

Screw (clamp) DM8x30X DM10x35X DM10x35X

Shim S12BM S12BM S15BM S19BM S25BM S25BM

Wrench (clamp) WH30L WH30L WH30L WH40L WH40L WH40L

Wrencp';rf)‘mwe' WH31L WH31L WH30L WH40L WH50L WH50L

en
o
@ | screw (clamp) DM6x25 DM6x30 DM6x30
o
r’
(

Insert
. i — i T
Eei - = - | o ‘
=S| 1
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A64 A67 A73 A148
System code A194 Grade selection A38 Technical info A445 Cutting data A324

£
A222 M‘



External tool holders  G@@neral turni ng

SN** holder (external) M-Clamping
MSRNR/L Kr: 75°
h a
) b
S 4
1 | ©
75 e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk E ;
' R | L a b L h s e -
MSRNR/L2020K12 e o 20 20 125 20 22 36 SN**1204**
MSRNR/L2525M12 e o 25 25 150 25 27 36 SN*¥1204**
MSRNR/L3225P12 e O 32 25 170 32 27 36 SN**1204%*
MSRNR/L2525M15 e O 25 25 150 25 27 40 SN**¥1506**
MSRNR/L3232P15 o o 32 32 170 32 35 40 SN**1506**
MSRNR/L4032R15 o o 40 32 200 40 35 40 SN**1506**
MSRNR/L3232P19 o o 32 32 170 32 35 45 SN**¥1906**
MSRNR/L4040R19 o 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 0 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
(| Clamp C1RD C1RD C2RD C5RD C6RD
¢ | Dowelpin TM6x17 TM6x17 TM8x21 TM10x21 TM12x29
@ | screw (clamp) DM8x30X DM10x35X
’ Screw (clamp) DM6x25 DM6x30 DM6x30
Shim S12BM S12BM S15BM S19BM S25BM
"’ Wrench (clamp) WH30L WH30L WH30L WH40L WH40L
‘ul Wre";?rf;jowe' WH31L WH31L WH30L WHa0L WH50L
Insert
[ | B T T
ge!' - -~ Ld o ‘
== 1
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A64 A67 A73 A148

System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

SN** holder (external)

MSKNR/L Kr: 75°

?

M-Clamping

0
- S e £
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk E ;
' R | L a b L h s e -
MSKNR/L2020K12 e o 20 20 125 20 25 32 SN*¥1204**
MSKNR/L2525M12 ° [ 25 25 150 25 32 32 SN*¥1204**
MSKNR/L3225P12 e O 32 25 170 32 32 32 SN**1204%*
MSKNR/L2525M15 ° o 25 25 150 25 32 28 SN*¥1506**
MSKNR/L3232P15 e O 32 32 170 32 40 38 SN**1506**
MSKNR/L4032R15 o o 40 32 200 40 40 38 SN**1506**
MSKNR/L3232P19 e o 32 32 170 32 40 45 SN**1906**
MSKNR/L4040R19 o o 40 40 200 40 50 45 SN*¥1906**
MSKNR/L4040S2509 o e 40 40 250 40 50 50 SN*¥2509**
® Ex stock o 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
m Clamp C1RD C1RD C2RD C5RD C6RD
W Dowel pin TM6x17 TM6x17 TM8x21 TM10x21 TM12x29
@ | screw (clamp) DM6x25 DM6x30 DM6x30
’ Screw (clamp) DM8x30X DM10x35X
Shim S12BM S12BM S15BM S19BM S25BM
f’ Wrench (clamp) WH30L WH30L WH30L WH40L WH40L
il Wre"c;i‘rf;jowe' WH30L WH30L WH30L WHa0L WH50L
Insert
[ | B T T
ge!' - i~ ad o ‘
== e
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A64 A67 A73 A148
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A224



External tool holders  G@@neral turni ng

SN** holder (external)

MSDNN Kr: 45°

M-Clamping

h a
st
GO b
455
e
L
Dimensions [mm] Inserts
Article sz | Stock
' a b L h s e Ee i
MSDNN2020K12 ° 20 20 125 20 10 35 SN**1204*%*
MSDNN2525M12 ] 25 25 150 25 125 35 SN*¥1204**
MSDNN3225P12 ° 32 25 170 32 125 35 SN**1204%*
MSDNN2525M15 ° 25 25 150 25 125 42 SN*¥1506**
MSDNN3232P15 [ 32 32 170 32 16 42 SN**1506**
MSDNN4032R15 o 40 32 200 40 16 42 SN**1506**
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert SN**1204** SN**1204** SN**1506**
h 20 25-32 25-40

(3} Clamp CIRD CIRD C2RD

¢ | Dowelpin TM6x17 TM6X17 TM8x21

’ Screw (clamp) DM6x25 DM6x30 DM6x30

- Shim $12BM S12BM $158M
f’ Wrench (clamp) WH30L WH30L WH30L
il Wre”‘;i‘rf)dowe' WH30L WH30L WH30L
Insert
Ee§ - = |- o ‘
== 1
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A64 A67 A73 A148
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

TN** holder (external)

MTGNR/L Kr:90°

Y

M-Clamping
h a
0) b
s :‘@

gy

L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
' R | L a b L h s e
MTGNR/L2020K16 e © 20 20 125 20 25 33 TN**1604**
MTGNR/L2525M16 o 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 o On demand
* With internal cooling
Spare parts
Insert TN**1604** TN**1604** TN**2204**
h 20 25-32 25-32
(0} Clamp CIRD CIRD C2RD
& | Dowelpin TM5x13 TM5x13 TM6x17
’ Screw (clamp) DM6x25 DM6x30 DM6x30
= Shim T16BM T16BM T228M
f" Wrench (clamp) WH30L WH30L WH30L
il Wre”‘pri‘n()dwe' WH20L WH20L WH30L
Insert
h y i $
e E==21 i [T — | S| i
Finishing Wiper Medium Cut Roughing Cast Iron PCBN/PCD Heavy Turning
A88 A88 A90 A91 A93 A140 A93
System code A194 Grade selection A38 Technical info A445 Cutting data A324



External tool holders  G@@neral turni ng

TN** holder (external)

MTINR/L Kr: 93°

.

M-Clamping

gy

e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
' R | L a b L h s e
MTJNR/L2020K16 e O 20 20 125 20 25 32 TN**1604*%*
MTJNR/L2525M16 e O 25 25 150 25 32 32 TN**1604**
MTJNR/L3225P16 e O 32 25 170 32 32 32 TN**1604%*
MTJNR/L2525M22 e O 25 25 150 25 32 36 TN**2204%*
MTINR/L3225P22 o e 32 25 170 32 32 36 TN**2204**
® Ex stock o On demand
> With internal cooling
Spare parts
Insert TN**1604%* TN**1604%* TN*¥*2204%*
h 20 25-32 25-32
(| Clamp CIRD CIRD C2RD
& | Dowelpin TM5x13 TM5x13 TM6x17
’ Screw (clamp) DM6x25 DM6x30 DM6x30
= Shim T168M T16BM T228M
( Wrench (clamp) WH30L WH30L WH30L
‘'l W'encpri‘rf;mwe' WH20L WH20L WH30L
Insert
i o A & y
- - EL N " ) .
g = [T [—] [Sap—
Finishing Wiper Medium Cut Roughing Cast Iron PCBN/PCD Heavy Turning
A78 A77 A80 A83 A86 A149 A85
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

TN** holder (external)

MTINR/L-Z Kr:93°

M-Clamping

L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
' R | L a b L h s e
MTJNR/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**
MTJNR/L3225P16-Z e O 32 25 170 32 32 32 TN**1604%*
MTJNR/L2525M22-Z e o 25 25 150 25 32 36 TN**2204%*
MTJINR/L3225P22-Z e O 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
(0} Clamp CIRD CIRD C2RD
& | Dowelpin TM5x13 TM5x13 TM6x17
, Screw (clamp) DM6x25 DM6x30 DM6x30
= Shim T16BM T16BM T228M
( Wrench (clamp) WH30L WH30L WH30L
il Wre”‘pri‘n()dwe' WH20L WH20L WH30L
Insert
f A & F
- o 1% - ] = -
i b= E—— [ S et E—
Finishing Wiper Roughing Cast Iron PCBN/PCD Heavy Turning Medium Cut
A78 A77 A83 A86 A149 A85 A80
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A228



External tool holders  G@@neral turni ng

TN** holder (external)

MTENR/L Kr:91°

M-Clamping

h a
s| 913 [© b
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
' R | L a b L h s e
MTFNR/L2020K16 e O 20 20 125 20 25 32 TN**1604*%*
MTFNR/L2525M16 e o 25 25 150 25 32 32 TN**1604**
MTFNR/L3225P16 e O 32 25 170 32 32 32 TN**1604%*
MTFNR/L2525M22 e O 25 25 150 25 32 36 TN**2204%*
MTFNR/L3225P22 e O 32 25 170 32 32 36 TN**2204%*
® Ex stock o On demand
> With internal cooling
Spare parts
Insert TN**1604%* TN**1604%* TN*¥*2204%*
h 20 25-32 25-32
(| Clamp CIRD CIRD C2RD
& | Dowelpin TM5x13 TM5x13 TM6x17
’ Screw (clamp) DM6x25 DM6x30 DM6x30
= Shim T168M T16BM T228M
f’ Wrench (clamp) WH30L WH30L WH30L
‘'l W'encgi‘rf;jowe' WH20L WH20L WH30L
Insert
{ _ i i
e == i [T — [ S e i
Finishing Wiper Medium Cut Roughing Cast Iron PCBN/PCD Heavy Turning
A88 A88 A90 A91 A93 A140 A93
A194 Grade selection A38 Technical info A445 Cutting data A324

System code
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General turni NQ  External tool holders

VN** holder (external) M-Clamping
MVVNN Kr: 72°30'
h
s
ol 0)
72°30’
L
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e —
MVVNN2020K16 o 20 20 125 20 10 45 VN**1604**
MVVNN2525M16 [] 25 25 150 25 125 45 VN**1604**
MVVNN3225P16 o 32 25 170 32 125 45 VN**1604**
MVVNN3232P16 ° 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
&M camp C3RD C3RD
& | Dowel pin TM5x13 TM5x13
’ Screw (clamp) DM6x25 DM6x30
e Shim V16BM V16BM
¢ | Wrench (clamp) WH30L WH30L
¢ | Wrench (dowel WH20L WH20L
pin)
Insert
Finishing Medium Cut Cast Iron PCBN/PCD
A89 A90 A90 A150
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A230



External tool holders  G@@neral turni ng

VN** holder (external) M-Clamping

MVINR/L Kr: 93°

~3

L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R|L b L h s e ===
MVJNR/L2020K16 o o 20 125 20 25 45 VN**1604**
MVJNR/L2525M16 e o 25 150 25 32 45 VN**1604**
MVJINR/L3225P16 e o 25 170 32 32 45 VN#*#1604**
MVJNR/L3232P16 e o 32 170 32 40 45 VN**1604**
® Ex stock © On demand
* With internal cooling
Spare parts
Insert VN**1604%* VN**1604%*
h 20 25-32
&M camp C3RD C3RD
& | Dowel pin TM5x13 TM5x13
’ Screw (clamp) DM6x25 DM6x30
e Shim V16BM V16BM
¢ | Wrench (clamp) WH30L WH30L
¢ | Wrench (dowel WH20L WH20L
pin)
Insert
@ =T —_—- ===
Finishing Medium Cut Cast Iron PCBN/PCD
A89 A90 A90 A150
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A231

Turning

Milling

N

Drilling

O

Technical
Information

Index



A

Turning

Milling

N

Drilling

O

Technical
Information

Index

General turni NQ  External tool holders

WN** holder (external) M-Clamping
MWLNR/L Kr: 95°
Y h a
5) b
s ©)
’ %
v
959
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R| L a b L h s e e
MWLNR/L2020K06 o o 20 20 125 20 25 30 WN**0604**
MWLNR/L2525M06 o o 25 25 150 25 32 30 WN**0604**
MWLNR/L2020K08 e o 20 20 125 20 25 30 WN#**0804**
MWLNR/L2525M08 ° ° 25 25 150 25 32 35 WN**0804**
MWLNR/L3225P08 o o 32 25 170 32 32 35 WN#**0804**
MWLNR/L3232P08 L] ° 32 32 170 32 40 35 WN**0804**
® Ex stock o0 On demand
< With internal cooling
Spare parts
Insert WN**0604** WN**0604** WN**0804** WN**0804**
h 20 25 20 25-32
(3} Clamp CIRD C1RD C1RD CI1RD
W Dowel pin TM5x13 TM5x13 TM6X17 TM6x17
, Screw (clamp) DM6x25 DM6x30 DM6x25 DM6x30
A Shim WO06BM WO06BM WO08BM WO08BM
f’ Wrench (clamp) WH30L WH30L WH30L WH30L
il Wre"‘;)?n()dowe' WH20L WH20L WH30L WH30L
Insert
[ T a @ -
/) & & & &
Finishing Wiper Medium Cut Roughing Cast Iron PCBN/PCD
A92 A93 A95 A96 A96 A151
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A232



External tool holders  G@@neral turni ng

RN** holder (external) M-Clamping
MRDNN
Y h a
L
G" b
e
L
Right hand style
Dimensions [mm] Inserts
Article sz | Stock
-
a b L h s e (|
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 o0 On demand
* With internal cooling
Spare parts
Insert RN**1204** RN*¥*1204%*
h 20 25-32
&M camp C1RD CIRD
& | Dowel pin TM6x17 TM6x17
’ Screw (clamp) DM6x25 DM6x30
<& Shim R12BM R12BM
¢ | Wrench (clamp) WH30L WH30L
¢ | Wrench (dowel WH30L WH30L
pin)
Insert
]
Cast Iron
A97
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

RN** holder (external)

MRGNR/L

Turning

M-Clamping

L
Right hand style
B Stock Dimensions [mm] Inserts
Article sk
R L a b L h s e \ .'i
= MRGNR/L2020K12 o o 20 20 125 20 25 32 RN**1204**
§ MRGNR/L2525M12 ¢} [ 25 25 150 25 32 32 RN**1204**
§ MRGNR/L3225P12 o o 32 25 170 32 32 32 RN**1204**
MRGNR/L3232P12 o 32 32 170 32 40 32 RN**1204%*
® Ex stock o0 On demand
*< With internal cooling
C Spare parts
Insert RN**1204** RN**1204%*
h 20 25-32
&M camp C1RD CIRD
o)}
= :
= & | Dowel pin TM6x17 TM6x17
(@)
’ Screw (clamp) DM6x25 DM6x30
& Shim R12BM R12BM
D ¢ | Wrench (clamp) WH30L WH30L
¢ | Wrench (dowel WH30L WH30L
pin)
c
© O
O =
E g Insert
L) S
9
g -
Cast Iron
A97
x
9]
©
£
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A234



External tool holders  G@@neral turni ng

CC** holder (external) S-Clamping

SCACR/L Kr:90°
h a
s| @ b

20/
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sl T 7
R | L a b L h s e E
SCACR/L1010E06 o o 10 10 70 10 10.5 10 CC**0602**
SCACR/L1212F09 e o 12 12 80 12 12.7 16 CC**Q9T3**
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert CC**0602%* CC**Q9T3**
h 10 12
v Screw 160M2.5x6.5 160M3.5%8
< | Wrench (screw) WTO7IP WT15IP
Insert
i 3 ~
~ =) - &) Py [
=5 N b
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A102 A106 A107 A108 A107 A152
A194 Grade selection A38 Technical info A445 Cutting data A324

System code
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General turni NQ  External tool holders

CC** holder (external)

SCLCR/L Kr:95°

S-Clamping

A236

h a
b
s
®
95/
£ L
Right hand style
Stock Dimensions [mm] Inserts
Article sk T 7
R | L a b L h s e E
SCLCR/L0808D06 o o 8 8 60 8 10 10 CC**0602**
SCLCR/L1010E06 o o 10 10 70 10 12 10 CC**0602**
SCLCR/L1212F09 e o 12 12 80 12 16 16 CC**Q9T3**
SCLCR/L1616H09 ° ° 16 16 100 16 20 16 CC**Q9T3**
SCLCR/L2020K09 o o 20 20 125 20 25 25 CC**Q9T3**
SCLCR/L1616H12 [ L] 16 16 100 16 20 18 CC**1204**
SCLCR/L2020K12 e o 20 20 125 20 25 25 CC**1204**
SCLCR/L2525M12 ° ° 25 25 150 25 32 26 CC**1204**
SCLCR/L3225P12 o o 32 25 170 32 32 26 CC**1204**
SCLCR/L3232P12 ° ° 32 32 170 32 40 28 CC**1204**
® Ex stock 0 On demand
< With internal cooling
Spare parts
Insert CC**0602+* CC**Q9T3** CC*#1204%*
h 8-10 12-20 16-32
@ Screw 160M4x11X
vV Screw 160M3.5%8
" Screw 160M2.5x6.5
W | screw (shim) SM6310XA
@ | Shim C12BS
3,/ Wrench (screw) WTO7IP WT15IP WT15IP
f" Wrench (shim) WH40L
Insert
| i 3 — ~
E D) - o) o/ “
=F Vi D
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A102 A106 A107 A108 A107 A152
System code A194 Grade selection A38 Technical info A445 Cutting data A324



External tool holders  G@@neral turni ng

DC** holder (external)

SDACR/L Kr:90°

S-Clamping

h a
s ® b
o0/
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
TIRL a b L h s e 4
SDACR/L1010E07 o o 10 10 70 10 10.5 15 DC**0702**
SDACR/L1212F11 e o 12 12 80 12 125 15 DC**1173**
SDACR/L1616H11 16 16 100 16 16.7 24 DC**11T3**
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert DC**0702%* DC**11T3%** DC**11T3%*
h 10 12 16
v Screw 160M2.5%6.5 160M3.5x8 160M3.5%12
Y | screw (shim) SM5x8.65XA
=/ Shim D11BS
;;/ Wrench (screw) WTO7IP WT15IP WT15IP
¢ | Wrench (shim) WH35L
Insert
g By -y =/ - /
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A111 A113 A114 A114 A114 A153
A38 Technical info A445 Cutting data A324

System code A194

Grade selection

A237
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General turni NQ  External tool holders

DC** holder (external) S-Clamping

SDJCR/L Kr:93°

A238

h a
S b
®
T 93"e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
TIRL a b L h s e 4
SDJCR/L1010E07 e o 10 10 70 10 12 15 DC**0702**
SDJCR/L1212F07 e o 12 12 80 12 16 15 DC**0702**
SDJCR/L1616H07 e o 16 16 100 16 20 18 DC**0702**
SDJCR/L1616H11 e o 16 16 100 16 20 24 DC**11T3**
SDJCR/L2020K11 e o 20 20 125 20 25 24 DC**11T3**
SDJCR/L2525M11 o o 25 25 150 25 32 29 DC**11T3**
SDJCR/L3225P11 e o 32 25 170 32 32 29 DC**11T3**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert DC**0702%* DC**11T3%**
h 10-16 16-32
" Screw I60M2.5%6.5 I60M3.5%12
Y | screw (shim) SM5x8.65XA
L Shim D11BS
*ga/ Wrench (screw) WTO7IP WT15IP
¢ | Wrench (shim) WH35L
Insert
Finishing Medium Cut Roughing Aluminium CastIron PCBN/PCD
A111 A113 A114 A114 A114 A153
System code A194 Grade selection A38 Technical info A445 Cutting data A324



External tool holders  G@@neral turni ng

DC** holder (external) S-Clamping

SDNCN Kr:62°30'

ol [ a

S

i§ b

62°30'
€ L
Dimensions [mm] Inserts
Article sz | Stock
' a b L h s e a
SDNCN1010E07 ° 10 10 70 10 5 20 DC**0702**
SDNCN1212F07 ° 12 12 80 12 6 20 DC**0702*%*
SDNCN1212H11 ° 12 12 100 12 6 30 DC**11T3%*
SDNCN1616H11 ° 16 16 100 16 8 30 DC**11T3**
SDNCN2020K11 ° 20 20 125 20 10 30 DC**11T3**
SDNCN2525M11 ° 25 25 150 25 12.5 30 DC**11T3**
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert DC**0702%* DC**11T3%* DC**11T3**
h 10-12 12 16-25
v Screw 160M2.5x6.5 160M3.5%8 160M3.5x12
W | screw (shim) SM5x8.65XA
= Shim D11BS
3,/ Wrench (screw) WTO7IP WT15IP WT15IP
f’ Wrench (shim) WH35L
Insert
& Y oy &7 % =/
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A111 A113 A114 A115 A114 A153

System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

VB** holder (external) S-Clamping

SVJBR/L Kr: 93°

h ‘ a
g
s b
®
939
E L
Right hand style
Stock Dimensions [mm] Inserts
Article sk

R| L a b L h s e =
SVJBR/L1212F11 e o 12 12 80 12 16 27 VB**1102%*
SVJBR/L1616H11 ° [ 16 16 100 16 20 27 VB**1102**
SVJBR/L2020K11 e o 20 20 125 20 25 27 VB**1102%*
SVJBR/L2525M11 ° ° 25 25 150 25 32 27 VB**1102%*
SVJBR/L1616H16 e o 16 16 100 16 20 36 VB**1604**
SVJBR/L2020K16 L] L] 20 20 125 20 25 41 VB**1604**
SVJBR/L2525M16 e o 25 25 150 25 32 41 VB**1604**
SVJBR/L3225P16 ° ° 32 25 170 32 32 41 VB**1604**

® Ex stock © On demand
* With internal cooling
Spare parts
Insert VB**1102%* VB**1604**
h 12-25 16-32
v Screw I60M2.5%6.5 I60M3.5%12
W | screw (shim) SM5x8.65XA
e Shim V16BS
@~ | Wrench (screw) WTO7IP WT15IP
| Wrench (shim) WH35L
Insert
Finishing Medium Cut Roughing Castlron PCBN/PCD
A139 A140 A141 A141 A155
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A 240



External tool holders  G@@neral turni ng

VB** holder (external) S-Clamping

SVABR/L Kr:90°

h a
s
7 :
90°
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R|L a b L h s e =
SVABR/L1010F11 e o 10 10 80 10 VB**1102**
SVABR/L1616H16 e o 16 16 100 16 16.5 28 VB**1604**
SVABR/L2020K16 e o 20 20 125 20 20.5 28 VB**1604**
SVABR/L2525M16 e o 25 25 150 25 255 28 VB**1604**
® Ex stock © On demand
* With internal cooling
Spare parts
Insert VB**1102%* VB**1604**
h 10 16-32
v Screw I60M2.5x6.5 I60M3.5%12
Y | screw (shim) SM5x8.65XA
R Shim V16BS
@ | Wrench (screw) WTO7IP WT15IP
¢ | Wrench (shim) WH35L
Insert
= = = & e il
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A139 A140 A141 A141 A155
Grade selection A38 Technical info A445 Cutting data A324

System code A194
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Turning
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General turni NQ  External tool holders

VB** holder (external) S-Clamping

SVVBN Kr: 72°30'

N

Drilling

O

Technical
Information

Index

A242

h a
-)
=, A= b
4/;2"30'
€ L
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e L=
SVVBN1212F11 ° 12 12 80 12 6 27 VB**1102**
SVVBN1616H11 [] 16 16 100 16 8 27 VB**1102%*
SVVBN2020K11 ° 20 20 125 20 10 30 VB**1102%*
SVVBN1616H16 ° 16 16 100 16 8 33 VB**1604**
SVVBN2020K16 ° 20 20 125 20 10 33 VB**1604**
SVVBN2525M16 o 25 25 150 25 125 38 VB**1604**
® Ex stock o0 On demand
< With internal cooling
Spare parts
Insert VB**1102%* VB**1604**
h 12-25 16-32
v Screw 160M2.5x6.5 160M3.5x12
W | screw (shim) SM5x8.65XA
e Shim V16BS
& | Wrench (screw) WTO7IP WT15IP
f’ Wrench (shim) WH35L
Insert
== - . — i
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A139 A140 A141 A141 A155
System code A194 Grade selection A38 Technical info A445 Cutting data A324



External tool holders  G@@neral turni ng

VC** holder (external) S-Clamping

SVVCN Kr: 72°30'

Turning

o} = b
4/§2°30'
L
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e e
SVVCN1212F11 ° 12 12 80 12 6 27 VC**1103**
SVVCN1616H11 ] 16 16 100 16 8 27 VC**¥1103**
SVVCN2020K11 ° 20 20 125 20 10 30 VC**1103**
SVVCN1212M11 ° 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**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert VC**1103%* VC**1604%*
h 12-25 16-32
v Screw I60M2.5%6.5 I60M3.5%12
W | screw (shim) SM5x8.65XA
e Shim V16BSC
¢ | Wrench (screw) WTO7IP WT15IP
| Wrench (shim) WH35L
Insert
o o & -
Finishing Medium Cut Aluminium PCBN/PCD
A133 A136 A134 A156
System code A194 Grade selection A38 Technical info A445 Cutting data
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General turni NQ  External tool holders

VC** holder (external)

SVIJCR/L Kr:93°

S-Clamping

h ‘ a
7
s b
©
939
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R | L a b L h s e e
SVJCR/L1010E11 e O 10 10 70 10 12 22 VC**1103**
SVJCR/L1212F11 ° ° 12 12 80 12 16 27 VC**¥1103**
SVJCR/L1616H11 e o 16 16 100 16 20 27 VC**1103**
SVJCR/L2020K11 e o 20 20 125 20 25 27 VC**1103**
SVJCR/L2525M11 e o 25 25 150 25 32 27 VC**1103**
SVJCR/L1616H16 o o 16 16 100 16 20 36 VC**1604**
SVJCR/L2020K16 e o 20 20 125 20 25 41 VC**1604**
SVJCR/L2020M16 ° ° 20 20 150 20 25 41 VC**1604**
SVJCR/L2525M16 e o 25 25 150 20 32 41 VC**1604**
SVJCR/L3225P16 o O 32 25 170 32 32 41 VC**1604**
® Ex stock o0 On demand
< With internal cooling
Spare parts
Insert VC**1103** VC**1604%*
h 10-25 16-32
™ Screw I60M2.5%6.5 I60M3.5x12
W | screw (shim) SM5x8.65XA
el Shim V16BSC
& | Wrench (screw) WTO7IP WT15IP
f" Wrench (shim) WH35L
Insert
- o e -
Finishing Medium Cut Aluminium PCBN/PCD
A133 A136 A134 A156
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A244



External tool holders  G@@neral turni ng

SC** steel boring bar S-Clamping

SSBCR/L Kr: 75°

~'75
e L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R | L a b L h s e
SSBCR/L1212F09 o o 12 12 80 12 11 16 SC**Q9T3**
SSBCR/L1616H09 o o 16 16 100 16 13 16 SC**Q9T3**
SSBCR/L2020K12 20 20 125 20 17 25 SC*¥*1204**
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SC**Q9T3** SC**Q9T3** SC**1204**
h 12 16 20
¥ Screw 160M4x11X
v Screw 160M3.5x8 I60M3.5x8
W | screw (shim) SM5x8.65XA SM6xX10XA
B Shim S098S 51285
3?,9/ Wrench (screw) WT15IP WT15IP WT15IP
¢ | Wrench (shim) WH35L WHa0L
Insert
| g— 5 [, \] f
) o LW
=y = i =
Finishing Medium Cut Roughing Aluminium Cast Iron
A119 A120 A121 A121 A121
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

SC** steel boring bar S-Clamping

SSDCN Kr: 45°
h a
s
il @> b
450
e
L
Right hand style
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e
SSDCN1212F09 ° 12 12 80 12 6 15.5 SC**Q9T3**
SSDCN1616H09 ° 16 16 100 16 8 15.5 SC**09T3**
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert SC**Q9T3** SC**Q9T3**
h 12 16
W Screw I60M3.5%8 I60M3.5%8
W | screw (shim) SM5X8.65XA
B Shim S09BS
<& | Wrench (screw) WT15IP WT15IP
(' Wrench (shim) WH35L
Insert
| — ¥ A1 f i
-~ b b (&) W]
= = ' \
Finishing Medium Cut Roughing Aluminium Cast Iron
A119 A120 A121 A121 A121
A194 Grade selection A38 Technical info A445 Cutting data A324

System code

A246



External tool holders General turni ng

SC** steel boring bar S-Clamping

SSKCR/L Kr: 75°

Turning

Milling

N

Drilling

O

e 1
0 )
s| sd®@
£ 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 SC**Q9T3**
® Ex stock o On demand
> With internal cooling
Spare parts
Insert SC**Q9T3**
h 16
v Screw I60M3.5%8
w Screw (shim) SM5x8.65XA
B Shim S098BS
ﬁ/ Wrench (screw) WT15IP
¢ | Wrench (shim) WH35L
Insert
— 3 i A ] i
- 1._.._.* ol () g
==, [i==":] [i=— |
Finishing Medium Cut Roughing Aluminium Cast Iron
A119 A120 A121 A121 A121
A194 Grade selection A38 Technical info A445 Cutting data A324

System code
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General tu rning External tool holders

SC** steel boring bar S-Clamping

SSSCR/L Kr: 45°

h H a
s /@; b
& L
Right hand style
Stock Dimensions [mm] Inserts
Article sk | —
R | L a b L h s e
rem—
SSSCR/L1616H09 o o 16 16 100 16 17 17 SC**09T3**
SSSCR/L2020K12 e o 20 20 125 20 21 21 SC¥**1204**
® Ex stock o On demand
*< With internal cooling
Spare parts
Insert SC**Q9T3** SC**1204**
h 16 20
¥ Screw 160M4x11X
v Screw 160M3.5x12
Y | screw (shim) SM6x10XA
B Shim S12BS
9/ Wrench (screw) WT15IP WT15IP
¢ | Wrench (shim) WH4oL
Insert
% F % 7 —
a o ‘o ) o
= = ' \
Finishing Medium Cut Roughing Aluminium Cast Iron
A119 A120 A121 A121 A121
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A 248

-
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ZCC-CT



External tool holders  G@@neral turni ng

TC** holder (external) S-Clamping

STACR/L Kr:90°

h a
S,, o b
90°
£ L
Right hand style
Stock Dimensions [mm] Inserts
Article b .
R | L a b L h s e &
STACR/L1212F11 e o 12 12 80 12 12.5 14 TC**1102%*
® Ex stock 0 On demand
> With internal cooling
Spare parts
Insert TC**1102**
h 12
v Screw I60M2.5%6.5
3,/ Wrench (screw) WTO7IP
Insert
- N - a
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A125 A128 A130 A128 A154
Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

TC** holder (external) S-Clamping

STFCR/L Kr:91°

/

L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R | L a b L h s e &
STFCR/L1212F11 () ) 12 12 80 12 16 14 TC**1102%*
STFCR/L1616H11 ° [ 16 16 100 16 20 14 TC**1102%*
STFCR/L1616H16 e o 16 16 100 16 20 19 TC**16T3**
STFCR/L2020K16 ° ° 20 20 125 20 25 19 TC**16T3**
® Ex stock o0 On demand
*< With internal cooling
Spare parts
Insert TC**1102%* TC**16T3**
h 12-16 16-20

v Screw I60M3.5%12

W Screw I60M2.5%6.5

W | screw (shim) SM5X8.65XA

a Shim T168S

<& | Wrench (screw) WTO7IP WT15IP

f’ Wrench (shim) WH35L

Insert
' - @ - a
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A125 A127 A128 A130 A128 A154
A194 Grade selection A38 Technical info A445 Cutting data A324

System code

A250



External tool holders  G@@neral turni ng

TC** holder (external) S-Clamping

STGCR/L Kr:91°

h a
s b
(%)
917
= L
Right hand style
Stock Dimensions [mm] Inserts
Article b .
R | L a b L h s e &
STGCR/L0808D09 o o 8 8 60 8 10 11 TC**0902**
STGCR/L1010E09 e O 10 10 70 10 12 11 TC**0902**
STGCR/L1212F11 e o 12 12 80 12 16 14 TC**1102%*
STGCR/L1616H11 e o 16 16 100 16 20 16 TC**1102**
STGCR/L2020K16 e o 20 20 125 20 25 21 TC**16T3**
STGCR/L2525M16 e o 25 25 150 25 25 21 TC**16T3**
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert TC**0902** TC**1102%* TC**16T3**
h 8-10 12-16 20-25
v Screw I60M3.5x12
v Screw I60M2.2X5.5 I60M2.5%6.5
Y | screw (shim) SM5x8.65XA
= Shim T168S
\5./ Wrench (screw) WTO06IP WTO7IP WT15IP
¢ | Wrench (shim) WH35L
Insert
" f:‘.
= PN - -
= — -
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A125 A127 A128 A130 A128 A154
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

TC** holder (external) S-Clamping

STTCR/L Kr:60°

h a
s| b
©
607
£ L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R | L a b L h s e &
STTCR/L1616H11 e O 16 16 100 16 13 14 TC*¥*1102%*
STTCR/L1616H16 e o 16 16 100 16 13 19 TC**16T3**
STTCR/L2020K16 e o 20 20 125 20 17 19 TC**16T3**
® Ex stock o On demand
* With internal cooling
Spare parts
Insert TC**1102** TC**16T3**
h 16 16-20
" Screw I60M2.5%6.5
W Screw I60M3.5x12
w Screw (shim) SM5x8.65XA
A Shim T168S
$/ Wrench (screw) WTO7IP WT15IP
¢ | Wrench (shim) WH35L
Insert
A A A | A A A
r—— ——
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A125 A127 A128 A130 A128 A154
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A252
=20 -CT



External tool holders  G@@neral turni ng

WC** holder (external) S-Clamping

SWACR/L Kr:90°

h
| (o)
90/
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R | L a b L h s e I' .
SWACR/L1010E04 e O 10 10 70 10 10.5 10 WC**0402*%*
SWACR/L1212F04 ) o 12 12 80 12 12 14 WC**0402%*
SWACR/L1616H06 e o 16 16 100 16 16.5 20 WC**06T3**
SWACR/L2020K08 ° [ 20 20 125 20 20.5 24 WC**0804**
® Ex stock o0 On demand
*< With internal cooling
Spare parts
Insert WC**0402%* WC**06T3** WC**0804**
h 10-12 16 20
v Screw 160M2.5%6.5 160M3x7 160M3.5%12
3./ Wrench (screw) WTO7IP WT10IP WT15IP
Insert
8
Medium Cut
A142
A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

RC** holder (external) S-Clamping

SRDCN
h a
s| @ b
e
Dimensions [mm] Inserts
Article sl | Stock o o
' a b L h 3 e 1.'. \.’

SRDCN1616H08 o 16 16 100 16 8 16 RCGX0803MO RCMT0803MO
SRDCN2020K08 ° 20 20 125 20 10 16 RCGX0803MO RCMT0803MO
SRDCN2020K12 ° 20 20 125 20 10 35 RCGX1204MO RCMT1204MO
SRDCN2525M12 ° 25 25 150 25 125 35 RCGX1204MO RCMT1204MO
SRDCN3225P12 ° 32 25 170 32 12.5 35 RCGX1204MO RCMT1204MO
SRDCN2020K10 [ 20 20 125 20 10 25 RCMT10T3MO
SRDCN2525M10 ° 25 25 150 25 12.5 25 RCMT10T3MO

SRDCN3225P16 ° 32 25 170 32 125 35 RCMT1606MO

SRDCN3232P16 ° 32 32 170 32 16 40 RCMT1606MO

SRDCN4040S16 ° 40 40 250 40 20 50 RCMT1606MO

SRDCN4040S20 ° 40 40 250 40 20 50 RCMT2006MO

® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert RCGX0803MO RCGX1204MO RCMT10T3MO RCMT1606MO RCMT2006MO
h 16-20 20-32 20-25 32-40 40

- Screw 160M4x15X

v Screw 160M3x7 160M3.5x12 160M3.5%10 143M6x16
W | screw (shim) SM5X8.65XA SM6x10XA

& Shim R12BS R16BS

5,/ Wrench (screw) WT10IP WT15IP WT15IP WT15IP

)- Wrench (screw) WT25IT
¢ | Wrench (shim) WH35L WH40L

Insert
H-'_\-H.
Aluminium Cast Iron
A117 A117
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A254



External tool holders  G@@neral turni ng

RC** holder (external) S-Clamping
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SRGCR/L
h a
b
L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R L a b L h S
SRGCR/L1616H08 e o 16 16 100 16 20 RCGX0803MO-LH RCMT0803MO
SRGCR/L2020K12 [ o 20 20 125 20 27 RCGX1204MO RCMT1204MO
SRGCR/L2525M12 e O 25 25 150 25 32 RCGX1204MO RCMT1204MO
SRGCR/L1616H10 o o) 16 16 100 16 20 RCMT10T3MO
SRGCR/L2525M10 e O 25 25 100 25 32 RCMT10T3MO
SRGCR/L2020K10 [ o 20 20 125 20 25 RCMT10T3MO
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert RCGX0803MO-LH RCGX1204MO RCMT10T3MO
h 16 20-25 16-25

v Screw 160M3.5x10 160M3.5x12 160M3.5x10

W | screw (shim) SM5X8.65XA

<& Shim R12BS

gé,»/ Wrench (screw) WT15IP WT15IP WT15IP

(' Wrench (shim) WH35L

Insert
—
Aluminium Cast Iron
A117 A117
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A255
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General turni NQ  External tool holders

KNUX** holder

CKINR/L Kr:93°

C-Clamping

s b
o3’
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R L a b L h S e '_,‘-
CKJNL2525M16 ° 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
CKJNR4040R16 o 40 40 200 40 50 32 KNUX1604**R
® Ex stock 0 On demand
< With internal cooling
Spare parts
Insert KNUX1604**L KNUX1604**R
h 25-40 25-40
=1 Clamp ceL1T C6R1T
& | Dowelpin PO515 PO515
@ | Screw (clamp) CM6x25A CM6X25A
W | screw (shim) SM3x108 SM3x108
pc— Shim K16CCL
—— Shim K16CC
@ Spring (clamp) SPR1 SPR1
@ Spnng.(dowel SPR2 SPR2
pin)
f’ Wrench (clamp) WH40L WH40L
¢ | Wrench (shim) WH20L WH20L
Insert
_-’
Finishing
A98
A194 Grade selection A38 Technical info A445 Cutting data A324

System code

A256



External tool holders

General turning

KNUX** holder

CKNNR/L Kr:63°

C-Clamping

_ T
‘ a
\'&@ b
63° L
I
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R| L a b L h s =i
CKNNL2525M16 ° 25 25 150 25 143 KNUX1604**L
CKNNL3232P16 o 32 32 170 32 16.8 KNUX1604**L
CKNNR2525M16 ° 25 25 150 25 143 KNUX1604**R
CKNNR3232P16 o 32 32 170 32 16.8 KNUX1604**R
® Ex stock © On demand
* With internal cooling
Spare parts
Insert KNUX1604**L KNUX1604**R
h 25-32 25-32
=4 Clamp c6L1T C6R1T
& | Dowelpin PO515 P0515
f Screw (clamp) CM6x25A CM6x25A
W | Screw (shim) SM3x10B SM3x10B
— Shim K16CC
S Shim K16CCL
@ Spring (clamp) SPR1 SPR1
SPR2 SPR2
f’ Wrench (clamp) WH40L WH40L
¢ | Wrench (shim) WH20L WH20L
Insert
-"
Finishing
A98
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A257
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General turni NQ  External tool holders

CN** holder (external) C-Clamping

A

CCLNR/L Kr:95°

2 —— h a
= .
S .
: P ; b
\Y,
s
x| ?y
€ L
Right hand style
B Stock Dimensions [mm] Inserts
Article i
DR BN
- CCLNR/L2525M12 o o 25 20 100 25 27 36 CNGN1204** CNGN1207**
§ CCLNR/L2020K12 o o 20 20 125 20 27 32 CNGN1204** CNGN1207**
s CCLNR/L2525M16 o o 25 25 150 25 32 36 CNGN1604** CNGN1606**
CCLNR/L3225P16 o o 32 25 170 32 32 36 CNGN1604** CNGN1606**
® Ex stock © On demand
* With internal cooling
C Spare parts
Insert CNGN1204%* CNGN1207%* CNGN1604** CNGN1606**
h 20-25 20-25 25-32 25-32
~ Clamp CIRC CIRC C2RC C2RC
g
= é’ Screw (clamp) CM6x30B CM6x30B CM8x30B CM8x30B
@)
w Screw (shim) SM3x10B SM3x10B SM4x12B SM4x12B
o Shim C12CC-04 C12CC-07 C16CC-04 C16CC-06
D @ Spring SPR1 SPR1 SPR3 SPR3
f’ Wrench (clamp) WH40L WH40L WH50L WH50L
= ( Wrench (shim) WH20L WH20L WH30L WH30L
© O
g5
£E
o O Insert
= e
PCBN/PCD
E A157
x
9]
©
£
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A258 =



External tool holders  G@@neral turni ng

TN** holder (external)

CTINR/L Kr:93°

C-Clamping

- a
’ b
L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L a b L h s e
| Se—] [ Se—
CTJNR/L2020K16 o o 20 20 125 20 25 30 TNGN1604** TNGN1607**
CTJNR/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
~ Clamp CIRC CIRC
f Screw (clamp) CM6x30B CM6x30B
W | Screw (shim) SM3x10B SM3x10B
O Shim T16CC-04 T16CC-07
LY Spring SPR1 SPR1
¢ |Wrench (clamp) WH4oL WH4oL
¢ | Wrench (shim) WH20L WH20L
Insert
=
Medium Cut
A186
A194 Grade selection A38 Technical info A445 Cutting data A324

System code

A259

Turning

Milling

N

Drilling

O

Technical
Information

Index



General turni NQ  External tool holders

DN** holder (external) C-Clamping

A

CDJNR/L Kr:93°

2 . h a
‘E '
5
|_
S © b
93°
e
L
Right hand style
B Stock Dimensions [mm] Inserts
Article i
R | L a b L h s e y /
= CDJNR/L2525M15 e o 25 25 150 25 32 32 DNGN1504** DNGN1507**
é CDJNR/L3225P15 o o 32 25 170 32 32 32 DNGN1504** DNGN1507**
5 ® Ex stock o0 On demand
*< With internal cooling
Spare parts
Insert DNGN1504%* DNGN1507%**
C h 2532 2532
~ Clamp CIRC CIRC
f Screw (clamp) CM6x30B CM6x30B
o)}
£ ¥ | Screw (shim) SM3x10B SM3x10B
a
& Shim D15CC-04 D15CC-07
€ Spring SPR1 SPRI
D ¢ |Wrench (clamp) WHaoL WH4oL
¢ | Wrench (shim) WH20L WH20L
_ <
S .g Insert
£ g
d=
u S
QL2 —/
=
Medium Cut
A180
X
9]
©
£
System code A194 Grade selection A38 Technical info A445 Cutting data A324

A260



External tool holders  G@@neral turni ng

TN** holder (external) C-Clamping A

CTUNR/L Kr:93°

h a
s O b
037 €
£ L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L a b L h s e
| So— | So—ct!
CTUNR/L2020K16 o o 20 20 125 20 25 27 TNGN1604** TNGN1607**
CTUNR/L2525M16 o o 25 25 150 25 32 27 TNGN1604** TNGN1607**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert TNGN1604** TNGN1607**
h 20-25 20-25
~ Clamp CIRC CIRC
) Screw (clamp) CM6x30B CM6x30B
W | Screw (shim) SM3x10B SM3x10B
O Shim T16CC-04 T16CC-07
LY Spring SPRI SPR1
¢ |Wrench (clamp) WH4oL WH4oL
¢ | Wrench (shim) WH20L WH20L
Insert
===
Medium Cut
A186
System code A194 Grade selection A38 Technical info A445 Cutting data A324

< pas
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General turni NQ  External tool holders

SN** holder (external)

CSKNR/L Kr:75°

s

C-Clamping

© b
L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L a b L h s e
- _
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 o o 32 25 170 32 32 25 SNGN1204** SNGN1207**
CSKNR/L3225P15 o o 32 25 170 32 32 30 SNGN1507**
® Ex stock © On demand
*< With internal cooling
Spare parts
Insert SNGN1204** SNGN1207** SNGN1507%*
h 20-32 20-32 32

~ Clamp C1RC CIRC C2RC

f Screw (clamp) CM6x30B CM6x30B CM8x30B

w Screw (shim) SM3x10B SM3x10B SM4x12B

(= Shim $12CC-04 $12CC-07 $15CC-07

4 Spring SPR1 SPR1 SPR3

f’ Wrench (clamp) WH40L WH40L WH50L

¢ | Wrench (shim) WH20L WH20L WH30L

Insert
I -
Cast Iron PCBN/PCD
A76 A159
Grade selection A38 Technical info A445 Cutting data A324

System code

A262

A194



External tool holders  G@@neral turni ng

SN** holder (external)

CSRNR/L Kr:75°

C-Clamping

b
L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L a b L h s e
- -
CSRNR/L2525M12 e o 25 20 100 25 27 32 SNGN1204** SNGN1207**
CSRNR/L2020K12 o o 20 20 125 20 22 32 SNGN1204** SNGN1207**
CSRNR/L3225P12 e o 32 25 170 32 27 32 SNGN1204** SNGN1207**
CSRNR/L3225P15 o o 32 25 170 32 32 40 SNGN1507**
CSRNR/L4040R15 o o 40 40 200 40 43 40 SNGN1507**
® Ex stock o On demand
> With internal cooling
Spare parts
Insert SNGN1204** SNGN1207** SNGN1507**
h 20-32 20-32 32-40

~ Clamp CIRC CIRC C2RC

&2 | screw (clamp) CM6x308B CM6x308B CM8x308B

w Screw (shim) SM3x10B SM3x108B SM4x128B

[ Shim $12CC-04 $12CC-07 $15CC-07

€ Spring SPR1 SPR1 SPR3

¢ | Wrench (clamp) WH40L WH40L WH50L

¢ | Wrench (shim) WH20L WH20L WH30L

Insert
I -
Cast Iron PCBN/PCD
A76 A159
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

A RN** holder (external) C-Clamping
CRDNN
g‘ h a
c
: o
|_ n
s
—+—(J©» b
e
L
B Dimensions [mm] Inserts
Article sz | Stock
a b L h s e
= CRDNN2020K12 o 20 20 125 20 10 32 RNGN1204** RNGN1207**
§ CRDNN2525M12 [ 25 25 150 25 12.5 32 RNGN1204** RNGN1207**
§ CRDNN3225P12 ° 32 25 170 32 12.5 32 RNGN1204** RNGN1207**
CRDNN3232P15 o 32 32 170 32 17.5 40 RNGN1507**
CRDNN4040R15 o 40 40 200 40 20 40 RNGN1507**
® Ex stock o On demand
> With internal cooling
Spare parts
Insert RNGN1204%* RNGN1207%** RNGN1507%*
h 20-32 20-32 32-40
=) ~ Clamp CIRC CIRC C2RC
@) &2 | screw (clamp) CM6x30B CM6x30B CM8x30B
w Screw (shim) SM3x108B SM3x108B SM4x128
(7] Shim R12CC-04 R12CC-07 R15CC-07
D € Spring SPR1 SPR1 SPR3
¢ | Wrench (clamp) WH40L WH40L WH50L
_ <
S .2 ¢ | Wrench (shim) WH20L WH20L WH30L
E (3]
< £
o O
= e
- Insert
E PCBN/PCD
A161
x
9]
©
£
A194 Grade selection A38 Technical info A445 Cutting data A324

System code

A264



External tool holders  G@@neral turni ng

SN** holder (external)

CSDNN Kr: 45°

C-Clamping

h
s
TKIe:
45 9
e
L
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e
_— _—
CSDNN2020K12 ] 20 20 125 20 10 35 SNGN1204** SNGN1207**
CSDNN2525M12 [] 25 25 150 25 125 30 SNGN1204** SNGN1207%*
CSDNN3225P12 ° 32 25 170 32 12.5 35 SNGN1204** SNGN1207**
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SNGN1204** SNGN1207**
h 20-32 20-32
~ Clamp CIRC CIRC
&2 | screw (clamp) CM6x308 CM6x308
W | screw (shim) SM3x108 SM3x10B
[ Shim $12CC-04 $12CC-07
€ Spring SPRI SPRI
| Wrench (clamp) WHa0L WH4oL
¢ | Wrench (shim) WH20L WH20L
Insert
I -
Cast Iron PCBN/PCD
A76 A159
Grade selection A38 Technical info A445 Cutting data A324

System code A194
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General turni NQ  External tool holders

CN** holder (external) J-Clamping

JCLNR/L Kr: 95°

h a
s b
Y|
95¢
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk A
' R | L a b L h s e \ i
-
JCLNR/L2020K12 o o 20 20 125 20 29 32 CNGX1207**
JCLNR/L2525M12 o o 25 25 150 25 32 32 CNGX1207**
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert CNGX1207**
h 20-25
1N Clamp C1RJ
f Screw (clamp) CM6x30B
W | Screw (shim) SM3x10B
< Shim C12¢C-07
€ Spring SPR1
f’ Wrench (clamp) WH40L
( Wrench (shim) WH20L
Insert
-
Medium Cut
A178
A194 Grade selection A38 Technical info A445 Cutting data A324

System code

A266



External tool holders  G@@neral turni ng

DN** holder (external) J-Clamping

JDJNR/L Kr:93°

h a
s b
D
L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
' R | L a b L h s e \ /
JDJNR/L2525M15 e O 25 25 150 25 32 38 DNGX1507**
JDJNR/L3225P15 o o 32 25 170 32 32 38 DNGX1507%*
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert DNGX1507%*
h 25-32
XN Clamp C1RJ
f Screw (clamp) CM6x30B
W | Screw (shim) SM3x10B
V- 4 Shim D15CC-07
LY Spring SPRI
( Wrench (clamp) WH40L
(' Wrench (shim) WH20L
Insert
o/
Medium Cut
A181
System code A194 Grade selection A38 Technical info A445 Cutting data A324
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General turni NQ  External tool holders

SN** holder (external)

JSDNN

o

Kr: 45°

J-Clamping

A

_

45
e
L
Dimensions [mm] Inserts
Article sz | Stock =
' a b L h s e \5'
[
JSDNN2020K12 o 20 20 125 20 10 40 SNGX1207**
JSDNN2525M12 o 25 25 150 25 125 40 SNGX1207**
JSDNN3225P12 o 32 25 170 32 125 40 SNGX1207**
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert SNGX1207%*
h 20-32
Lan] Clamp C1RJ
#’ Screw (clamp) CM6x30B
W | screw (shim) SM3x108
n Shim $12CC-07
€ Spring SPR1
( Wrench (clamp) WH40L
¢ | Wrench (shim) WH20L
Insert
My
| SN
[
Medium Cut
A183
Grade selection A38 Technical info A445 Cutting data A324

System code

A268

A194



External tool holders  G@@neral turni ng
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General tu rning ISO code - external tool holders — Swiss turning

N L

4 5

25 25 M

6

7 8

12 S C

9 10 11

Clamping system

Insert shape

Tool holder type and entering angle

Code Description

P Knee lever
clamping

M Multi clamping

S Screw clamping

C Top clamping

D Double clamping

BhEELD

éD 066

72%

Q;Em
A
E 90°

F
95°

95°
L

g

B

107°30'

]
Q
©
=

90

107°30’

7F

'R
N
A E
B

anij?

90

@

Cg7,§

X
1 2 3
Clearance angle Cutting direction Shank height h [mm] Shank width b [mm]
] S L5 TN :
5° -7 R
Code ‘ h Code b
12 12 12 12
I? 16 16 16 16
o N w— —
15° 20° i 20 20 20 20
25 25 25 25
32 32 32 32
A ? 40 40 40 40
N ~=0° P “11° LN 50 50 50 50
N
4 5 6 7

A270




ISO code - external tool holders — Swiss turning General turni ng

Holder length L [mm]

Cutting edge length | [mm]

L Insert shape
=i Qo Olal&]4Q
(mm] g Q d | [ - I
C°de‘ L C D R S T v W
H 100 556 09
K 125 635 06 07 1
M 150 9.525 09 1 09 09 16 16 06
) 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

A271

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

General tu rning External tool holders — Swiss turning

CC** holder S-Clamping

SCACR/L-SC Kr:90°

5
® i
90°
/ e L1
L ]
Stock Dimensions [mm] Inserts
Article sk
"IRIL] a | bl L] hln] s L e | ™ E
SCACR/L1212M09-SC X e ° 12 12 150 12 17 12 15 25 M8X1 0.14 CC**Q9T3**
SCACR/L1616H09-SC K e e 16 16 100 16 21 16 15 28  M8X1  0.21 CC**Q9T3**
® Ex stock o0 On demand
*< With internal cooling
Spare parts
Insert CC**Q9T3**
h 12-16
W Screw I60M3.5%8
v Wrench WT15IP
Insert
J = ] 3 — ~
~ ) o) 2} . 69
= Vi B
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A102 A106 A107 A108 A107 A152
System code A270 Grade selection A38 Technical info A445 Cutting data A324

A272



External tool holders — Swiss turning General tu rning

CC** holder

S-Clamping

SCLCR/L-SC Kr: 95°

h1 h
-
s
Stock Dimensions [mm] Inserts
Article sk ;
"IRIL] a | b L] hn] s L] e | ™ E
SCLCR/L1010F06-S e o 10 10 80 10 10 10 0.06 CC**0602**
SCLCR/L1212F09-SC K e e 12 12 80 12 17 12 15 25  M8X1  0.07 CC**Q9T3**
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert CC**0602** CC**Q9T3**
h 10 12
v Screw 160M2.5x6.5 160M3.5%8
v d Wrench WTO7IP WT15IP
Insert
J ] 7 — ~
~ @ ) &) o/ €9
=5 N by
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A102 A106 A107 A108 A107 A152
A270 Grade selection A38 Technical info A445 Cutting data A324

System code

e

ZCC-C
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General tu rning External tool holders — Swiss turning

DC** holder S-Clamping

SDACR/L-SC Kr:90°

A

.f90°
e L1 |
L
Stock Dimensions [mm] Inserts
Article sk
CIR{Lla b L hh ] s L]e | M Sy
SDACR/L1212M07-SC K o ° 12 12 150 12 17 12 15 25 M8X1 0.15 DC**0702**
SDACR/L1616K11-SC B 3 [ 16 16 125 16 21 16 15 30 Ms8X1 0.21 DC**11T3**
SDACR/L1212M11-SC oe e 12 12 150 12 17 12 15 30 M8X1 0.14 DC**11T3**
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert DC*¥0702** DC**11T3%**
h 12 12-16
" Screw I60M2.5%6.5 I60M3.5%8
y/ Wrench WTO7IP WT15IP
Insert
oy & @y o/ &/ -/
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A111 A113 A114 A114 A114 A153
A270 Grade selection A38 Technical info A445 Cutting data A324

System code

A274

-

ZCC-C



External tool holders — Swiss turning General tu rning

DC** holder S-Clamping

SDHCR/L-SC Kr: 107°30'

hilp da
Y 9
ﬂ S a)
107°30’ L]
£ L
Dimensions [mm] Inserts
Article sz | Stock
‘ a b L h h, s L e M ;
SDHCR/L2020K11-SC £ ° 20 20 125 20 25 20 15 30 M8X1 035 DC**11T3**
SDHCR/L2525M11-SC £ ° 25 25 150 25 30 25 15 35 MS8X1 0.66 DC**1173**
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert DC**11T3**
h 20-25
W Screw I60M3.5%8
v d Wrench WT15IP
Insert
_oy Y, vy a7 e/ oy,
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A111 A113 A114 A114 Al114 A153
A270 Grade selection A38 Technical info A445 Cutting data A324

System code

-
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General tu rning External tool holders — Swiss turning

DC** holder S-Clamping

SDJCR/L-SC Kr:93°

h1h

L1

Stock Dimensions [mm] Inserts
Article sk
CIR{Lla b L hh ] s L]e | M Sy
SDJCR/L1212H07-SC X e ° 12 12 100 12 17 12 15 25 M8X1 0.1 DC**0702**
SDJCR/L1212H11-SC e ° 12 12 100 12 17 12 15 30 M8X1 0.1 DC**1173**
SDJCR/L1616K11-SC o e e 16 16 125 16 21 16 15 30 M8X1  0.21 DC**11T3**
® Ex stock o On demand
* With internal cooling
Spare parts
Insert DC**0702%* DC**11T3%*
h 12 12-16
" Screw I60M2.5%6.5 I60M3.5%8
y/ Wrench WTO7IP WT15IP
Insert
& = &y Z &7 ~/
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A111 A113 A114 A114 A114 A153
Grade selection A38 Technical info A445 Cutting data A324

System code A270

A276

o

O -CT



External tool holders — Swiss turning General tu rning

DC** holder S-Clamping

SDNCN-SC Kr: 62°30'

M
S [l 3
62°30’
= N

@ s
L
Dimensions [mm] Inserts
Article sz | Stock
‘ a b L h h, s L e M g
SDNCN1212M11-SC £ ° 12 12 150 12 17 6 15 30 M8X1 0.14 DC**11T3**
® Ex stock 0 On demand
> With internal cooling
Spare parts
Insert DC**11T73**
h 12
v Screw I60M3*10
L v Wrench WT15IP
Insert
& & ay &7 &/ -/
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A111 A113 A114 A114 A114 A153
System code A270 Grade selection A38 Technical info A445 Cutting data A324
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General turning

External tool holders — Swiss turning

VC** holder S-Clamping

SVACR/L-SC Kr: 90°

L.}
L
Stock Dimensions [mm] Inserts
Article sk
R L a b L h h, S L, e M T
SVACR/L1212H11-SC X e ° 12 12 100 12 17 12 15 30 M8X1 0.1 VC**1103**
® Ex stock 0 On demand
> With internal cooling
Spare parts
Insert VC**1103**
h 12
W Screw I60M2.5x6.5
L v Wrench WTO7IP
Insert
Finishing Aluminium
A133 A134
System code A270 Grade selection A38 Technical info A445 Cutting data A324

A278

-

230

ZC0C



External tool holders — Swiss turning General tu rning

VC** holder S-Clamping

SVJCR/L-SC Kr: 93°

HELE

L
Stock Dimensions [mm] Inserts
Article s
R L a b L h h; s L, e M S
SVJCR/LO808H11-S e o 8 8 100 8 8 22 0.044 VC**1103**
SVJCR/L1212H11-SC B ° 12 12 100 12 17 12 15 30 M8X1 0.095 VC**¥1103**
SVJCR/L1616K11-SC e e 16 16 125 16 21 16 15 30 M8X1 0.2 VC**1103**
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert VC**1103**
h 8-16
v Screw I60M2.5%6.5
- Wrench WTO7IP
Insert
~e— ~=—
Finishing Aluminium
A133 A134
A270 Grade selection A38 Technical info A445 Cutting data A324

System code

e

ZCC-C
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General tu rning Boring bars overview

Boring bars

Application Workpiece
Longitudinal Facing Undercut | Contouring Profiling Stable Unstable
turning
Boring bar Page
F e =
PDSNR/L
. ° ° ° ° ° A286
62°30
PCLNR/L
o (] (] [ (] A284
95
PDUNR/L
o [ [ J [ ([ [ A287
93
P PSKNR/L
([ { A289
75°
PTFNR/L
o [ ] A290
91
PWLNR/L
. ° ° ° A291
95
SCFCR/L
[ { [ A310
90°
SCLCR/L
. ° ° ° A293
95
SCLPR/L
o [ [ J [ J [ A306
95
SDQCR/L
, ([ [ J ([ o [ A295
107°30
SDQPR/L
S om At [ [ J [ ] [ A307
107°30
SDUCR/L
[ [ J ([ [ J [ A296
93°
SDUPR/L
([ [ J { [ A308
93°
SDZCR/L
. ° ° A297
95
SSKCR/L
[ [ J A298
75°

A280

® Recommended



Boring bars overview General turning

Boring bars

Application Workpiece
LOnQit':Jdi"al Facing Undercut Contouring Profiling Stable Unstable
turning
Boring bar m m Page
pEEE = c=0
STFCR/L
° ° A300
91°
STUPR/L (/
_ ° ° A309
93° @/
SVQBR/L
. ° ° ° ° ° A304
107°30 -
S SVQCR/L
; ° ° ° A302
107°30" »
SVUBR/L
g ° ° ° ° ° A305
93° G’é
SVUCR/L
. ° ° ° ° ° A303
930 %
SCLPR/L g
. W ° ° ° ° A313
95
SDQPR/L =
] ° ° ° ° ° A315
107°30" M
SDUPR/L ’,..-“
c :
S 93° \ ’:/ ° ° ° A316
"é 5
2 | STUPRL -
5 ' ° ° ° A318
c 93°
<
SVQCR/L (/
° ° ° ° ° A321
107°30' \/ 3
SVUCR/L \//ﬁf
93° V ° ° ° ° ° A322

® Recommended
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General tu rning ISO code - boring bars

S 16 R - S D U C R 07

1 2 3 4 5 6 7 8 9
Shank type Shank diameter d [mm] Length L [mm] Clamping system
Code Description > al. Code Description
A Steel shank (IC) L
C Solid carbide shank Code ‘ L P Knee lever E}
clamping
E Solid carbide shank (IC) Code d H 100
S Steel shank 16 16 K 125
X Special application 20 20 M 150
S Screw clamping
25 25 N 160
32 32 Q 180
40 40 R 200
50 50 S 250
T 300
U 350
Vv 400
1 2 3 4
Insert shape Tool holder type and entering angle
00° 91°
c <> i 9@ 75?@ D 4@ 6;& ;SD
R O s A B C D E F G
75° 95° °30'
93° 50° 63°
107°30’ 95°
T Vv
H J K L M N (0}
o 107°30' 90° o
T " O
P Q R S T U \'
Eﬁo" 120°
w X
5 6

N
s <



ISO code - boring bars General turning

Clearance angle Cutting direction Cutting edge length | [mm]
Insert shape
R QB A& Q
> 7 (mm] g Q d | [ = E
C D R S T Vv w
L 5.56 09
D L E JL = 6.35 06 07 n
15° 20
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
N - P L - 19.05 19 19 19 33
e ! R 254 25 25 25 44
32 32
7 8 9

<
< s
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General turning soring bars

CN** steel boring bar

PCLNR/L Kr:95°

P-Clamping

T =
L od
Right hand style
Stock Dimensions [mm] Inserts
rticle 8 RIL| ed | L h s e | D 9 &I
S16M-PCLNR/L09 o o 16 150 15 11 28 20 =12 CN**0903**
S16R-PCLNR/L09 e o 16 200 15 11 28 20 -12 CN**0903**
$20Q-PCLNR/L09 e o 20 180 18 13 31 25 -11 CN**0903**
S$20S-PCLNR/L09 e o 20 250 18 13 31 25 -1 CN**0903**
S$25Q-PCLNR/L09 e o 25 180 23 17 35 32 -10 CN**0903**
S25T-PCLNR/L0O9 e © 25 300 23 17 35 32 -10 CN**¥0903**
S$25Q-PCLNR/L12 e o 25 180 23 17 40 32 -12 CN**1204**
S25T-PCLNR/L12 e o 25 300 23 17 40 32 -12 CN**1204**
S32R-PCLNR/L12 o o 32 200 30 22 50 44 -10 CN**1204**
S32U-PCLNR/L12 e o 32 350 30 22 50 44 -10 CN**1204**
S40S-PCLNR/L12 e o 40 250 37 27 55 54 -10 CN**1204**
S40V-PCLNR/L12 e o 40 400 37 27 55 54 -10 CN**1204**
S50S-PCLNR/L12 o o 50 250 47 35 56 63 -10 CN**1204**
S50W-PCLNR/L12 e o 50 450 47 35 56 63 -10 CN**1204**
A25R-PCLNR/L12 ko e e 25 200 24 17 40 32 -12 CN**1204**
A32S-PCLNR/L12 K e e 32 250 31 22 50 44 -10 CN**1204**
S50S-PCLNR/L19 e O 50 250 47 35 63 63 -10 CN**1906**
S50W-PCLNR/L19 e o 50 450 47 35 63 63 -10 CN**1906**
® Ex stock 0 On demand
> With internal cooling

System code A282 Grade selection A38 Technical info A445 Cutting data A324

A284

o

2T

a

e

c



General turning

Boring bars
CN** steel boring bar
Spare parts
Insert CN**0903** CN**1204** CN**1204** CN**1906**
od 16-25 25 32-50 50
B | Kneelever L3C L4A L4A L6
o Screw LEM6x13.4A LEM6x13.4A
g Screw LEM10x27
@‘ Screw LEM5x9B
[ @ | Shim C19AP
— Shim C12APB
B | shim pin (shim) SP4 sP6
‘ul Wrench WH20L WH25L WH25L WH40L
Insert
5] - -~ e -
Finishing Wiper Medium Cut Roughing Cast Iron PCBN/PCD
A43 A43 A44 A51 A51 A146
Grade selection A38 Technical info A445 Cutting data A324
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General turning soring bars

DN** steel boring bar

PDSNR/L Kr:62°30'

P-Clamping

f
WA,
230]_Te od
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
"IRIL|ed | L | n s e f | D | © Ay
S32R-PDSNR/L15-3 o o 32 200 30 22 45 8.5 40 -1 DN**1504**
S32U-PDSNR/L15-3 o o 32 350 30 22 45 8.5 40 -1 DN**1504%*
S40S-PDSNR/L15-3 o o 40 250 37 27 43 9.4 50 -11 DN**1504**
S40V-PDSNR/L15-3 ° 40 400 37 27 43 9.4 50 -1 DN**1504**
A32S-PDSNR/L15-3 ® o o 32 250 31 22 45 8.5 40 -1 DN**1504%*
S32R-PDSNR/L15 e e 32 200 30 22 45 8.5 40 -1 DN**1506%*
S32U-PDSNR/L15 e e 32 350 30 22 45 8.5 40 -1 DN**1506**
S40S-PDSNR/L15 o o 40 250 37 27 43 9.4 50 -1 DN**1506%*
S40V-PDSNR/L15 o o 40 400 37 27 43 9.4 50 -1 DN**1506**
A32S-PDSNR/L15 K e e 32 250 31 22 45 8.5 40 -1 DN**1506**
® Ex stock o0 On demand
< With internal cooling
Spare parts
Insert DN**1504%* DN**1506%*
od 32-40 32-40
b Knee lever L4 L4B
o Screw LEM8x21 LEM8x21
—_— Shim D15AP D15AP
B | shim pin (shim) SP4 SP4
| Wrench WH30L WH30L
Insert
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A53 A54 A58 A59 A147
System code A282 Grade selection A38 Technical info A445 Cutting data A324



soringbars  General turning

DN** steel boring bar

PDUNR/L Kr:93°

P-Clamping

Right hand style
Stock Dimensions [mm] Inserts
Article %
"IRIL|ed| L | n s e | Dy | © Ay
S$20Q-PDUNR/L11 e o 20 180 18 13 30 25 =& DN**1104%*
S$20S-PDUNR/L11 [ [ 20 250 18 13 30 25 -16 DN**1104**
S$25Q-PDUNR/L11 e o 25 180 23 17 35 32 -13 DN**1104**
S25T-PDUNR/L11 ° ° 25 300 23 17 35 32 -13 DN**1104%**
S32R-PDUNR/L11 [ ° 32 200 30 22 40 40 -16 DN**1104%*
S32U-PDUNR/L11 e o 32 350 30 22 40 40 -16 DN**1104**
S32R-PDUNR/L15-3 e o 32 200 30 22 50 40 -16 DN**1504**
S32U-PDUNR/L15-3 ° ° 32 350 30 22 50 40 -16 DN**1504%**
S40S-PDUNR/L15-3 o o 40 250 37 27 50 50 -1 DN**1504%*
S40V-PDUNR/L15-3 [ ° 40 400 37 27 50 50 -1 DN**1504**
A32S-PDUNR/L15-3 e e 32 250 31 22 50 40 -16 DN**1504**
S32R-PDUNR/L15 ° ° 32 200 30 22 50 40 -16 DN**1506**
S32U-PDUNR/L15 ° ° 32 350 30 22 50 40 -16 DN**1506**
S40S-PDUNR/L15 o o 40 250 37 27 50 50 -1 DN**1506%**
S40V-PDUNR/L15 e o 40 400 37 27 50 50 =11 DN**1506**
A32S-PDUNR/L15 e ° 32 250 31 22 50 40 -16 DN**1506**
® Ex stock 0 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 L4B
g Screw LEM5x128B LEM6x17
g Screw LEM8x21 LEM8x21
-_— Shim D11AP D15AP D15AP
B | shim pin (shim) sP3 P4 SP4
f’ Wrench WH20L WH25L WH30L WH30L
System code A282 Grade selection A38 Technical info A445 Cutting data A324
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General turning soring bars

DN** steel boring bar

Insert
vy RV, -/ - / -/
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A53 A54 A58 A59 A147

A282 Grade selection A38 Technical info A445

System code

A288

Cutting data

A324



soringbars  General turning

SN** steel boring bar

PSKNR/L Kr:75°

P-Clamping

Right hand style
Stock Dimensions [mm] Inserts
Article %
"IRiL|led | L | h | s | e |Dw ® E - i
S25Q-PSKNR/L12 ] ° 25 180 23 17 42 32 -12 SN**1204**
S25T-PSKNR/L12 [ ° 25 300 23 17 42 32 -12 SN*¥1204**
S32R-PSKNR/L12 o o 32 200 30 22 45 44 -10 SN**1204%*
S32U-PSKNR/L12 ° ° 32 350 30 22 45 44 -10 SN*¥1204**
S40S-PSKNR/L12 o o 40 250 37 27 50 54 /(0] SN**1204%*
S40V-PSKNR/L12 [ [ 40 400 37 27 50 54 -10 SN**1204**
A25R-PSKNR/L12 S e e 25 200 24 17 42 32 -12 SN**1204%*
A32S-PSKNR/L12 e ° 32 250 31 22 50 44 -12 SN*¥1204**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert SN#*¥1204** SN*#1204%*
od 25 32-40

b Knee lever L4A L4
o Screw LEM6x13.4A
@¢ Screw LEM8x21

Shim S12APB

B | shim pin (shim) P4
¢ | Wrench WH25L WH30L
Insert
[Tr—— PP —— T T
gai - icm - o l
=3 ]
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A64 A67 A73 A148

System code A282 Grade selection A38 Technical info A445 Cutting data A324
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General turning soring bars

TN** steel boring bar  P-Clamping

PTFNR/L Kr:90°

o
£
c
5
|_
Right hand style
B Stock Dimensions [mm] Inserts
Article %
' R | L od L h s e Dinin 0
= S16M-PTFNR/L11 o o 16 150 15 1 28 20 -14 TN**1103%*
§ S16R-PTFNR/L11 ° ° 16 200 15 11 28 20 -14 TN**1103**
s S20Q-PTFNR/L11 e O 20 180 18 13 31 25 -12 TN**1103%*
S20S-PTFNR/L11 ° ° 20 250 18 13 31 25 -12 TN**1103%*
S25Q-PTFNR/L11 o o 25 180 23 17 35 32 -10 TN**¥1103**
S25T-PTFNR/L11 ° ° 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 ° ° 25 300 23 17 42 32 -12 TN**1604**
S32R-PTFNR/L16 ° o 32 200 30 22 50 44 -10 TN**1604**
S32U-PTFNR/L16 ° ° 32 350 30 22 50 44 -10 TN**1604**
S40S-PTFNR/L16 o o 40 250 37 27 55 54 -10 TN**1604**
g S40V-PTFNR/L16 ° ° 40 400 37 27 55 54 -10 TN**1604**
= A25R-PTFNR/L16 %k e o 25 200 24 17 40 32 -12 TN**1604%*
a A32S-PTFNR/L16 ke ° 32 250 31 22 50 44 -10 TN**1604%*
® Ex stock 0 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
c
© O
2 = @\ﬁ Screw LEM5x9B LEM5x12B LEM6X17
£ E
U 5 .
2 = — Shim T16APB
B | shim pin (shim) sP3
il Wrench WH20L WH20L WH25L
Insert
'.ﬂ. &
3 £ XN - -
= ] =] — B
£ Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A78 A80 A83 A86 A149
System code A282 Grade selection A38 Technical info A445 Cutting data A324

£
A290 M

O -CT



soringbars  General turning

WN** steel boring bar P-Clamping

PWLNR/L Kr: 95°

s lof o ) [ \ )
o od ol
| L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R|L | aod | L h s e | Dwn| © A
S16M-PWLNR/L06 e o 16 150 15 11 25 20 =113} WN**0604**
S16R-PWLNR/L06 e O 16 200 15 " 25 20 -13 WN**0604**
$20Q-PWLNR/L06 e e 20 180 18 13 35 25 -13 WN**0604**
$20S-PWLNR/L06 e O 20 250 18 13 35 25 -13 WN**0604**
$25Q-PWLNR/L06 e e 25 180 23 17 35 320013 WN**0604**
S25T-PWLNR/LO6 e o 25 300 23 17 35 32 13 WN**0604**
$20Q-PWLNR/L08 e e 20 180 18 13 32 25 -13 WN**0804**
S$20S-PWLNR/L08 e O 20 250 18 13 32 25 -13 WN**0804**
$25Q-PWLNR/L0O8 o o 25 180 23 17 45 32 -13 WN**0804**
S25T-PWLNR/LO8 o o 25 300 23 17 45 32 -13 WN**0804**
S32R-PWLNR/LO8 e e 32 200 30 22 50 40 -15 WN**0804**
S32U-PWLNR/LO8 e o 32 350 30 22 50 40 -15 WN**0804**
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert WN**0604** WN#**0804** WN#**0804**
od 16-25 20-25 32
B2 | Kneelever 138 L4A L4
o Screw LEM6X13.4A
P | scew LEM5X128
g Screw LEM8X21
- — Shim WO8AP
. Shim pin (shim) SP4
| Wrench WH20L WH25L WH30L
System code A282 Grade selection A38 Technical info A445 Cutting data A324

~
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General turning soring bars

WN** steel boring bar

Insert
A & & & =& -
Finishing Wiper Medium Cut Roughing Cast Iron PCBN/PCD
A92 A93 A95 A96 A96 A151
Technical info A445 Cutting data A324

System code

A292

A282

Grade selection A38



soringbars  General turning

CC** steel boring bar S-Clamping

SCLCR/L Kr:95°

Right hand style
Stock Dimensions [mm] Inserts
Article sl m
R| L | ed L h s e Dinin 0 E
S08K-SCLCR/L06 e o 8 125 7 5 14 10 =19 CC**0602**
S10K-SCLCR/L06 e o 10 125 5 14 10 -15 CC**0602**
S10M-SCLCR/L06 e o 10 150 9 6 14 12 -13 CC**0602**
S$12M-SCLCR/L06 e o 12 150 11 9 25 16 -10 CC**0602**
AO8F-SCLCR/L06 o e e 8 80 7.5 5 14 10 =19 CC**0602**
A10H-SCLCR/L06 K e e 10 100 9.5 6 14 12 -13 CC**0602**
A12K-SCLCR/L06 oe e 12 125 115 9 25 16 -10 CC**0602**
S$12M-SCLCR/L09 e o 12 150 11 9 25 16 -10 CC**Q9T3**
S16M-SCLCR/L09 e o 16 150 15 11 325 20 -12 CC**Q9T3**
S16R-SCLCR/L09 e o 16 200 15 1 325 20 -12 CC**09T3**
$20Q-SCLCR/L09 e o 20 180 18 13 38 25 -8 CC**09T3**
$20S-SCLCR/L09 e o 20 250 18 13 38 25 -8 CC**Q9T3**
$25Q-SCLCR/L09 e o 25 180 23 17 45 32 -6 CC**Q9T3**
S25T-SCLCR/LO9 e o 25 300 23 17 45 32 -6 CC**09T3**
A12K-SCLCR/L09 ke e 12 125 115 9 25 16 -10 CC**09T3**
A16M-SCLCR/LO9 K e e 16 150 155 11 325 20 -12 CC**Q9T3**
A20Q-SCLCR/L09 oe e 20 180 19 13 38 25 -8 CC**Q9T3**
A25R-SCLCR/L09 ko e e 25 200 24 17 45 32 -6 CC**Q9T3**
$25Q-SCLCR/L12 e o 25 180 23 17 45 32 -6 CC**1204**
S$25T-SCLCR/L12 e o 25 300 23 17 45 32 -6 CC**1204**
S32R-SCLCR/L12 e o 32 200 30 22 50 40 -10 CC*¥*1204**
S32U-SCLCR/L12 e o 32 350 30 22 50 40 -10 CC*¥*1204**
S$40S-SCLCR/L12 o o 40 250 37 27 60 50 -8 CC**1204**
S40V-SCLCR/L12 e o 40 400 37 27 60 50 -8 CC*¥*1204**
A25R-SCLCR/L12 K e e 25 200 24 17 45 32 -6 CC**1204**
A32S-SCLCR/L12 oe e 32 250 31 22 50 40 -10 CC*¥*1204**
® Ex stock o On demand
* With internal cooling
System code A282 Grade selection A38 Technical info A445 Cutting data A324
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General turning soring bars

CC** steel boring bar

Spare parts
Insert CC**0602** CC**09T3** CC**Q9T3** CC*%1204%* CC*%1204%*
od 8-12 12-20 25 25 32-40
v Screw 160M2.5x5.5 160M3.5%8 160M3.5x10
9 Screw 160M4x11X 160M4x11X
W | screw (shim) SM6x10XA
[ = Shim C12BS
3,/ Wrench (screw) WTO7IP WT15IP WT15IP WT15IP WT15IP
( Wrench (shim) WH40L
Insert
] F » ~
) ] ) Q] Y. 6
== P e
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A102 A106 A107 A108 A107 A152
System code A282 Grade selection A38 Technical info A445 Cutting data A324

A294



soringbars  General turning

DC** steel boring bar

SDQCR/L Kr:107°30'

S-Clamping

Right hand style
Stock Dimensions [mm] Inserts
Article %

"IR|L|ed | L | h| s | e |Dum| © 4
S10M-SDQCR/L07 e o 10 150 9 7 20 13 -8 DC**0702**
S12M-SDQCR/L07 e o 12 150 1 9 22 16 -8 DC**0702*%*
S16M-SDQCR/L07 e o 16 150 15 11 27 20 -6 DC**0702**
$16Q-SDQCR/L07 ° ° 16 150 15 Ih 27 20 -6 DC**0702**
S16R-SDQCR/L07 [ ° 16 200 15 11 27 20 -6 DC**0702**
A10H-SDQCR/LO7 o e e 10 100 95 7 20 13 -8 DC**0702*%*
A12K-SDQCR/L07 e e 12 125 115 9 22 16 -8 DC**0702**
$20Q-SDQCR/L11 ° ° 20 180 18 13 32 25 -6 DC**11T3**
S$20S-SDQCR/L11 ° ° 20 250 18 13 32 25 -6 DC**11T3**
S$25Q-SDQCR/L11 [ ° 25 180 23 17 32 32 -6 DC**11T3**
S25T-SDQCR/L11 e o 25 300 23 17 32 32 -6 DC**11T3**
A16M-SDQCR/L11 e ° 16 150 155 1 27 20 -6 DC**11T3**
A20Q-SDQCR/L11 K o ° 20 180 19 13 32 25 -6 DC**11T3**
A25R-SDQCR/L11 ke [ 25 200 24 17 32 32 -6 DC**11T3**

® Ex stock 0 On demand
> With internal cooling
Spare parts
Insert DC**0702%* DC**0702%* DC**11T3** DC**11T3*%* DC**11T3%*
od 10 12-16 16-20 20 25

v Screw 160M2.5x5.5 160M2.5%6.5 160M3.5%8 160M3.5x8 160M3.5x10

5,/ Wrench (screw) WTO07IP WTO07IP WT15IP WT15IP WT15IP

Insert
& & ay &7 &/ -/
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A111 A113 A114 A114 A114 A153
System code A282 Grade selection A38 Technical info A445 Cutting data A324
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General turning soring bars

DC** steel boring bar S-Clamping

SDUCR/L Kr: 93°

Right hand style
Stock Dimensions [mm] Inserts
Article %
"R L ed L h s e Dmin | © g
S10M-SDUCR/LO7 o o 10 150 9 7 0 13 -8 DC**0702**
S12M-SDUCR/L07 e o 12 150 1M 9 22 16 -8 DC**0702*%*
S16M-SDUCR/L07 e o 16 150 15 1 27 20 -6 DC**0702**
S16R-SDUCR/L07 ° ° 16 200 15 " 27 20 -6 DC**0702**
A10H-SDUCR/L0O7 e e 10 100 9.5 7 0 13 -8 DC**0702**
A12K-SDUCR/LO7 S e e 12 125 115 9 22 16 -8 DC**0702*%*
A16M-SDUCR/LO7 K e e 16 150 155 11 27 20 -6 DC**0702**
$20Q-SDUCR/L11 ° ° 20 180 18 13 40 25 -6 DC**11T3**
S20S-SDUCR/L11 ° ° 20 250 18 13 40 25 -6 DC**11T3**
$25Q-SDUCR/L11 ° ° 25 180 23 17 46 32 -6 DC**11T3**
S25T-SDUCR/L11 e o 25 300 23 17 46 32 -6 DC**11T3**
A20Q-SDUCR/L11 e ° 20 180 19 13 40 25 -6 DC**11T3**
A25R-SDUCR/L11 K o ° 25 200 24 17 46 32 -6 DC**11T3**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert DC**0702%* DC**11T3%*
od 10-16 20-25
v Screw I60M2.5x5.5 I60M3.5x8
C v Wrench WTO7IP WT15IP
Insert
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A111 A113 A114 A114 A114 A153
System code A282 Grade selection A38 Technical info A445 Cutting data A324

A296

o

O -CT



soringbars  General turning

DC** steel boring bar S-Clamping
SDZCR/L Kr: 85°
S
\ €=
Right hand style
Stock Dimensions [mm] Inserts
Article sl
"IR|L|ed | L | h| s | e | f |Dm| 6 4
$25Q-SDZCR/L11 e o 25 180 23 17 30 6.9 32 -6 DC**11T3**
S$25T-SDZCR/L11 e e 25 300 23 17 30 6.9 32 -6 DC**1173**
S32R-SDZCR/L11 e O 32 200 30 22 39 8.4 40 -6 DC**11T3**
S32U-SDZCR/L11 ° [ 32 350 30 22 39 8.4 40 -6 DC**1173**
S40S-SDZCR/L11 o [ 40 250 37 27 47 9.4 50 -4 DC**11T3**
S40V-SDZCR/L11 [ [ 40 400 37 27 47 9.4 50 -4 DC**11T3**
A25R-SDZCR/L11 Sk e e 25 200 24 17 30 45 32 -6 DC**11T3**
A32S-SDZCR/L11 K e [ 32 250 31 22 39 6 40 -6 DC**11T3**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert DC**11T3%* DC**11T3%*
od 25 32-40
v Screw I60M3.5%10 I60M3.5%12
W | screw (shim) SM5x8.65XA
-4 Shim D11BS
;./ Wrench (screw) WT15IP WT15IP
| Wrench (shim) WH35L
Insert
&y R &y % &/ o/
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A111 A113 A114 A114 A114 A153
A282 Grade selection A38 Technical info A445 Cutting data A324

System code

a5

-

w
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General turning soring bars

SC** steel boring bar S-Clamping

A

SSKCR/L Kr: 75°

(@)) < | ]
£ = i ] Dmin
E [
= £ —— pan
Sg:hio\ | — i N
iy e od o1~
= L
Right hand style
B Stock Dimensions [mm] Inserts
Article sl
R|L| ed L h s e Dmin | © H
o S12M-SSKCR/L09 o o 12 150 11 9 26 16 -10 SC**Q9T3**
& S16M-SSKCR/L09 e o 16 150 15 1 325 20 -1 SC**Q9T3**
s S16R-SSKCR/L09 e O 16 200 15 1 325 20 -11 SC**Q9T3**
S20Q-SSKCR/L09 o o 20 180 18 13 345 25 -6 SC**Q9T3**
S$20S-SSKCR/L09 e O 20 250 18 13 345 25 -6 SC**Q9T3**
A12K-SSKCR/L09 Sk o o 12 125 1 9 26 16 -10 SC**Q9T3**
A16M-SSKCR/L09 3k o o 16 150 15 1 325 20 -11 SC**Q9T3**
C A20Q-SSKCR/L09 e o 20 180 19 13 345 25 -6 SC**Q9T3**
S25Q-SSKCR/L12 ° o 25 180 23 17 36.3 32 -8 SC**1204**
S25T-SSKCR/L12 e o 25 300 23 17 363 32 -8 SC**1204**
S32R-SSKCR/L12 e O 32 200 30 22 435 40 -10 SC¥**1204**
g S32U-SSKCR/L12 ° o 32 350 30 22 43.5 40 -10 SC**1204**
= A25R-SSKCR/L12 % e o 25 200 24 17 413 32 -8 SCH1202
a A32S-SSKCR/L12 ke o 32 250 31 22 42.8 40 -10 SC**1204**
® Ex stock 0 On demand
* With internal cooling
Spare parts
D Insert SC**Q9T3** SC**1204** SC**1204**
od 12-20 25 32
9 Screw 160M4x11X 160M4x11X
c
© O
O B v Screw I60M3.5%8
£ E
(@] .
2 L'_E w Screw (shim) SM6x10XA
Shim S12BS
y/ Wrench (screw) WT15IP WT15IP WT15IP
E € | Wrench (shim) WHaoL
X
(9
©
£
System code A282 Grade selection A38 Technical info A445 Cutting data A324

£
A298 M‘



soringbars - General turning

SC** steel boring bar

Insert
| — L] [ \! | i
- - bl (&) o
i) = == |
Finishing Medium Cut Roughing Aluminium Cast Iron
A119 A120 A121 A121 A121
A282 Grade selection A38 Technical info A445

System code

Cutting data

A324

Turning

A299

Milling

N

Drilling

O

Technical
Information

Index
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General turning soring bars

STFCR/L Kr:91°

TC** steel boring bar S-Clamping

Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L ad L h s e Dmin 0 &
S12M-STFCR/L11 ° ° 12 150 11 9 30 16 -10 TC*¥*1102%*
S16M-STFCR/L11 ° ° 16 150 15 1" 35 20 -6 TC**1102%*
S16R-STFCR/L11 e o 16 200 15 1 35 20 -6 TC**1102**
S20Q-STFCR/L11 ° ° 20 180 18 13 36 25 -3 TC*¥*1102%*
S$20S-STFCR/L11 e o 20 250 18 13 36 25 -3 TC**1102%*
A12K-STFCR/L11 koe ° 12 125 115 9 26 16 -10 TC**1102%*
A16M-STFCR/L11 e e 16 150 155 11 30 20 -6 TC**1102**
A20Q-STFCR/L11 e ° 20 180 19 13 36 25 -3 TC*¥*1102%*
S25Q-STFCR/L16 ° o 25 180 23 17 49 32 -6 TC**16T3**
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 ° ° 32 350 30 22 50 40 -10 TC**16T3**
S40S-STFCR/L16 o o 40 250 37 27 60 50 -8 TC**16T3**
S40V-STFCR/L16 e e 40 400 37 27 60 50 -8 TC**16T3**
A25R-STFCR/L16 ko e e 25 200 24 17 45 32 -6 TC**16T3**
A32S-STFCR/L16 e ° 32 250 31 22 49 40 -10 TC**16T3**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert TC**1102*%* TC*¥*16T3** TC**16T3**
od 12-20 25 32-40
v Screw I60M2.5%6.5 160M3.5x10 160M3.5x12
Y | screw (shim) SM5x8.65XA
= Shim T168S
5,/ Wrench (screw) WTO7IP WT15IP WT15IP
¢ | Wrench (shim) WH35L
System code A282 Grade selection Technical info A445 Cutting data A324
@-

A300

O -CT



soringbars  General turning

TC** steel boring bar

Insert
- (@), - =
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A125 A127 A128 A130 A128 A154
Technical info A445 Cutting data A324

System code

A282

Grade selection A38

Turning

A301

Milling

N

Drilling

O

Technical
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Index
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General turning soring bars

VC** steel boring bar S-Clamping

SVQCR/L Kr:107°30'

a—— =3
o9 h ed Dmin
,\Q’\ — — | —
[ — 1 —— 1 /
= ° L e
Right hand style
Stock Dimensions [mm] Inserts
Article s
R|L | aod h s e Dinin 0 b=
S$16Q-SVQCR/L11 o o 16 180 15 13 28 22 -6 VC**1103**
S20R-SVQCR/L11 ° ° 20 200 18 15 32 26 -4 VC**¥1103**
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert VC**¥1103**
od 16-20
W Screw I60M2.5%6.5
g,/ Wrench (screw) WTO7IP
Insert
- e el
Finishing Aluminium PCBN/PCD
A133 A134 A156
System code A282 Grade selection A38 Technical info A445 Cutting data A324

A302



soringbars  General turning

VC** steel boring bar S-Clamping

SVUCR/L Kr:93°

e ]
N od Dmin
§ e
S 1 L
e L 9 \\
Right hand style
Stock Dimensions [mm] Inserts
Article s
R|L | ad L h 3 e Dinin 0 b
$16Q-SVUCR/L11 e o 16 180 15 15 25 24 -6 VC**1103**
S20R-SVUCR/L11 e o 20 200 18 17 30 28 -4 VC**1103**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert VC**¥1103**
od 16-20
W Screw I60M2.5%6.5
g,/ Wrench (screw) WTO7IP
Insert
Finishing Aluminium
A133 A134
System code A282 Grade selection A38 Technical info A445 Cutting data A324
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Turning
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N
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O
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General turning soring bars

VB** steel boring bar S-Clamping

SVQBR/L Kr:107°30'

Right hand style
Stock Dimensions [mm] Inserts
Article sk
R|L | od L h s e f Diin 0 ——
S32R-SVQBR/L16 e e 32 200 30 22 56 8.4 40 -8 VB**1604**
S32U-SVQBR/L16 e o 32 350 30 22 56 8.4 40 -8 VB**1604**
S40S-SVQBR/L16 o o 40 250 37 27 64 9.4 50 -8 VB**1604**
S40V-SVQBR/L16 ° ° 40 400 37 27 64 9.4 50 -8 VB**1604**
A32S-SVQBR/L16 %k 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
W Screw 160M3.5%12
w Screw (shim) SM5x8.65XA
- Shim V16BS
3,/ Wrench (screw) WT15IP
f’ Wrench (shim) WH35L
Insert
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A138 A140 A141 A141 A155
System code A282 Grade selection A38 Technical info A445 Cutting data A324

A304



soringbars  General turning

VB** steel boring bar S-Clamping

SVUBR/L Kr:93°

bl
=
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R|L| ed L h s e f Dmin | 6 Semiless
S32R-SVUBR/L16 e e 32 200 30 22 49 8.4 40 -8 VB**1604**
S32U-SVUBR/L16 e o 32 350 30 22 49 8.4 40 -8 VB**1604**
S40S-SVUBR/L16 e o 40 250 37 27 565 94 50 -8 VB**1604**
S40V-SVUBR/L16 e o 40 400 37 27 56.5 94 50 -8 VB**1604**
A32S-SVUBR/L16 %k e e 32 250 31 22 49 8.4 40 -8 VB**1604**
® Ex stock o On demand
> With internal cooling
Spare parts
Insert VB*#*1604**
od 32-40
v Screw I60M3.5x12
w Screw (shim) SM5x8.65XA
- Shim V16BS
;./ Wrench (screw) WT15IP
f’ Wrench (shim) WH35L
Insert
- - . — Y
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A138 A140 A141 A141 A155
System code A282 Grade selection A38 Technical info A445 Cutting data A324
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Turning

Milling

N

Drilling

O
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General turning soring bars

CP** steel boring bar S-Clamping

SCLPR/L Kr:95°

iimg o
. I‘h_ﬂd Dmin
L r—
e L 9
I
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R|L | aod L h s e Diin 0 E
S10K-SCLPR/L06 e o 10 125 9 6 17 12 -7 CP**0602**
S12M-SCLPR/L06 e o 12 150 1 8 20 16 -4 CP**0602**
$16Q-SCLPR/L09 e o 16 180 15 10 29 20 -4 CP**Q9T3**
S20R-SCLPR/L09 ° ° 20 200 18 13 35 25 -4 CP**Q9T3**
® Ex stock © On demand
* With internal cooling
Spare parts
Insert CP**0602** CP**09T3**
od 10-12 20-25
v Screw I60M2.5%5.5 I60M3.5%8
@~ | Wrench (screw) WTO07IP WT15IP
Insert
= -—
Finishing Medium Cut Cast Iron
A109 A109 A109
A282 Grade selection A38 Technical info A445 Cutting data A324

System code

A306



soringbars  General turning

DP** steel boring bar S-Clamping

SDQPR/L Kr:107°30'

W
& N .
Right hand style
Stock Dimensions [mm] Inserts
Article sl
"IR|IL|ed | L | h| s | e |Dum| © 4
S10K-SDQPR/L07 ° ° 10 125 9 7 20 13 -8 DP**0702**
$12M-SDQPR/L07 e o 12 150 1 9 22 16 -8 DP**(Q702**
$16Q-SDQPR/L07 e o 16 180 15 11 27 20 -6 DP**0702**
S$16Q-SDQPR/L11 ° ° 16 180 15 Ih 32 20 -6 DP**11T3**
S20R-SDQPR/L11 e O 20 200 18 13 33 25 -6 DP#**11T3**
® Ex stock o On demand
> With internal cooling
Spare parts
Insert DP**0702** DP**0702%* DP**11T3%*
od 10-12 16 16-20
v Screw 160M2.5x5.5 160M2.5%6.5 160M3.5%8
3,/ Wrench (screw) WTO7IP WTO7IP WT15IP
Insert
g ﬂ
Finishing Cast Iron
A116 A116
System code A282 Grade selection A38 Technical info A445 Cutting data A324

a5

2CC-CT

A307

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

General turning soring bars

DP** steel boring bar

SDUPR/L Kr: 93°

S-Clamping

o " od Dmin
L 1 I — | A E———— =
‘.L.F L bl
Right hand style
Stock Dimensions [mm] Inserts
'
"R L ed L h s e Diin 0 g
S10K-SDUPR/L07 e o 10 125 9 9 18 15 -8 DP**Q702**
S12M-SDUPR/LO7 e o 12 150 1 9 19 16 -8 DP**Q702**
$16Q-SDUPR/LO7 e o 16 180 15 1 25 20 -6 DP**Q702**
® Ex stock o On demand
* With internal cooling
Spare parts
Insert DP**0702** DP**0702%*
od 10-12 16
" Screw I60M2.5X5.5 I60M2.5%6.5
y/ Wrench (screw) WTO7IP WTO7IP
Insert
Finishing
A116
Grade selection A38 Technical info A445 Cutting data A324

System code A282

A308



soringbars  General turning

TP** steel boring bar S-Clamping

STUPR/L Kr:93°

o n d Dmin
o —— ;@’fﬁ_ ) @ﬁ
o e il
o \ L \ "\
Right hand style
Stock Dimensions [mm] Inserts

Article s
R | L od L h s e Dmin 0 é

Turning

Milling

N

S10K-STUPR/L09 e o 10 125 9 6 20 12 -6 TP**0902**
S12M-STUPR/L09 o ° 12 150 11 8 22 16 -4 TP**0902**
S12M-STUPR/L11 e o 12 150 11 8 25 16 -4 TP**1103**
S$16Q-STUPR/L11 ° ° 16 180 15 10 27 20 -3 TP**1103**
® Ex stock © On demand
* With internal cooling
Spare parts
Insert TP*¥0902** TP**1103%*
od 10-12 12-16
v Screw 160M2.2x5.5 I60M2.5x6.5
v Wrench WTO7IP WTO7IP
Insert
Finishing
A131
System code A282 Grade selection A38 Technical info A445 Cutting data A324
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A

Turning

Milling

C

Drilling

O
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General turning soring bars

SCFCR/L Kr:90°

CC** steel boring bar S-Clamping

Stock Dimensions [mm] Inserts
Article s g ]
R | L od a b L S e Drin E
S10M-SCFCR/L06S25 e O 10 27 25 150 30 13 CC**0602**
S12P-SCFCR/L06S25 e © 12 27 25 170 35 16 CC**0602**
S$16Q-SCFCR/L09S25 e O 16 27 25 180 1 40 20 CC**0Q9T3**
S20R-SCFCR/L09S25 ° o 20 27 25 200 13 45 25 CC**Q9T3**
S25R-SCFCR/L12S25 o o 25 27 25 200 17 50 32 CC*¥*1204**
® Ex stock o On demand
> With internal cooling
Spare parts
Insert CC**0602** CC**Q9T3** CC**1204**
od 10-12 16-20 25
v Screw 160M2.5%5.5 160M3.5x8 160M5x13
g,/ Wrench WTO7IP WT15IP WT20IP
Insert
} z { F s ~
) @ - &) 'y IS
== VP e
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A102 A106 A107 A108 A107 A152
A282 Grade selection A38 Technical info A445 Cutting data A324

System code

A310



soringbars  General turning

CC** steel boring bar S-Clamping

SCLCR/

L Kr:95°

Dimensions [mm] Inserts
Article sk | Stock -
od a b L s e Dmin E
S10M-SCLCR06S520 o 10 22 20 150 7 30 13 CC**0602**
S12P-SCLCR06S20 o 12 22 20 170 9 35 16 CC**0602**
$16Q-SCLCR09S20 ° 16 22 20 180 1 40 20 CC**Q9T3**
S20R-SCLCR09S20 ° 20 22 20 200 13 60 25 CC**Q9T3**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert CC**0602** CC**09T3**
od 10-12 16-20
v Screw I60M2.5x5.5 I60M3.5x8
v Wrench WTO7IP WT15IP
Insert
| i 7 —— ~
E i3 - ey o/ «
=F P Dy
Finishing Medium Cut Roughing Aluminium CastIron PCBN/PCD
A102 A106 A107 A108 A107 A152
A282 Grade selection A38 Technical info A445 Cutting data A324

System code
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O
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General turning soring bars

CP** solid carbide boring bar S-Clamping

SCLPR/L Kr:95°

et .
. . .h,ﬂd Dmin
L e —
L2 L ] * \
I
Right hand style
Stock Dimensions [mm] Inserts
Article B
R| L | @D | ed h s L, L, 0 @
C10M-SCLPR/L06 o o 12 10 9 6 150 17 7 CP**0602**
C12Q-SCLPR/LO6 e © 16 12 1 8 180 20 CP**0602**
C16R-SCLPR/L09 e o 2 16 15 10 200 29 CP**Q9T3**
E16R-SCLPR/L09 o o 19 16 15.5 10 200 -2 CP**Q9T3**
C20S-SCLPR/L09 e o 25 20 18 13 250 35 4 CP**Q9T3**
E20S-SCLPR/L09 Sk o e 24 20 195 13 250 -2 CP**Q9T3**
® Ex stock o0 On demand
< With internal cooling
Spare parts
Insert CP**0602** CP**Q9T3**
od 10-12 16-20
v Screw I60M2.5%5.5 I60M3.5x10
& | Wrench (screw) WTO7IP WT15IP
Insert
@ -I = . -I
Finishing Medium Cut Cast Iron
A109 A109 A109
A282 Grade selection A38 Technical info A445 Cutting data A324

System code

A312



soringbars  General turning
CC** solid carbide boring bar S-Clamping
SCLCR/L Kr:95°
et .
. . ‘h_@ Dmin
nf—e==
L2 L (¢]
I
Right hand style
Stock Dimensions [mm] Inserts
Article sl P ]
E08K-SCLCR/L06-09 Ko e e 9 8 7.5 5 125 7 CC**0602**
EO8K-SCLCR/L06-10 o e e 10 8 7.5 6 125 -12 CC**0602**
E10M-SCLCR/L06 K e e 12 10 9.5 7 150 -10 CC**0602**
E12Q-SCLCR/L06 oe e 15 12 1.5 9 180 -10 CC**0602**
E16R-SCLCR/L06 K e e 18 16 15.5 10 200 -8 CC**0602**
E12Q-SCLCR/L09 Ko e e 15 12 1.5 9 180 -9 CC**Q9T3**
E16R-SCLCR/L09 K e e 18 16 15.5 10 200 -10 CC**Q9T3**
E20S-SCLCR/L09 oe e 24 20 19.5 13 250 -8 CC**Q9T3**
E25T-SCLCR/L09 K e e 31 25 24 17 300 -6 CC**Q9T3**
® Ex stock o On demand
* With internal cooling
Spare parts
Insert CC**0602** CC**Q9T3** CC**Q9T3**
od 8-16 12 16-25
v Screw 160M2.5%5.5 I60M3.5%8 160M3.5%10
g./ Wrench (screw) WTO7IP WT15IP WT15IP
Insert
E -Im _ﬂr - . ﬂ _Q‘
3 o ' g Iﬂ
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A102 A106 A107 A108 A107 A152
System code A282 Grade selection A38 Technical info A445 Cutting data A324
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General turning soring bars

DP** solid carbide boring bar S-Clamping

SDQPR/L Kr:107°30'

Dmin
Right hand style
Stock Dimensions [mm] Inserts
Article sl
"IR|L|@D ed | h | s | L | L | ® 4
C10M-SDQPR/L07 o o 13 10 9 7 150 20 8 DP**0702
C12Q-SDQPR/L07 o e 16 12 1 9 180 22 8 DP**0702
C16R-SDQPR/L07 o o 20 16 15 11 200 27 6 DP**0702
C16R-SDQPR/L11 o o 20 16 15 1 200 32 6 DP**11T3**
C20S-SDQPR/L11 e O 25 20 18 13 250 33 6 DP#**11T3**
® Ex stock o On demand
> With internal cooling
Spare parts
Insert DP**0702 DP**0702 DP**11T3**
od 10-12 16 16-20
v Screw 160M2.5x5.5 160M2.5%6.5 160M3.5%8
5,/ Wrench (screw) WTO7IP WTO7IP WT15IP
Insert
g ﬂ
Finishing Cast Iron
A116 A116
System code A282 Grade selection A38 Technical info A445 Cutting data A324

A314 =



Boring bars

General turning

DC** solid carbide boring bar S-Clamping

SDQCR/L Kr:107°30'

Right hand style
Stock Dimensions [mm] Inserts
Article sl
"IR|L| @D od h s L, 6 4
E08K-SDQCR/L0O7 K e e 1 8 7.5 6.5 140 -12 DC**0702**
E10M-SDQCR/LO7 ke ° 12 10 9.5 7 150 -10 DC**0702%*
E12Q-SDQCR/L07 K e e 15 12 11.5 9 180 -10 DC**0702**
E16R-SDQCR/L07 e ) 18 16 15.5 10 200 -6 DC**0702**
E20S-SDQCR/L07 K e e 24 20 19.5 13 250 -4 DC**0702**
E16R-SDQCR/L11 ke [ 18 16 15.5 10 200 -8 DC**11T3**
E20S-SDQCR/L11 Xk e o 24 20 19.5 13 250 -8 DC**11T3**
E25T-SDQCR/L11 e o 31 25 24 17 300 -6 DC**11T3**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert DC**0702%* DC**11T3%*
od 8-20 16-25
v Screw I60M2.5%5.5 I60M3.5%10
< | Wrench (screw) WT07IP WT15IP
Insert
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A111 A113 A114 A114 A114 A153
System code A282 Grade selection A38 Technical info A445 Cutting data A324

A315
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General turning soring bars

DP** solid carbide boring bar S-Clamping

SDUPR/L Kr: 93°

Right hand style

X

L2

Dmin

s
o~

Dimensions [mm]

Inserts

od

L

L

.

C10M-S

DUPR/LO7

e o 15

10

(]

150

18

DP**0702**

C12Q-SDUPR/L07

12

1

el

180

19

DP**0702**

C16R-SDUPR/L0O7

16

15

11

200

25

DP**0702**

@ Ex stoc

k 0 On demand

* With internal cooling

Spare parts

Insert

DP**Q702%**

od

15-20

Screw

160M2.5x5.5

v
V

Wrench

WTO7IP

Insert

=

Finishing

A116

System code A282

A316

Grade selection

A38

Technical info

A445

Cutting data

A324



soringbars  General turning

DC** solid carbide boring bar S-Clamping

SDUCR/L Kr:93°

S =

. % od Dmin
L 1 I — | A E———— = ?
«L—ZI L1 ) ~
I
Right hand style
Stock Dimensions [mm] Inserts
Article sk
"IR|L| @D od h s L, 6 4
E10M-SDUCR/LO7 Xk e o 12 10 9.5 7 150 =10 DC**0702**
E12Q-SDUCR/LO7 o e e 15 12 1.5 9 180 -10 DC**0702*%*
E16R-SDUCR/LO7 Xk e o 18 16 15.5 10 200 -6 DC**0702**
E20S-SDUCR/L07 o o 24 20 19.5 13 250 -4 DC**0702**
E16R-SDUCR/L11 Xk e o 18 16 15.5 10 200 -8 DC**11T3**
E20S-SDUCR/L11 Ko e e 24 20 19.5 13 250 -8 DC**11T3**
E25T-SDUCR/L11 X o o 31 25 24 17 300 -6 DC**11T3**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert DC**0702%* DC**11T3%*
od 10-20 16-25
" Screw I60M2.5%5.5 I60M3.5%10
©~ | Wrench (screw) WT07IP WT15IP
Insert
= _'.-ﬁ'ﬂ / &Y - itz ‘
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A111 A113 A114 A114 A153
System code A282 Grade selection A38 Technical info A445 Cutting data A324
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Turning
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General turning soring bars

TP** solid carbide boring bar S-Clamping
STUPR/L Kr:93°
i J
N gd Dmin
s =&/ @
L2 L ‘ 9
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R|L| @ | ed h s L, L, 0 é
C10M-STUPR/L0O9 e O 12 10 9 150 20 6 TP**0902**
C12Q-STUPR/LO9 e o 16 12 11 180 22 4 TP**0902**
C12Q-STUPR/L11 e O 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
od 10-12 12-16
v Screw I60M2.2X5.5 I60M2.5%6.5
@~ | Wrench (screw) WTO07IP WTO7IP
Insert
Finishing
A131
A38 Technical info A445 Cutting data A324

System code A282

A318

Grade selection



soringbars  General turning

TC** solid carbide boring bar S-Clamping
STFCR/L Kr:90°
. od Dmin
¥z S Ee—— : E T\
L2 L1 €
I \\
Right hand style
Stock Dimensions [mm] Inserts
Article b3 .
R | L | @D od h s L, L, 0 &
EO08K-STFCR/L09 K o e 11 8 7.5 6 125 12 TC**0902**
E10M-STFCR/L09 Sk o o 12 10 9.5 7 150 -10 TC**0902**
E12Q-STFCR/L11 X e o 15 12 115 9 180 -10 TC**1103**
E16R-STFCR/L11 ko o 18 16 15.5 10 200 -8 TC**1103**
E20S-STFCR/L11 %k o o 24 20 195 13 250 -8 TC**1103**
E20S-STFCR/L16 ko e} 24 20 19.5 13 250 -8 TC**16T3**
E25T-STFCR/L16 Sk o o 31 25 24 17 300 -6 TC**16T3**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert TC**0902** TC**1103** TC**16T3**
od 8-10 12-20 20-25
v Screw 160M2.2X5.5 160M2.5x5.5 160M3.5%10
g,/ Wrench (screw) WTO7IP WTO7IP WT15IP
Insert
e f:\-
‘- PN - “9
— —— —
Finishing Medium Cut Roughing Aluminium Cast Iron PCBN/PCD
A125 A127 A128 A130 A128 A154
System code A282 Grade selection A38 Technical info A445 Cutting data A324
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General turning soring bars

TC** solid carbide boring bar

STFPR/L Kr:90°

Right hand style

S-Clamping

Article

s
o~

Stock

Dimensions [mm]

Inserts

@D

od

h s L,

L

&

E10M-STFPR/L11

s
o~

12

10

9.5 6 150

TP**1103**

E12Q-STFPR/L11

s
oW~

15

12

1.5 8 180

TP**1103**

E16R-STFPR/L11

D3
o~

19

16

155 10 200

TP**1103**

E20S-STFPR/L11

s
o~

O:1i0 1010
Oi10 1010

24

20

19 13 250

TP**1103%*

® Ex stock o0 On demand

* With internal cooling

Spare parts

Insert

TP**¥1103%**

od

10-20

Screw

160M3.0x7.0

v
s

Wrench (screw)

WTO8IP

Insert

&

Finishing
A131

System code A282

A320

Grade selection

A38

Technical info

A445

Cutting data

A324



soringbars  General turning

VC** solid carbide boring bar S-Clamping

SVQCR/L Kr:107°30'

== =
N h od .
I SR Ppu_
%) 1 L /.‘
L2 p ol \
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R| L | @ od h s L, L, 0 L

C16R-SVQCR/L11 o o 22 16 15 13 200 28 -6 VC**1103**
C20S-SVQCR/L11 o o 26 20 18 15 250 32 -4 VC**¥1103**
® Ex stock o0 On demand

* With internal cooling

Spare parts
Insert VC**¥1103**
od 16-20
W Screw I60M2.5%6.5
g,/ Wrench (screw) WTO7IP
Insert
Finishing Aluminium
A133 A134
System code A282 Grade selection A38 Technical info A445 Cutting data A324
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General turning soring bars

VC** solid carbide boring bar S-Clamping

SVUCR/L Kr: 93°

Pa——— J
'\\I o od i
I'\ g{g — , —— ‘Dmln
s et J)
e L2 L1
Right hand style
Stock Dimensions [mm] Inserts
Article s
R|L | @ od h s L, L, 0 b=
C16R-SVUCR/L11 e O 24 16 15 15 200 25 6 VC**1103**
E16R-SVUCR/L11 ko o 22 16 15 13 200 -6.5 VC**¥1103**
C20S-SVUCR/L11 e o 28 20 18 17 250 30 4 VC**1103**
E20S-SVUCR/L11 ko o 27 20 18 13 250 -6.5 VC**1103**
E25T-SVUCR/L16 %k o o 35 25 23 205 300 -6.5 VC**1604**
® Ex stock o On demand
> With internal cooling
Spare parts
Insert VC**¥1103%* VC**1604**
od 16-20 25
v Screw 160M2.5%6.5 160M3.5%10
3,/ Wrench (screw) WTO7IP WT15IP
Insert
- . e -
Finishing Medium Cut Aluminium PCBN/PCD
A133 A136 A134 A156
System code A282 Grade selection A38 Technical info A445 Cutting data A324

A322



@nti Vibration Boring Bar

Technical features

By increasing the rigidity of the tool materials the vibration will be reduced. The
carbide tool holder performs much better than steel tool holders (steel tool hol-
der approx. L<3xD, carbide tool holder is approx. L<6xD). The cutting data can be
increased and the shank overhang extended. Therefore you achieve better surface
and higher workpiece precision.

Vibration amplitude (under same machining conditions)

) 2
T = T +
93 3 g A
S Q S5 Q A
S E | S E Aﬁn\.r“v"v o
55| 25 [T
Py = s
e oo
9 g | 2 9
2> | s>
) )
< <
Time
Steel tool holder Cemented carbide tool holder
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General tu rning Recommended cutting data

Turning insert, negative

Starting values for cutting speed vc [m/min]

s
o
Brinell g HC (VD)
Material group Composition / structure / heat treatment hardness £ YB6315 YBC152 YBC252
HB £
J.-:‘é Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 0,1 0,2 0,6 0,1 0,2 0,6 0,1 0,4 0,8
ca.0,15% C annealed 125 1 500 400 270 500 400 270 480 370 230
ca. 0,45 % C annealed 190 2 420 340 230 420 340 230 400 310 190
Unalloyed steel ca.0,45 % C tempered 250 3 330 280 200 330 280 200 310 250 160
ca.0,75% C annealed 270 4 320 270 190 320 270 190 300 240 150
ca.0,75% C tempered 300 5] 280 240 170 280 240 170 260 210 130
annealed 180 6 400 300 180 400 300 180 380 290 170
tempered 275 7 280 230 150 280 230 150 260 210 140
Low-alloyed steel
tempered 300 8 260 220 150 260 220 150 240 200 140
tempered 350 9 230 190 120 230 190 120 220 180 110
High-alloyed steel and high-alloyed annealed 200 10 | 360 | 290 | 190 | 360 | 290 | 190 | 310 | 250 | 170
tool steel hardened and tempered 325 1 190 | 160 | 130 | 190 | 160 | 130 | 150 | 130 | 100
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
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
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% Si, cannot be hardened 75 24
Cast aluminium alloys < 12% Si, hardenable hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @i, @S % 28
(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
Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
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
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D22.

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




Recommended cutting data

General turning

Starting values for cutting speed vc [m/min]

HC (CVD)

YBC251

YBC352

YBM153

YBM253

YBD052

YBD102

YB7315

YBD152

Feed rate [mm]

0,1 04 0,38

Feed rate [mm]

0,2 0,5 1

Feed rate [mm]

0,2 0,4 0,6

Feed rate [mm]

0,2 04 0,6

Feed rate [mm]

0,1 03 0,4

Feed rate [mm]

0,1 03 04

Feed rate [mm]

0,1 03 0,5

Feed rate [mm]

0,1 03 0,5

430 320 180

430 330 220

350 260 140

350 270 180

260 190 110

260 210 150

250 180 100

250 200 140

210 160 80

210 170 120

330 230 120

320 240 150

210 170 110

200 170 120

190 150 100

180 160 120

170 140 920

150 130 920

260 190 120

220 180 130

100 75 50

380 295 210

350 265 180

190 155 120

150 110 65

250 200 150

200 140 80

200 160 130

160 115 70

620 420 230

530 380 220

600 410 220

540 375 210

300 220 150

240 200 150

330 240 150

280 210 140

310 220 150

300 210 145

340 250 160

290 215 140

230 160 110

220 150 105

260 190 120

210 155 100

350 RS, 230

330 265 220

370 300 230

320 265 210

250 160 105

230 155 100

280 200 120

230 165 100

HC
HT
HW
BL
BH
CN
(@]
HG,

Coated carbide

Uncoated carbide, main component (TiC) o. (TiN), cermet

Uncoated carbide, main component (WC)

Cubic crystalline boron nitride, low content
Cubic crystalline boron nitride, high content

Si3N4 ceramic
Mixed ceramic
Coated cermet
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General tu rning Recommended cutting data

Turning insert, negative

Starting values for cutting speed vc [m/min]

Q
>
o
Brinell 5 HC (CVD) HC (PVD)
Material group Composition / structure / heat treatment hardness £ YBD152C YBG101 YBG105
HB £
J.-:‘é Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 0,1 03 0,5 0,1 03 0,6 0,1 03 0,6
ca.0,15% C annealed 125 1
ca.0,45%C annealed 190 2
Unalloyed steel ca.0,45 % C tempered 250 3
ca.0,75% C annealed 270 4
ca.0,75% C tempered 300 5
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 1
ferritic/martensitic annealed 200 12 360 290 200
martensitic tempered 240 13 180 150 110
Stainless steel
austenitic quench hardened 180 14 240 190 140
austenitic-ferritic 230 15 190 150 110
perlitic/ferritic 180 16 570 395 220
Grey cast iron
perlitic (martensitic) 260 17 310 230 150
ferritic 160 18 310 230 150
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
Aluminium wrought alloys
hardenable hardened 100 23 610 420
< 12% Si, cannot be hardened 75 24 550 300
Cast aluminium alloys < 12% Si, hardenable hardened 90 25 360 190
> 12% Si, cannot be hardened 130 26 320 170
machining steel, PB> 1% 110 27 730 350
Copper and copper alloys CuZn, Cusnzn 90 28 370 | 330
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29 270 200
annealed 200 30 65 45
Fe-based alloys
hardened 280 31 60 40
Heat-resistant alloys annealed 250 32 60 40
Ni or Co bass hardened 350 33 55 35
cast 320 34 55 35
pure titanium Rm 400 35 100 60
Titanium alloys
aand B alloys hardened Rm 1050 36 80 40
hardened and tempered 55 HRC 37
Hardened steel
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
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D22.

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




Recommended cutting data General tu rning

Starting values for cutting speed vc [m/min]

HC (PVD) HCG HT HW BL
YB9320 YBG205 YNG151C YNG151 YNT251 YD101 YD201 YCB111
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 0,1 03 0,6 0,1 0,2 04 0,1 02 0,4 0,1 02 04 | 005 | 02 | 035 | 01 0,2 03 0,1 02 03
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
360 290 200 320 250 160
190 155 110 170 150 110
250 210 150 230 190 140
200 165 120 180 150 110
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
1750 | 1200 800 1750 | 1200 800
510 380 250 510 380 250
460 320 175 460 320 175
300 205 110 300 205 110
270 185 100 270 185 100
610 410 205 610 410 205
310 250 195 310 250 195
225 170 115 225 170 115
55 35 55 65 45 65 45 65 45
50 30 50 60 40 60 40 60 40
50 30 50 60 40 60 40 60 40
45 25 45 55 35 55 35 55 35
45 25 45 55 35 55 35 55 35
80 60 70 920 60 920 60 90 60
60 40 50 80 40 80 40 80 40
240 180 140
220 180 140
250 150 100
200 150 100
HC Coated carbide
HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HW  Uncoated carbide, main component (WC)
BL  Cubic crystalline boron nitride, low content
BH  Cubic crystalline boron nitride, high content
CN  Si3Ng ceramic
CM  Mixed ceramic
HC; Coated cermet
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General tu rning Recommended cutting data

Turning insert, negative

Starting values for cutting speed vc [m/min]

Q
8 BL BH
Brinell g
Material group Composition / structure / heat treatment hardness £ YCB121 YCB131 YCB211
HB £
J.-:‘é Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 0,1 0,2 03 0,1 03 0,5 0,1 03 0,5
ca.0,15% C annealed 125 1
ca.0,45%C annealed 190 2
Unalloyed steel ca.0,45 % C tempered 250 3
ca.0,75% C annealed 270 4
ca.0,75% C tempered 300 5
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 1
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16 1500 | 980 400
Grey cast iron
perlitic (martensitic) 260 17 1250 | 800 320
ferritic 160 18
Cast iron with spheroidal graphite
perlitic 250 19 300 200 100
ferritic 130 20
Malleable cast iron
perlitic 230 21 300 200 100
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% Si, cannot be hardened 75 24
Cast aluminium alloys <12% Si, hardenable hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @i, @S % 28
(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
Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37 220 170 130 160 120 100
Hardened steel
hardened and tempered 60 HRC 38 200 160 120 150 120 100
Hard cast iron cast 400 39 200 150 100 180 120 100
Hardened cast iron hardened and tempered 55 HRC 40 200 150 100 150 120 100
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D22.

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




Recommended cutting data

General turning

Starting values for cutting speed vc [m/min]

BL BH ™ CN
YZB121 YZB221 YZB231 CA1000 CN1000 CN2000
Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm]
03 09 15 03 09 15 0,1 0,6 15 0,1 0,6 15 0,1 06 1,5 0,1 0,6 15
1500 | 950 400 1200 | 800 400 1200 800 200 800 700 600 700 600 500
1250 780 320 980 650 320 1000 650 200 750 625 500 800 700 600
800 550 200 600 530 450 600 530 450
500 300 100 400 250 100 700 500 200 500 420 350 500 420 350
1200 750 200 800 700 600 800 700 600
500 300 100 400 250 100 1000 650 200 700 600 500 700 600 500
200 160 120
200 160 120
200 155 100
200 155 100
HC Coated carbide
HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HW  Uncoated carbide, main component (WC)
BL  Cubic crystalline boron nitride, low content
BH  Cubic crystalline boron nitride, high content
CN  Si3Ng ceramic
CM  Mixed ceramic
HC; Coated cermet
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General tu rning Recommended cutting data

Turning insert, positive

Starting values for cutting speed vc [m/min]

s
o
Brinell g HC (VD)
Material group Composition / structure / heat treatment hardness £ YB6315 YBC152 YBC252
HB £
J.-:‘é Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 0,1 0,2 04 0,1 0,2 0,4 0,1 03 0,6
ca.0,15% C annealed 125 1 450 390 270 450 390 270 430 350 230
ca. 0,45 % C annealed 190 2 380 330 230 380 330 230 360 295 190
Unalloyed steel ca.0,45 % C tempered 250 3 300 265 200 300 265 200 280 235 160
ca.0,75% C annealed 270 4 290 255 190 290 255 190 270 225 150
ca.0,75% C tempered 300 5] 250 225 170 250 225 170 235 195 130
annealed 180 6 360 300 180 360 300 180 340 270 170
tempered 275 7 250 210 150 250 210 150 235 195 140
Low-alloyed steel
tempered 300 8 230 200 150 230 200 150 220 180 140
tempered 350 9 200 170 120 200 170 120 190 155 110
High-alloyed steel and high-alloyed annealed 200 10 | 320 | 275 | 190 | 320 | 275 | 190 | 280 | 230 | 170
tool steel hardened and tempered 325 1 160 | 150 | 130 | 160 | 150 | 130 | 130 | 115 | 100
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
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
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% Si, cannot be hardened 75 24
Cast aluminium alloys < 12% Si, hardenable hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @i, @S % 28
(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
Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
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
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D22.

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




Recommended cutting data

General turning

Starting values for cutting speed vc [m/min]

HC (CVD)

YBC251

YBC352

YBM153

YBM253

YBD052

YBD102

YB7315

YBD152

Feed rate [mm]

0,1 03 0,6

Feed rate [mm)]

0,2 0,4 0,6

Feed rate [mm]

0,1 0,2 04

Feed rate [mm]

0,1 0,2 04

Feed rate [mm]

0,1 0,2 0,4

Feed rate [mm]

0,1 0,2 04

Feed rate [mm]

0,1 0,2 04

Feed rate [mm]

0,1 0,2 0,4

390 310 180

390 310 230

315 245 140

315 250 190

235 185 110

230 195 160

225 175 100

220 185 150

190 150 80

185 155 120

300 230 120

290 225 150

190 160 110

170 150 130

170 140 100

150 140 130

145 120 90

130 110 920

230 185 120

180 160 140

90 75 50

360 340 260

330 300 230

180 170 140

150 130 95

240 220 170

195 170 115

190 175 140

160 140 100

560 380 210

540 370 200

490 340 190

270 200 140

220 180 135

300 220 135

250 190 130

280 220 135

270 210 130

300 230 145

260 200 125

210 160 100

200 150 95

230 180 110

190 140 90

290 250 190

275 240 180

310 260 190

265 230 170

210 160 90

190 145 85

230 170 100

190 140 90

HC
HT
HW
BL
BH
CN
(@]
HG,

Coated carbide

Uncoated carbide, main component (TiC) o. (TiN), cermet

Uncoated carbide, main component (WC)

Cubic crystalline boron nitride, low content
Cubic crystalline boron nitride, high content

Si3N4 ceramic
Mixed ceramic
Coated cermet
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General tu rning Recommended cutting data

Turning insert, positive

A

a Starting values for cutting speed vc [m/min]
>
Brinell g HC (CVD) HC (PVD)
Material group Composition / structure / heat treatment hardness ,E’ YBD152C YBG101 YBG105
HB £
J.-:‘é Feed rate [mm] Feed rate [mm] Feed rate [mm]
(o)) = 0,1 0,2 04 0,1 0,2 04 0,1 0,2 0,4
=
E ca.0,15% C annealed 125 1
é ca.0,45%C annealed 190 2
Unalloyed steel ca.0,45 % C tempered 250 3
ca.0,75% C annealed 270 4
ca.0,75% C tempered 300 5
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 1
ferritic/martensitic annealed 200 12 305 245 205
g martensitic tempered 240 13 150 125 100
= Stainless steel
— austenitic quench hardened 180 14 200 165 145
E austenitic-ferritic 230 15 160 130 15
perlitic/ferritic 180 16 520 360 200
Grey cast iron
perlitic (martensitic) 260 17 280 210 135
ferritic 160 18 280 220 135
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 22 1800 | 880
Aluminium wrought alloys
hardenable hardened 100 23 540 380
< 12% Si, cannot be hardened 75 24 500 270
o Cast aluminium alloys < 12% Si, hardenable hardened 90 25 320 170
é > 12% Si, cannot be hardened 130 26 290 150
5 machining steel, PB> 1% 110 27 660 320
Copper and copper alloys CuZn, Cusnzn 90 28 330 | 300
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29 220 175
annealed 200 30 50 35 60 45
Fe-based alloys
hardened 280 31 45 30 55 40
Heat-resistant alloys annealed 250 32 45 30 55 40
D Ni or Co bass hardened 350 33 40 50 35
cast 320 34 40 50 35
pure titanium Rm 400 35 85 60 95 60
Titanium alloys
aand B alloys hardened Rm 1050 36 65 40 75 40
— < hardened and tempered 55 HRC 37
©.O Hardened steel
L "r—c‘ hardened and tempered 60 HRC 38
(=
< g Hard cast iron cast 400 39
[]
[ \..9 Hardened cast iron hardened and tempered 55 HRC 40
=c
- Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
E Graphite 45
Wood 46

Index

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D22.

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




Recommended cutting data General tu rning

Starting values for cutting speed vc [m/min]

HC (PVD) HCG HT HW BL
YB9320 YBG205 YNG151C YNG151 YNT251 YD101 YD201 YCB111
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 0,4 0,1 0,2 0,4 0,1 0,2 04 0,1 02 0,4 0,1 02 04 | 005 | 02 | 035 | 01 03 06 0,1 02 03
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
370 220 370 220 370 220
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 90 150 920
305 245 206 270 205 165
160 130 110 145 125 100
210 180 155 195 165 145
170 | 140 | 120 | 155 130 | 115
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
1550 | 1050 700 1550 | 1050 700
450 320 200 450 320 200
400 270 150 400 270 150
250 170 95 250 170 95
230 150 85 230 150 85
550 | 370 | 170 | 550 | 370 | 170
260 210 160 260 210 160
190 145 95 190 145 95
50 35 50 60 40 60 40 60 40 55 30 55 30
45 30 45 55 35 55 35 55 35 55 25 55 25
45 30 45 55 35 55 35 55 35 45 25 45 25
40 40 50 30 50 30 50 30 35 20 35 20
40 40 50 30 50 30 50 30 40 20 40 20
75 60 70 85 55 85 55 85 55 60 40 60 40
55 40 45 75 35 75 35 75 35 30 30
240 180 140
220 180 140
250 150 100
200 150 100
HC Coated carbide
HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HW  Uncoated carbide, main component (WC)
BL  Cubic crystalline boron nitride, low content
BH  Cubic crystalline boron nitride, high content
CN  Si3Ng ceramic
CM  Mixed ceramic
HC; Coated cermet
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General tu rning Recommended cutting data

Turning insert, positive

Starting values for cutting speed vc [m/min]

Q
8 BL BH
Brinell g
Material group Composition / structure / heat treatment hardness £ YCB121 YCB131 YCB211
HB £
J.-:‘é Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 0,1 0,2 03 0,1 0,2 03 0,1 0,2 0,4
ca.0,15% C annealed 125 1
ca.0,45%C annealed 190 2
Unalloyed steel ca.0,45 % C tempered 250 3
ca.0,75% C annealed 270 4
ca.0,75% C tempered 300 5
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 1
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16 1330 | 905 410
Grey cast iron
perlitic (martensitic) 260 17 1100 | 740 330
ferritic 160 18
Cast iron with spheroidal graphite
perlitic 250 19 240 180 100
ferritic 130 20
Malleable cast iron
perlitic 230 21 240 180 100
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% Si, cannot be hardened 75 24
Cast aluminium alloys <12% Si, hardenable hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @i, @S % 28
(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
Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37 220 170 130 160 120 100
Hardened steel
hardened and tempered 60 HRC 38 200 160 120 150 120 100
Hard cast iron cast 400 39 200 150 100 180 120 100
Hardened cast iron hardened and tempered 55 HRC 40 200 150 100 150 120 100
Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D22.

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




Recommended cutting data General tu rning

HC  Coated carbide

HT  Uncoated carbide, main component (TiC) o. (TiN), cermet
HW  Uncoated carbide, main component (WC)

BL  Cubic crystalline boron nitride, low content

BH  Cubic crystalline boron nitride, high content

CN  Si3N4 ceramic

CM  Mixed ceramic

HC; Coated cermet

A335
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General tu rning Recommended cutting data
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Parting & grooving

Product overview
System overview

Chip breaker overview
Grade overview

Application fields of grades

System code - inserts

Inserts

System code - inserts — QC series

Inserts — QC series

System code - tool holders

Tool holders

System code - tool holders - QC series

Tool holders — QC series
Recommended cutting data

Technical information

A338-A339
A340-A341
A342-A343
A344-A345
A346-A348

A350
A351-A365

A366
A367-A371

A372-A374
A375-A395

A396
A397-A399

A400-A402

A453

A337
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Parting & grOOVing Product overview

Parting & grooving inserts

Double sided
ZT*D-MM ZT*D-MG ZT**-EG ZP*D-MG ZP*D-MG-R/L
2-8 2.5-6 1-6.5 2.5-6 2.35-2.85 Width
A351 A355 A357 A352 A354 Page
ZR*D-MG ZR*D-EG ZR*D-LH ZILD-LC
2.5-6 3-6 6-8 8 Width
A360 A361 A364 A365 Page
Single sided
=
ZT*S-MG ZP*S-MG ZIMF-NM ZIGQ-NM
5-6 2.5-6 3-6 3-6 Width
A356 A353 A362 A363 Page
Three cutting edges
QC**R/L QC**R/L***R
0.75-4.8 1-4 Width
A367 A370 Page

A338
zcc-cT



Product overview Parting & grOOVing

External tool holders

P g P P

GQC**R/L QE**R/L QE*S**N QE*SR/L QECDRI/L
A397 A376 A382 A381 A379 Page
QF**R/L QF**RR/LL QF*DR/L QX*DR/L Qzs*
A384 A386 A390 A380 A383 Page
Boring bars
& & F &
C***.Q*DR/L _C16M-QBDR/L _C40X-Q*DR/L _ S*K-QC**R/L
A398 Page

A395 A375 A394

£Z00

€T

Turning
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Pa rtl ng & grOOVi ng System overview — parting & grooving

Machining Tool holders Inserts Tool features and parameters Page
- Variable overhang, also in greater grooving
- depths.
- e Max. parting diameter 120.0mm A382-
A383
Inserts with three different chip breakers for
low cutting forces and good chip control.
.E u Max. parting diameter 120.0mm
;-%
QE*DR/L ZP**D* A376-
A378
QE*SR/L ZP*S*
With this universal tooling system, and by
B using the different inserts, applications like
ZT*D** parting, grooving, profiling and turning are
possible
_g ’-‘I Max. groove depth 30.0 mm
5
= he QE*DR/L ZR*D* A376-
|2 A378
S|
8|0
I
5 7
E
i)
x
w
QE*SR/L ZT*S*
Ground inserts for precision grooving.
Cutting edge width can be any size between
[D]] 1.0-6.5mm according to customers require-
ments.
ZT*D*-EGinsert: A379
when the groove width is between 1.0-
2.4mm the max. groove depth is 2.5mm (in
2 ECD ZT*D**-EG
S Q combination with QECD).
<)
% Ground inserts for precision grooving.
c Cutting edge width can be any size between
<] . .
G EQ:] 1.0-6.5 mm according to customers require-
] ments.
e ZT*D*-EG insert:
when the groove width is 1.6 mm<S<2.4mm | A376
the max. groove depth is 3.4mm
when the groove width is 2.4 mm<S<3.8mm
QE*DR/L ZT*D**-EG the max. groove depth is 177.0mm
when the groove width is 3.8 mm<S<6.5 mm
the max. groove depth is 22.0mm
Precision ground with high tolerances.
Sharp cutting edge for precise machining.
.g’ High efficiency through three cutting edges.
3 Finishing with groove width between A397
8 0.5mm-4.8mm
Max. groove depth 5.0mm
QC series GQCR/L QC16/22%***
Y= B Tooling system for groove turning and
c|l¢g profiling.
S| 2 Max. groove depth 13.0mm
g g Min. diameter 27.0mm ::;g
=5
g8
£|l0 C*-Q*R/L* ZR*D**

A340

«~»

zcc-cT




System overview — parting & grooving Pa rting & grOOVing

Machining Tool holders Inserts Tool features and parameters Page
o Fine ground insert for high precision.
= Groove width 0.5-4.8mm
§ 2 Min. diameter 16.0mm
IS § Max. groove depth 4.0mm A398
2 G
g
= QC series S***-QC**R/L* QC11/16/22%***
Q Tooling system for groove turning and
= profiling.
Parting diameter 48.0-400.0 mm
ZT*D**
Groove depth 10.0-30.0mm ';3;’%‘;
. Yy
8 QF*D*H ZRAD**
T‘: : Q Tooling system for groove turning and
‘<>(‘< - - profiling.
] Parting diameter 48.0-400.0 mm
ZT*D**
V Groove depth 10.0-30.0mm 7\299%'
90° tool holder, top clamping
Yy
QF*D*L ZR*D**
g’ Monoblock tool holder positioned at an
° € angle (45°).
£ g Tooling system for undercutting and turning.
5 o Different turning operations like recesses,
o|e A380
o | B undercuts and copy turning.
T |5
S8
°
5 QX*DR/L ZR*D**
o Special chip breakers for machining of
€ aluminium.
'E 2 Sharp and stable cutting edge for continuous
£l to interrupted cut.
>
=12 — Profiling of aluminium rims.
oo
PR
55 A394
£ 2
2>
c c
£16
ERE
<|2 C40X* ZR¥*-LH
‘S
©
[
o Precision insert with optimised seat and safe
E clamping.
< Insert for heat-resistant alloys and special
3 ZIGQ** terial
e materials. A381
g|=
2§
o|%
g | QE*S*N ZIMF**
S| Nonstandard solutions for machining of
w | 9 . .
5|8 different workpieces.
2 % Nonstandard tools Selection according to
S application
5
z
N
v A341
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Parting & grooving chip breaker overview

Grooving

A

MM P M K S

Turning

Ground chip breaker with straight cutting edge for general machining of steel, stainless steel and heat-resistant alloys.
Suitable for grooving, turning and parting.

B MG P M K S )

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

parting.

Milling

MG P M K S

N

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

grooving and profiling.

Drilling

EG M P S

o 7 7

O

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

EG M P S

3 4

Technical
Information

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

NM S

% > P

Index

Special chip breaker for machining of heat-resistant materials.

i

A342 e



Chip breaker overview Parting & grOOVing

Grooving

LC N

o w

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

LH N

=il

o 7

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

Turning
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Parting & grooving crade overview

Micro structure

Grade description

CVD coated P10-P20 carbide grade for finishing to medium operation of steel and
casting steel. Outstanding performance under higher cutting speed and temperature
with excellent wear resistance.

|’
b
b
|
i

CVD coated P20-P35 carbide grade for medium operation to roughing of steel and
casting steel in lower cutting speed.

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 ap-
plication field.

PVD coated S05-515 carbide substrate for finishing to medium application of super al-
loy material, stainless steel and aluminum. Good wear resistance in a wide application
field.

] - & |
s 4 s
v L

PVD multilayer coated S05-S20 carbide substrate for finishing to medium application
of super alloy material but also stainless steel. Good wear resistance and thermal sta-
bility in a wide application field.

PVD multilayer coated P10-P30/M10-M25 carbide substrate for finishing to medium
application of stainless steel, super alloy and steel (grooving/milling). Optimized
coating stability for higher wear resistance and thermal stability in a wide application
field.

PVD coated P10-P30/M10-M25 carbide substrate for finishing to medium application
of stainless steel and steel (milling). Good wear resistance in a wide application field.

Parting & grooving
Grade I1SO
YBC152 P10-20
YBC251 P20-P35
YBC252 P20-P35
YBG102 $05-515
YBG105 505-520
YBG202 e

A344



crade overview Parting & grooving

Micro structure

Grade description

PVD multilayer coated P10-P30/M20-M40/S15-525 carbide substrate for finishing
to medium application of stainless steel, super alloy and steel (milling). Good wear
resistance and thermal stability in a wide application field.

PVD coated P15-P30/M25-M40 carbide substrate for medium roughing application
of stainless steel and steel (milling). Good wear resistance and toughness.

Uncoated K05-K20/N05-N20 carbide substrate for fine to medium application in
aluminum and other material.

Parting & grooving
Grade ISO
P10-P30
YBG205 M20-M40
S15-S25
P15-P30
YBG302 M25 - M40
K05-K20
YD101 NO5-N20
K10-K30
YD201 N10-N30

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

A345
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Pa rting & grooving Application fields of grades

CVD grades for steel, stainless steel and cast iron

A

g P
=
5
—
YBC052
g
8
g -
= ¢
= : YBC252
7]
=
YBC251
P05-10 | P10-15 | P20-25 | P30-35 [
Fine-finishing Finishing Medium machining Roughing

Drilling

O

Technical
Information

Index
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Application fields of grades Parti ng & g roovi ng

PVD grade for stainless steel and heat-resistant alloys

Wear resistance

M
YBG105
YBG205
YB9320
MO05 | M10 | M20 | M30 |
Fine- Finishing Medium Roughing
finishing machining

Turning grades for non-ferrous metals

Wear resistance

.

—~
NO1 | N10 | N20 | N25 |
Fine- Finishing Medium Rouhging
finishing machining

A347
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Parti ng & g roovi NQ Application fields of grades

Application fields of grades - Parting & grooving

ISO

HC' (CVD)

HC' (PVD)

HT

HC?

Ceramic

HW CBN

PCD

PO1

P10

P20

YBC251
YBC252

YB9320

P30

( vBci52 |

( vyBG302 |

P40

MO1

M10

M20

YBG202

YB9320

M30

YBG302

M40

K01

K10

K20

K30

NO1

N10

YD101

N20

YD102

N30

S01

S10

S20

YBG102

S30

HO1

H10

H20

H30

A348

Steel

Non-ferrous metals

Stainless steel

Heat-resistant alloys

Cast iron

Hardened materials

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



Ground chip breaker in combination with grade
YB9320 for general machining of steel, stain-
less steel and heat-resistant alloys. Suitable for
grooving, groove turning and parting.

Width 2.0 mm bis 8.0 mm

2T
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Parting & grOOVing System code - inserts

/P G D 04 04- M G

1 2 3 4 5 6 7
Application Insert seat size [mm] No. of cutting edges Insert thickness S [mm]
Code Description Groove width Code Description E:IS
Zp Parting S Single
ZT Grooving & turning Code Description D Double Code ‘ S
ZR Form turning B 2.0 02 2.0
E 25 025 25
F 3.0 03 3.0
G 4.0 04 4.0
H 5.0 05 5.0
K 6.0 06 6.0
L 8.0 08 8.0
1 2 3 4
Nose radius r [mm] Tolerance class [mm] Chip breaker
T Code Description Code Description
E M +0.13 G General chip breaker
Code ‘ r E +0.025 F Special chip breaker
02 0.2 M Straight edge
03 0.3
04 0.4
08 0.8
5 6 7

N
o <



nserts  Parting & grooving

Parting inserts

(@)

Ideal machining conditions

& Normal machining conditions
§%  Unfavorable machining conditions

ZT** parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
P sees |
M AL
K
N o8
s\ ocosee |
Double cutting edge H
o n o 8 n o o
ISO S R+0.1 La max f w o comgsg S5
[ONE)} VY VYUY Y = A
[sajyaa) [a Y= a2 R R a Ry e} [ala)
> > >>>>> > > >
ZTBD02002-MM 2.0 0.2 13 0.02-0.07 e ® 0O
ZTED02503-MM 25 0.3 17 0.03-0.1 °
A ZTFD0303-MM 3.0 0.3 17 0.04-0.13 °
\/ ZTGD0404-MM 4.0 04 22 0.06-0.18 °
: ZTHD0504-MM 5.0 0.4 22 0.08-0.23 °
ZTKD0608-MM 6.0 0.8 22 0.12-0.27 °
ZTLD0808-MM 8.0 0.8 28 0.13-0.29 ® O
e Ex Stock o 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 *-QBDR/L *-Q*DR/L
""""""" A376 |  A384 | A8 |  A38 | A9 |  A375 | A394
System code Grade selection Technical info Cutting data

a5
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Parting & grooving inserts

O Ideal machining conditions

A & Normal machining conditions

Parting inserts §%  Unfavorable machining conditions

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
2 P oo DOBB
S
5 M DO
|_
K
‘Al R EREENR o8
. N BB coses |
B Double cutting edge H
o n o 8 n o o
ISO 5+0.10 R0.1 La max f 0 o Se MR Ss
(ON] OYU VVLYU Y - N
[sajea) [eaJera Iera W o'a WY a'a WY e'a on
> > >>>>> > > >
_8 ZPED02502-MG 25 0.2 17 0.03-0.1 ° e oo
g «. | ZPFD0302-MG 3.0 0.2 17 0.04-0.13 ° e oo
/ ZPGD0402-MG 4.0 0.2 22 0.07-0.18 ° e oo o
ZPHD0503-MG 5.0 0.3 22 0.1-0.24 e oo
ZPKD0604-MG 6.0 0.4 22 0.12-029 |o e oo
e Ex Stock o On demand HC' Coated carbide
C 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 *-Q*DR/L

\
t
\
¢
\
\

O
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System code Grade selection Technical info Cutting data
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nserts  Parting & grooving

Parting inserts

(@)

Ideal machining conditions

& Normal machining conditions

§%  Unfavorable machining conditions

Parting & grooving insert (single sided) HC' (CVD) HC' (PVD) HW
P Bess |
M DBODEB
K
N o8
AAN co®sww |
Single cutting edge H
n N g n o o
IS0 5+0.10 R£0.1 f @ o cemag e sB
(OO VY VUYVY Y = &
[sajyaa) [a )= a2 R R va R e} [ala)
> > >>>>> > > >
ZPES02502-MG 25 0.2 0.03-0.1 o0
ZPFS0302-MG 3.0 0.2 0.04-0.13 L)
/ ZPGS0402-MG 40 02 0.07-0.18 o0 o
ZPHS0503-MG 5.0 0.3 0.1-0.24 o e
ZPKS0604-MG 6.0 0.4 0.12-0.29 o [ )
e Ex Stock o On demand HC' Coated carbide
Single sided inserts only for parting blades HW Uncoated carbide
Tool holders
QZ**+QE** QE*S*R/L QF*S*R/L-H QF*S*RR-H QF*S*LL-H QF*S*R/L-L
-
L)
""""" A382-A383 |  A381 |  A38 |  A389 | A389 |  A390
System code Grade selection Technical info Cutting data

a5
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Parting & grooving inserts

O Ideal machining conditions

A & Normal machining conditions
Pa rting inserts §%  Unfavorable machining conditions

ZT** parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
g _ P oo BOOB
c - n
= e | M OOOD
- i
¥k K
L & o o
o CEEEEEEE, N o8
I3 2 O i g S s
B N BB coses |
B H
o n N 8 n o o
ISO L S 0 R | Lamax f QZ’ Somogg Ss
(ONO] [CECHUVEGRGNG) = &
o m [aa a2 yaa s R aa a7 on
> > >>>>> > > >
g’ ZPED02502-MG-6L 20.0 235 6° 0.2 17 0.03-0.08 o e o
g ZPED02502-MG-6R 20.0 235 6° 0.2 17 0.03-0.08 ° o e o
ZPED02502-MG-15L 20.0 2.35 15° | 0.2 17 0.03-0.05 o e o
ZPED02502-MG-15R 20.0 235 15° 0.2 17 0.03-0.05 o0 o
g . ZPFD0302-MG-6L 20.0 2.85 6° 0.2 17 0.04-0.1 ° [ ) o
ZPFD0302-MG-6R 20.0 2.85 6° 0.2 17 0.04-0.1 [ ) o)
C ZPFD0302-MG-15L 20.0 2.85 15° 0.2 17 0.04-0.08 L I o
ZPFD0302-MG-15R 20.0 2.85 15° 0.3 17 0.04-0.08 |o ° [ ) o
e Ex Stock o On demand HC' Coated carbide
HW Uncoated carbide
= Tool holders
= QE*D*R/L
&)
D """""""""" A376
c
© O
=
£ E
(U] S
o O
= E
<
()
o
£
System code Grade selection Technical info Cutting data
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A3s4 A



nserts  Parting & grooving

Parting inserts

(@)

Ideal machining conditions

& Normal machining conditions

§%  Unfavorable machining conditions

Parting & grooving insert (single sided) HC' (CVD) HC' (PVD) HW
Plee sees |
=9 :
n K
e N o®
s oo®®s |
Double cutting edge H
o n o g n o o
ISO S+0.10 | R+0.1 | Lamax f w o cEloBIS S S5
[ON®; [CECRUVECAGRU) - N
[sajyaa) [a )= R aa R R a R aa} [ala)
> > >>>>> > > >
ZTED02503-MG 25 0.3 17 0.03-0.11 o e e
& ZTFD0303-MG 3.0 0.3 17 0.04-0.14 o e 0o 0
ZTGD0404-MG 4.0 0.4 22 0.07-0.2 [ o 0o 0 °
| ZTHDO0504-MG 5.0 0.4 22 0.10-0.25 o o0
ZTKD0608-MG 6.0 0.8 22 0.13-0.30 o o o e e
e Ex Stock o 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*R/L*
""""""" A376 |  A384 | A8 |  A38 |  A390 |  A394
System code Grade selection Technical info Cutting data

a5

A355
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Turning

Milling

N

Parting & grooving inserts

O Ideal machining conditions
& Normal machining conditions
§%  Unfavorable machining conditions

Parting inserts

Drilling

O

Technical
Information

Index

Parting & grooving insert (single sided) HC' (CVD) HC' (PVD) HW
P oo SHBB
P E 4 oHOR
K
gl == N
e M EmEEEm o8
AR nm cosees |
Single cutting edge H
o n N g n oo
ISO 5+0.10 R+0.1 f i 0 2SS RRIR S o
[ON©) [VAVEUROUEURG] — N
[vagyea) [Sajea e R e Y 'a) [alia)
> > >>>>> > > >
. ZTHS0504-MG 5.0 0.4 0.10-0.25 oe e
\, ZTKS0608-MG 6.0 08 0.13-0.30 oo e
7
e Ex Stock o On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QZ**+QE** QE*S*R/L QF*S*R/L-L QF*S*R/L-H QF*S*RR-H QF*S*LL-H
- 2
-
4 \ .
; > » & p D
"""" A382-A383 | A1 | A0 | A4 | Az | A9

System code

A356

Grade selection

Technical info
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Cutting data



mserts  Parting & grooving

Parting inserts

(@)

Ideal machining conditions

& Normal machining conditions

§%  Unfavorable machining conditions

a5

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
P oo BBOB
M VOB
K
- AEEEREENR o8
e N N B coses |
1.0-2.4 mm 2.4-6.5mm H
o
1SO $+0.025 | R+0.05 | Lamax Qo 8o mgg g S =
g g88Ege 8¢
ZTCDO01002-EG 1.0 0,2 2.6 0.02-0.04 o
ZTCDO010500-EG 1.05 0 2.6 0.02-0.04 o
ZTCDO011502-EG 1.15 0,2 2.6 0.02-0.04 o
ZTCDO01202-EG 1.20 0,2 2.6 0.02-0.04 o
ZTCDO0127502-EG 1.275 0,2 2.6 0.02-0.04 o
ZTCDO01302-EG 1.3 0,2 2.6 0.02-0.04 [}
ZTCDO013802-EG 1.38 0,2 2.6 0.02-0.04 o
ZTCDO01402-EG 14 0,2 2.6 0.02-0.04 ¢}
ZTCDO01500-EG 1.5 0 2.6 0.02-0.04 o
ZTCD01502-EG 1.5 0,2 2.6 0.02-0.04 ¢}
ZTCDO01503-EG 1.5 0,3 2.6 0.02-0.04 o
ZTCDO015503-EG 1.55 0,3 2.6 0.02-0.04 o
ZTCDO01602-EG 1.6 0,2 2.6 0.02-0.04 [}
ZTCDO01702-EG 1.7 0,2 34 0.02-0.08 o
ZTCDO017503-EG 1.75 0,3 34 0.02-0.08 o
ZTCDO017602-EG 1.76 0,2 34 0.02-0.08 o
ZTCD01802-EG 1.8 0,2 34 0.02-0.08 o
ZTCDO018502-EG 1.85 0,2 34 0.02-0.08 o
ZTCDO02000-EG 2.0 0 34 0.02-0.08 [}
ZTCDO02002-EG 2.0 0,2 34 0.02-0.08 [}
ZTCD02003-EG 2.0 0,3 34 0.02-0.08 o
ZTCD020503-EG 2.05 0,3 34 0.02-0.08 o
ZTCD021502-EG 2.15 0,2 34 0.02-0.08 o
ZTCD022503-EG 2.25 0,3 34 0.02-0.08 o
ZTCDO02302-EG 23 0,2 34 0.03-0.11 [}
ZTCDO02303-EG 23 0,3 34 0.03-0.11 [}
ZTCDO02402-EG 24 0,2 34 0.03-0.11 o
ZTED0247020-EG 247 0,2 17 0.03-0.11 ¢}
ZTED02502-EG 25 0,2 17 0.03-0.11 ¢}
ZTED026502-EG 2.6 0,2 17 0.03-0.11 ¢}
ZTED02702-EG 2.7 0,2 17 0.03-0.11 o
ZTED02703-EG 2.7 0,3 17 0.03-0.11 [}
ZTED02802-EG 2.8 0,2 17 0.04-0.13 [}
ZTED02803-EG 2.8 0,3 17 0.04-0.13 o
ZTED02804-EG 2.8 0,4 17 0.04-0.13 [}
e Ex Stock o On demand HC' Coated carbide
HW Uncoated carbide
Grade selection Technical info Cutting data

A357

Turning

Milling

N

Drilling

O

Technical
Information

Index



Parting & grooving inserts

Parting inserts

O Ideal machining conditions

& Normal machining conditions

§%  Unfavorable machining conditions

Turning

Milling

N

Drilling

O

Technical
Information

Index

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

P e BOBH

M BBBH

K

. e h e oe

. N BB coses |

1.0-2.4 mm 2.4-6.5 mm H
o
ISO $+0.025 | R+0.05 La max Q0 8emggg s s
g g 222888 ¢

ZTED02903-EG 2.9 03 17 0.04-0.13 o
ZTED03003-EG 3.0 03 17 0.04-0.13 o
ZTFD03001-EG 3.0 0,1 17 0.04-0.13 o
ZTFD03002-EG 3.0 0,2 17 0.04-0.13 o
ZTFD030038-EG 3.0 0,38 17 0.04-0.13 o
ZTFD03003-EG 3.0 03 17 0.04-0.13 o
ZTFD03004-EG 3.0 0,4 17 0.04-0.13 o
ZTFD03005-EG 3.0 0,5 17 0.04-0.13 o
ZTFD03008-EG 3.0 0,8 17 0.04-0.13 o
ZTFD031802-EG 3.18 0,2 17 0.04-0.13 o
ZTFD03203-EG 3.2 03 17 0.04-0.13 o
ZTFD0325024-EG 3.25 0,24 17 0.04-0.13 o
ZTFD03302-EG 33 0,2 17 0.04-0.13 oo
ZTFD03303-EG 33 03 17 0.04-0.13 o
ZTFD03403-EG 34 03 17 0.04-0.13 o
ZTFDO035-EG 3.5 0 17 0.04-0.13 o
ZTFD03602-EG 3.6 0,2 17 0.04-0.13 o
ZTGDO038048-EG 3.8 0,48 22 0.07-0.18
ZTGD039602-EG 3.96 0,2 22 0.07-0.18 o
ZTGD04002-EG 40 0,2 22 0.07-0.18 o oo
ZTGD04003-EG 4.0 03 22 0.07-0.18 o
ZTGD04004-EG 4.0 0,4 22 0.07-0.18 o
ZTGD04008-EG 4.0 0,8 22 0.07-0.18 o
ZTGD04202-EG 4.2 0,2 22 0.07-0.18
ZTGD0423010-EG 423 0,1 22 0.07-0.18 o
ZTGD04503-EG 45 03 22 0.07-0.18 o
ZTGD04505-EG 45 0,5 22 0.07-0.18 o
ZTGD04803-EG 438 03 22 0.1-0.24 o
ZTGD04805-EG 438 0,5 22 0.1-0.24 o
ZTHD048058-EG 48 0,58 22 0.1-0.24
ZTHDO05003-EG 5.0 03 22 0.1-0.24 o
ZTHDO05004-EG 5.0 0,4 22 0.1-0.24 o
ZTHDO05008-EG 5.0 0,8 22 0.1-0.24 )
ZTHDO05012-EG 5.01 0,12 22 0.1-0.24 o
ZTHD050508-EG 5.05 0,8 22 0.1-0.24

System code

A358

e Ex Stock o On demand

Grade selection

Technical info

-~

Cutting data

HC' Coated carbide

HW Uncoated carbide



mserts  Parting & grooving

(@)

& Normal machining conditions

Ideal machining conditions

Parting inserts §%  Unfavorable machining conditions

Turning

Milling

N

Drilling

O

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
P oo BOB®
M DBOBB
K
. D n e o8
B N BB coses |
1.0-2.4 mm 2.4-6.5mm H
o n N 8 n o N
ISO $+0.025 R+0.05 La max f 0 o Scocmgegg ss
Uy VU VVYY =
o m [aa a2y aa s R aa a7 on
> > >>>>> > > >
ZTHDO05202-EG 5.2 0,2 22 0.1-0.24 o
ZTHD052503-EG 5.25 0,3 22 0.1-0.24 o
ZTHDO05403-EG 54 0,3 22 0.1-0.24 o
ZTHDO05508-EG 55 0,8 22 0.1-0.24 o
ZTHDO055603-EG 5.56 0,3 22 0.1-0.24 o
ZTKD06004-EG 6.0 0,4 22 0.12-0.29
A ZTKD06008-EG 6.0 0,8 22 0.12-0.29
ZTKD063504-EG 6.35 04 22 0.12-0.29
ZTKD0635055-EG 6.35 0,55 22 0.12-0.29
ZTKD0635057-EG 6.35 0,57 22 0.12-0.29
ZTKD06504-EG 6.5 0,4 22 0.12-0.29 o
e Ex Stock o On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*D*R/L QECD
A376 A379
System code Grade selection Technical info Cutting data

a5

A359

Technical
Information

Index



Turning

Milling

Parting & grooving inserts

O Ideal machining conditions

& Normal machining conditions

Parting inserts §%  Unfavorable machining conditions

N

Drilling

O

Technical
Information

Index

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
P loe SHBB
T - IR %
% 4 oHOR
K
e ‘e EEEREER o8
AR nm cosees |
Double cutting edge H
o n N 8 n oo
ISO S+0.10 La max f o comoaQ =
[ON©) [VAVEUROUEURG) — N
[vagyea) [Salea e e R aa Y a) [alia)
> > >>>>> > > >
ZRED025-MG 2.5 17.5 0.03-0.11 )
ZRFD03-MG 3.0 17 0.04-0.14 e oo
/ ZRGD04-MG 40 21 0.07-02 o oo
ZRHDO05-MG 5.0 20 0.1-0.24 )
ZRKD06-MG 6.0 19 0.12-0.29 )
e Ex Stock o On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*D*R/L QX*D* QF*D*RR-H QF*D*LL-H QF*D*R/L-L *Q*DR/L
""""""" A376 | A8 | A3 | A8 | A30 | A3z4

System code

A360

Grade selection

Technical info

-~

Cutting data



nserts  Parting & grooving

O Ideal machining conditions
& Normal machining conditions
Parting inserts §%  Unfavorable machining conditions
Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
) . P oo DO
a s T R T R TS R
P H M GOMO D
7
K
’@E@iis N o6
AN co®se |
Double cutting edge H
o n o 8 n o o
ISO $+0.025 La max f w o co@mg2g Ss
Uy VU VLYY =
[sajyaa) [a )= R aa R R a R aa} [ala)
> > >>>>> > > >
ZRFDO3-EG 3.0 17 0.04-0.14 ° o
ZRGDO04-EG 4.0 21 0.07-0.2 ° o
ZRHDO5-EG 5.0 20 0.1-0.24 ° o
ZRKDO06-EG 6.0 19 0.12-0.29 ° o
e Ex Stock o On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*D*R/L QX*D* QF*D*RR-H QF*D*LL-H QF*D*R/L-L *-Q*DR/L
""""""" A376 | A8 |  A%6 | A8 |  A390 |  A394

System code

Grade selection

Technical info

Cutting data

A361

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Parting & grooving inserts

Parting inserts

O Ideal machining conditions

& Normal machining conditions

§%  Unfavorable machining conditions

Parting & grooving insert (single sided) HC' (CVD) HC' (PVD) HW
_ P oo BOB®
]
@_\%E M SPAAE X
15..,'..'.va1 N e
r T =
W P s B e ocs
s N B cow®e |
H
o n N 8 n o N
ISO W+0.05 | R0.1 b L f v o Somgegg ss
Uy VU VVY Y =
[sajyaa) [Salea R <a s R va el [alya)
> > >>>>> > > >
ZIMF304N-NM 3 0.4 24 15.3 0.04-0.11 ® O
ZIMF406N-NM 4 0.6 3.2 15.3 0.07-0.16 ® O
v ZIMF506N-NM 5 0.6 4 153 0.1-0.2 ® O
ZIMF608N-NM 6 0.8 4 153 0.12-0.23 e O
e Ex Stock o On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*S*R/L-N
"""""""""" A381
System code Grade selection Technical info Cutting data

A362

-~



mserts  Parting & grooving

Parting inserts

O Ideal machining conditions
& Normal machining conditions
§%  Unfavorable machining conditions

Parting & grooving insert (single sided) HC' (CVD) HC' (PVD) HW
P oo BBOB
P |
o | M ORI E X
rizar i
1!!.'..‘:.-.-”-] N e
o @B fEmasaaan oe
B N BB coses |
H
o n o 8 n o N
1SO W-0.05 b L f 0 i SERIZEBISIE S5
(ONY} VY VVY Y = &
[sapyaal [salaa iy a'a Y a'a B2 ) [ala)
> > >>>>> > > >
ZIGQ3N-NM 3.0 2.4 153 0.04-0.11 ® O
ZIGQ4N-NM 4.0 32 15.3 0.07-0.16 ® O
ZIGQ5N-NM 5.0 4.0 15.3 0.1-0.2 ® O
ZIGQ6N-NM 6.0 5.0 15.3 0.13-0.24 ® O
e Ex Stock o On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*S*R/L-N
"""""""""" A381
Grade selection Technical info Cutting data

System code

a5

A363

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Parting & grooving inserts

O Ideal machining conditions
& Normal machining conditions
§%  Unfavorable machining conditions

Parting inserts

Milling

N

Drilling

O

Technical
Information

Index

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
P oo BB
P 8y M BHOD
o u K
= T Nl on
e S (e T T AT T s
B N B coses |
H
o n o 8 n o o
ISO $+0.025 La max f 0 o Scocmgegg Ss
O OV VUVUVYUYV - N
o m [sa a2 aa Ry aa R aa a7 [alia)
> > >>>>> > > >
ZRKDO6-LH 6.0 19.0 0.12-0.23 o
j ZRLDO8-LH 8.0 220 0.14-0.26 °
.

e Ex Stock o On demand

Tool holders
C*X-Q*DR/L

;

A394

System code Grade selection

A364

Technical info

-~

Cutting data

HC' Coated carbide
HW Uncoated carbide



mserts  Parting & grooving

Parting inserts

O Ideal machining conditions
& Normal machining conditions
§%  Unfavorable machining conditions

Parting & grooving insert (single sided) HC' (CVD) HC' (PVD) HW
P e DBBB
— -
b | [ M DDDB
“"H:,—gmﬂ? L] K
B R e e e o e o e e
() A EEEEEN o8
B - N coe®e |
H
o n o 8 n oo
ISO $+0.025 La max f 0 i Somggg Ss
U U [CECRURGRCRU) = N
[sapyaal [salaa iy a'a Y a'a B2 ) [ala)
> > >>>>> > > >
ZILDO08-LC 8.0 0.14-0.26 o o
w
e Ex Stock o On demand HC' Coated carbide
HW Uncoated carbide
Grade selection Technical info Cutting data

System code

a5

A365

Turning

Milling

N

Drilling

O

Technical
Information

Index



A

Turning

Milling

Pa rting & grOOVing System code - inserts — QC series

Triangular inserts (straight edge)

QC

22

R 300 -

R 03

N

Drilling

O

Technical
Information

Index

1 2 3 4 5 6
Cutting edge length [mm] Cutting direction Groove width [mm] Edge shape
Code 1.C Code Description Code Description Code ‘ Description
11 6.35 050 0.50
16 9.525 100 1.00
R R l
. 22 12.70
Series
Right 480 4.80 Radius
L C l
Left Chamfer
1 2 3 4 5
Radius/Chamfer [mm]
Code Description
005 0.05
02 0.2
03 0.3
04 0.4
Triangular inserts (round edge)
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 22 12.70 Round
Right 480 4.80
L
Left
1 2 3 4 5
N
A366 v
zcc-cT




Inserts — QC series Pa rting & grOOVing

Parting inserts

©)

& Normal machining conditions
§%  Unfavorable machining conditions

Ideal machining conditions

QC** turning/milling insert HC' (CVD) HC' (PVD) HW
P®8 woes
M BHOB
K
N o]
Aaan ocow®e |
Right hand style H
o
IS0 $+0.025 | lamax | @1.C | S1 | @d f g g é g % é % % =
=< SESESE e
QC11R120-R02 1.2 1.5 6.35 3.18 2.8 0.02-0.03 ® O
QC11L120-R02 1.2 1.5 6.35 3.18 2.8 0.02-0.03 ® O
QC11R125-R02 1.25 1.5 6.35 3.18 2.8 0.02-0.03 ® O
QC11L125-R02 1.25 15 6.35 3.18 2.8 0.02-0.03 ® O
QC11R145-R02 1.45 15 6.35 3.18 2.8 0.02-0.05 ® O
QC11L145-R02 1.45 1.5 6.35 3.18 2.8 0.02-0.05 ® O
QC11R150-R02 1.5 1.5 6.35 3.18 2.8 0.02-0.05 ® O
QC11L150-R02 1.5 1.5 6.35 3.18 2.8 0.02-0.05 ® O
QC11R200-R02 2 2 6.35 3.18 2.8 0.02-0.06 ® O
QC11L200-R02 2 2 6.35 3.18 2.8 0.02-0.06 ® O
QC11R225-R02 2.25 2 6.35 3.18 2.8 0.02-0.06 ® O
QC11L225-R02 2.25 2 6.35 3.18 2.8 0.02-0.06 ® O
QC16R075-R01 0.75 2 9.525 | 3.18 4.4 0.02-0.03 (¢}
QC16L075-RO1 0.75 2 9.525 | 3.18 4.4 0.02-0.03 (¢}
QC16R080-RO1 0.8 2 9.525 | 3.18 4.4 0.02-0.03 o
QC16R095-R0O1 0.95 2 9.525 | 3.18 4.4 0.02-0.03 o
QC16L095-RO1 0.95 2 9.525 | 3.18 4.4 0.02-0.03 o
QC16L100-RO1 1 2 9.525 | 3.18 4.4 0.02-0.03 o
QC16R110-RO1 1.1 2 9.525 | 3.18 4.4 0.02-0.03 [ 3}
QC16L110-RO1 1.1 2 9.525 | 3.18 4.4 0.02-0.03 o0
QC16R115-R04 1.15 2 9.525 | 3.18 4.4 0.02-0.03 o O
QC16R120-RO1 1.2 2 9.525 | 3.18 4.4 0.02-0.03 o O
QC16L120-RO1 1.2 2 9.525 | 3.18 4.4 0.02-0.03 o O
QC16R125-R02 1.25 2 9.525 | 3.18 4.4 0.02-0.03 ® O
QC16L125-R02 1.25 2 9.525 | 3.18 4.4 0.02-0.03 °
QC16R130-R02 13 2 9.525 | 3.18 4.4 0.02-0.06 ® O
QC16L130-R02 1.3 2 9.525 | 3.18 4.4 0.02-0.06 ® O
QC16R140-R02 1.4 2 9.525 | 3.18 4.4 0.02-0.06 o O
QC16R145-R02 1.45 2 9.525 | 3.18 4.4 0.02-0.06 ® O
QC16L145-R02 1.45 2 9.525 | 3.18 4.4 0.02-0.06 °
QC16R150-R02 1.5 2 9.525 | 3.18 4.4 0.02-0.06 ® O
QC16L150-R02 1.5 2 9.525 | 3.18 4.4 0.02-0.06 o
QC16R160-R02 1.6 2 9.525 | 3.18 4.4 0.02-0.06 ® O
QC16L160-R02 1.6 2 9.525 | 3.18 4.4 0.02-0.06 ® O
QC16R165-R02 1.65 2 9.525 | 3.18 4.4 0.02-0.06 (¢}
e Ex Stock o On demand HC' Coated carbide
HW Uncoated carbide
System code A366 Grade selection A348 Technical info A445 Cutting data A400

a5

A367

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information
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Parting & grOOVing Inserts — QC series

O Ideal machining conditions
& Normal machining conditions

Parting inserts §&  Unfavorable machining conditions

QC** turning/milling insert HC' (CVD) HC' (PVD) HW
P woes
M DBOBDBB
K
N o]
e B B B ocow®e |
Right hand style H
o
Ne 5+0025 | lamax | @.C | S1 | @d f Q0 8o ngsa ss
@& PR288ad g
> > >>>>> > > >
QC16L165-R02 1.65 2 9.525 | 3.18 44 0.02-0.06 o
QC16R170-R02 1.7 2 9.525 3.18 4.4 0.02-0.06 o
QC16L170-R02 1.7 2 9.525 3.18 4.4 0.02-0.06 o
QC16R175-R02 1.75 2 9.525 3.18 4.4 0.02-0.07 ® O
QC16L175-R02 1.75 2 9.525 3.18 4.4 0.02-0.06 °
QC16R180-R02 1.8 2 9.525 | 3.18 44 0.02-0.07 o
QC16R185-R02 1.85 2.5 9.525 3.18 4.4 0.02-0.07 ® O
QC16L185-R02 1.85 2.5 9.525 | 3.18 4.4 0.02-0.07 °
QC16R200-R02 2 25 9.525 3.18 4.4 0.02-0.07 ® O
QC16L200-R02 2 25 9.525 3.18 4.4 0.02-0.07 °
QC16L210-R02 2.1 2.5 9.525 3.18 4.4 0.02-0.07 o
QC16L210-R0O5 2.1 2.5 9.525 3.18 4.4 0.02-0.07 o
QC16R220-R02 2.2 2.5 9.525 | 3.18 44 0.02-0.07 o
QC16L220-R02 2.2 2.5 9.525 3.18 4.4 0.02-0.07 ¢}
QC16R225-R02 2.25 2.5 9.525 3.18 4.4 0.02-0.07 o
QC16R250-R02 25 25 9.525 3.18 4.4 0.02-0.08 ® O
QC16L250-R02 25 25 9.525 3.18 4.4 0.02-0.08 °
QC16R300-R02 3 3 9.525 3.18 4.4 0.03-0.11 ® O
QC16L300-R02 3 3 9.525 | 3.18 44 0.03-0.11 °
QC22L100-R02 1 2 12.7 4.76 5.5 0.02-0.03 o
QC22R125-R02 1.25 2 12.7 4.76 55 0.02-0.03 ® O
QC22L125-R02 1.25 2 12.7 4.76 55 0.02-0.03 o o
QC22R145-R02 1.45 2 12.7 4.76 5.5 0.02-0.06 o o
QC22L145-R02 1.45 2 12.7 4.76 5.5 0.02-0.06 ® O
QC22R150-R02 1.5 3.5 12.7 4.76 5.5 0.02-0.06 ® O
QC22L150-R02 15 35 12.7 4.76 5.5 0.02-0.06 °
QC22R163-R02 1.63 35 12.7 4.76 5.5 0.02-0.06 o
QC22R163-R03 1.63 3.5 12.7 4.76 55 0.02-0.06 o
QC22R175-R02 1.75 3.5 12.7 4.76 55 0.02-0.06 ® O
QC22L175-R02 1.75 3.5 12.7 4.76 5.5 0.02-0.06 ® O
QC22R185-R02 1.85 3.5 12.7 4.76 5.5 0.02-0.07 ® O
QC22L185-R02 1.85 3.5 12.7 4.76 5.5 0.02-0.07 ® O
QC22R195-R02 1.95 35 12.7 4.76 5.5 0.02-0.07 o
QC22R200-R02 2 3.5 12.7 4.76 55 0.02-0.07 ® O
QC22L200-R02 2 3.5 12.7 4.76 55 0.02-0.07 °
e Ex Stock o On demand HC' Coated carbide
HW Uncoated carbide
System code A366 Grade selection A348 Technical info A445 Cutting data A400

Al
Asss A



Inserts — QC series Pa rting & grOOVing

Parting inserts

©)

Ideal machining conditions

& Normal machining conditions

§%  Unfavorable machining conditions

QC** turning/milling insert HC' (CVD) HC' (PVD) HW
Ples | weess |
M SOON
K
N 08
nan cosse |
Right hand style H
o
IS0 5+0025 | Lamax | @IC | S1 | @d f g 3 é g g é % % -
£< feeees ee
QC22R225-R02 2.25 3.5 12.7 4.76 55 0.02-0.07 o
QC22R230-R02 23 3.5 12.7 4.76 55 0.02-0.07 ® O
QC22L230-R02 23 3.5 12.7 4.76 5.5 0.02-0.07 °
QC22R250-R03 25 4 12.7 4.76 5.5 0.02-0.08 ® O
QC22L250-R03 2.5 4 12.7 4.76 5.5 0.02-0.08 °
QC22R265-R03 2.65 4 12.7 4.76 55 0.02-0.08 ® O
QC22L265-R03 2.65 4 12.7 4.76 5.5 0.02-0.08 °
QC22R280-R03 2.8 4 12.7 4.76 55 0.02-0.08 ® O
QC22L280-R03 2.8 4 12.7 4.76 5.5 0.02-0.08 °
QC22R300-R03 4 12.7 4.76 5.5 0.03-0.11 ® O
QC22L300-R03 4 12.7 4.76 5.5 0.03-0.11 °
QC22R320-R03 3.2 4 12.7 4.76 5.5 0.03-0.11 e O
QC22L320-R03 3.2 4 12.7 4.76 55 0.03-0.11 °
QC22R330-R03 33 4 12.7 4.76 55 0.03-0.11 [
QC22L330-R03 33 4 12.7 4.76 55 0.03-0.11 °
QC22R350-R03 35 5 12.7 4.76 5.5 0.05-0.13 °
QC22L350-R03 35 5 12.7 4.76 5.5 0.05-0.13 °
QC22R400-R04 5 12.7 4.76 5.5 0.05-0.14 ® O
QC22L400-R04 5 12.7 4.76 55 0.05-0.14 °
QC22R430-R04 43 5 12.7 4.76 55 0.05-0.14 o O
QC22L430-R04 43 5 12.7 4.76 55 0.05-0.14 (3N}
QC22R450-R04 4.5 5 12.7 4.76 55 0.06-0.18 o O
QC22L450-R04 4.5 5 12.7 4.76 5.5 0.06-0.18 o o o
QC22R480-R04 4.8 5 12.7 5.06 5.5 0.06-0.18 ® O
QC22L480-R04 4.8 5 12.7 5.06 5.5 0.08-0.2 o o
e Ex Stock o On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
S***.QC**R/L GQCR/L
e P
""""""" A398 |  A397
System code A366 Grade selection A348 Technical info A445 Cutting data A400
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Parting & grOOVing Inserts — QC series

O Ideal machining conditions

& Normal machining conditions

§&  Unfavorable machining conditions

Parting inserts
QC** turning/milling insert HC' (CVD) HC' (PVD) HW
g P oo BOOB
£ ™M soos |
=
K
N o]
e N BB coee® |
B Right hand style H
o
IS0 $40.025 | Lamax | R/C | @IC | S1 | @d f 85 8cngsg ==
(ONV) VY VYUY Y =
= feeees ee
g’ QC16R100R 1.0 2.0 0.5 12.7 | 3.18 4.4 0.05-0.14 o
g QC16R120R 1.2 2.0 0.6 12.7 | 3.18 4.4 0.06-0.18 o
QC16R150R 1.5 2.0 0.75 | 12.7 | 3.18 4.4 0.08-0.2 o
QC16L200R 2.0 25 1.0 12.7 | 3.18 4.4 0.02-0.03 o
QC16R200R 20 25 1.0 12.7 | 3.18 4.4 0.02-0.06 ® O
QC16L222R 222 2.5 111 | 127 | 318 4.4 0.02-0.06 o
C QC16R222R 222 25 111 | 127 | 3.18 4.4 0.02-0.06 o
QC16R250R 25 25 1.25 | 12.7 | 3.18 4.4 0.02-0.06 o
QC16L280R 2.8 25 1.4 12.7 | 3.18 4.4 0.02-0.06 o
QC16R280R 2.8 25 1.4 12.7 | 3.18 4.4 0.02-0.07 o
QC16L300R 3.0 25 1.5 12.7 | 3.18 4.4 0.02-0.07 ® O
8‘ QC16R300R 3.0 25 1.5 12.7 | 318 | 44 0.02-0.07 ® O
:,=:_ QC22R100R 1.0 2.0 0.5 12.7 | 476 55 0.02-0.07 ® O
e QC22L100R 1.0 2.0 0.5 12.7 | 4.76 55 0.02-0.07 o e
QC22R150R 1.5 35 0.75 | 12.7 | 476 55 0.02-0.08 ® O
QC22L150R 1.5 3.5 0.75 | 12.7 | 476 55 0.02-0.08 [ BN ]
QC22R170R 1.7 3.5 0.85 | 12.7 | 476 5.5 0.02-0.08 o
D QC22R200R 2.0 3.5 1.0 12.7 | 4.76 5.5 0.03-0.11 ® O
QC22L200R 20 35 1.0 12.7 | 476 55 0.03-0.11 ® O
QC22R250R 25 4.0 125 | 12.7 | 476 55 0.03-0.11 ® O
QC22L250R 25 4.0 125 | 12.7 | 476 55 0.05-0.13 ® O
_ < QC22R300R 3.0 4.0 1.5 12.7 | 4.76 55 0.05-0.14 ® O
S '4% QC22L300R 3.0 4.0 1.5 12.7 | 4.76 55 0.05-0.14 ® O
E g QC22R320R 3.2 4.0 1.6 12.7 | 476 5.5 0.06-0.18 o
é “'g QC22R400R 4.0 5.0 20 12.7 | 476 55 0.06-0.18 ® O
QC22L400R 4.0 5.0 2.0 12.7 | 4.76 5.5 0.05-0.3 ® O
e Ex Stock o On demand HC' Coated carbide
HW Uncoated carbide
E Tool holders
GQCR/L S***.QC**R/L
...—-""f
5 ’ e
= a7 Asos
System code A366 Grade selection A348 Technical info A445 Cutting data A400
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Parting & grOOVing System code - tool holders

External tool holders

Q F

G D 2525 R 22

(S) -(130) (H)

1 2 3 4 5 6 7 8 9 10
Application Insert seat size [mm] No. of cutting edges
Code Description Holder/cutting width Code Description
E External machining S Single
F Axial machining Code Description D Double
B 2.0
Holder for
parting & grooving E —
F 3.0
G 4.0
H 5.0
K 6.0
L 8.0
1 2 3 4
Type Extra
: Code Description Code Description
Cro:;sTgtlon - Max. cutting depth
or holder R Right [mm]
[mm] x [mm] L Left Strengthened holder
e S for deep cuts
N Right and left
5 6 7 8
Cutting head
Code | Description
S Min. diameter of work piece
H 0 for first axial grooving [mm]
L 90°
10 9
N
A372 l"




System code - tool holders Parting & grooving

Boring bars

C 32 S

- Q G

1 2 3 5 7 9
Length [mm] Insert seat size [mm)]
Code Description Holder/Cutting width
Q 180
R 200 Code Description
Di ¢ S 250 Holder f B 20
. iameter older for
Clamping system [mm] X 320 grooving E 25
F 3.0
G 4.0
H 5.0
K 6.0
L 8.0
1 2 3 4 5
No. of cutting edges Type
Code Description Code Description
: : Max. Min. internal diameter
S Single R Right cutting depth of work piece [mm]
D Double L Left [mm]
N Right and left
6 7 8 9
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Parting & grOOVing System code - tool holders

Blade
1 2 3 4 5 6
Application Insert seat size [mm)] No. of cutting edges
Code Description Holder/ cutting width Code Description
E External machining S Single
Code Description D Double
B 20
Blade for
parting & grooving E 22
F 3.0
G 4.0
H 5.0
K 6.0
L 8.0
1 2 3 4
Type
Code Description
Blade height -
[mm] R Right
L Left
N Right and left
5 6
Clamping block
1 2 3 4
No. of cutting edges
. . Code Description Clamping surface height Blade height
Parting & grooving tool S Single [mm] [mm]
D Double
1 2 3 4

A374




Tool holders

Parting & grooving

Parting & grooving tool holder (internal)

C16M-QBDR/L

Stock Dimensions [mm] Inserts
Article sl :
“"lrR|L| oD od L S w ar, f
C16M-QBDR/L04-20 e o 20 16 150 12 2 4 ZTBD02002-MM
® Ex stock 0 On demand
> With internal cooling
Spare parts
Insert ZTBD02002-MM
H 16
« Screw M5x10
f" Wrench WH30L
Insert
A351
System code A373 Grade selection A348 Technical info A445 Cutting data A400
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Parting & grooving ool holders

Parting & grooving tool holder (external)

A

QE**R/L
o) ' r_.'T_ 1
g 1 L]
E
| o | i
| o e | .
B Stock Dimensions [mm] Inserts
i s
Artite TIRIL HxB L S W Al 7
= ___(_)_!E_BD1616R/L04 ° ° 16x16 150 16.17 2 4 Z*BD**
é QEBD2020R/L07 ° ° 20x20 150 20.17 2 7 Z*BD**
E QEED1616R/L10 e o 16x16 125 15 2.5 10 Z*ED**
QEED1616R/L17 ° ° 16x16 125 15 25 17 Z*ED**
QEED2020R/L17 (] ° 20x20 125 19 2.5 17 Z*ED**
-“(-2_EED2020R/L1 0 o ° 20x20 150 10 2.5 10 Z*ED**
QEED2525R/L10 e o 25x25 150 19 25 10 Z¥ED**
C QEED2525R/L17 ° ° 25x25 150 19 25 17 Z*ED**
-“6EFD1616R/L10 ° ° 16x16 125 14.8 3 10 Z*FD**
QEFD1616R/L17 ° [ 16x16 125 14.8 3 17 Z*FD**
QEFD2020R/L10 e o 20x20 125 18.8 3 10 Z¥FD**
(C.‘D ___9_E_FD2020R/L1 7 ° ° 20x20 125 18.8 3 17 Z*FD**
= QEFD2525R/L10 ° ° 25x25 150 238 3 10 Z*FD**
5 QEFD2525R/L17 ° ° 25x25 150 238 3 17 Z*FD**
QEGD2020R/L13 e o 20x20 140 18.5 4 13 Z*GD**
QEGD2020R/L22 ° ° 20x20 140 18.5 4 22 7*GD**
-“(-I-EGDZSZSR/U 3 ° ° 25x25 150 235 4 13 Z*GD**
QEGD2525R/L22 ° ° 25x25 150 235 4 22 Z*GD**
D QEGD3232R/L13 o o 32x32 170 30.5 4 13 Z*GD**
QEGD3232R/L22 e o 32x32 170 30.5 4 22 Z*GD**
QEHD2525R/L13 ° ° 25x25 150 23 5 13 Z*HD**
= g QEHD2525R/L22 ° ° 25x25 150 23 5 22 Z*HD**
g = QEHD3232R/L13 o o 32x32 170 30 5 13 Z*HD**
S g QEHD3232R/L22 e o 32x32 170 30 5 22 Z¥HD**
& E QEKD2525R/L13 ° ° 25x25 150 22.6 6 13 Z*KD**
QEKD2525R/L22 ° ° 25x25 150 22.6 6 22 Z*KD**
QEKD3232R/L13 e o 32x32 170 29.6 6 13 Z*KD**
-“(-JEKD3232R/L22 ° ° 32x32 170 29.6 6 22 Z*KD**
E ® Ex stock o0 On demand
*< With internal cooling
)
2
System code A372 Grade selection A348 Technical info A445 Cutting data A400
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Toolholders  Parting & grooving

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
Screw GB70-85- GB70-85- GB70-85- GB70-85- GB70-85- GB70-85- GB70-85- GB70-85-
M5x16 M5x20 M6x20 M5x20 M6x20 M6x20 M6x20 M6x20
Wrench WH40L WH40L WH50L WH40L WH50L WH50L WH50L WH50L
Insert
A351
A372 Grade selection A348 Technical info A445 Cutting data A400
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Parting & grooving ool holders

Parting & grooving tool holder (external)

QE*SN30
@ \ "
o :
W] L
Dimensions [mm] Inserts
Article sz | Stock
' HxB L S W Al .5/"
QEHS2525N30 ° 25x25 150 12.5 5 30 Z¥HS**
QEHS3232N30 ° 32x32 170 16 5 30 Z¥HS**
QEKS2525N30 ° 25x25 150 12.5 6 30 Z¥KS**
QEKS3232N30 ¢} 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
e« Screw GB70-85-M6x20 GB70-85-M6x20
¢ | Wrench WH50L WH50L
Insert
"
A353
System code A372 Grade selection A348 Technical info A445 Cutting data A400

A378



Toolholders  Parting & grooving

Parting & grooving tool holder (external)

QECDR/L
H | H
s|.ll® B
wi L
Right hand style
Stock Dimensions [mm] Inserts
Article sl '
R| L HxB L S w al o /
QECD1616R/L025 (] [ 16x16 125 14.75 25 Z*CD**
QECD2020R/L025 [ [ 20x20 125 18.75 25 Z*CD**
QECD2525R/L025 e o 25x25 150 23.75 2.5 Z*CD**
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert Z*CD** Z*CD**
H 16 20-32
e Screw GB70-85-M5x20 GB70-85-M6x20
¢ | Wrench WH4oL WH50L
Insert
A357
System code A372 Grade selection A348 Technical info A445 Cutting data A400

Turning

A379

Milling

N

Drilling

O

Technical
Information

Index



A

Turning

Milling

N

Drilling

O

Technical
Information

Index

Parting & grooving ool holders

Parting & grooving tool holder (external)

QX*DR/L

H | H
45° ‘S/@ B
NP L
Wi
Right hand style
Stock Dimensions [mm] Inserts
Article sl
IR L] HxB L S w Al 7
QXFD2020R/L03-45 o o 20x20 125 23 3 3 Z*FD**
QXFD2525R/L03-45 e o 25x25 150 28 3 3 Z*FD**
QXFD3232R/L03-45 o o 32x32 170 35 3 3 Z*FD**
QXGD2020R/L03-45 o o 20x20 125 23 4 3 Z*GD**
QXGD2525R/L03-45 o o 25x25 150 28 4 3 Z*GD**
QXGD3232R/L03-45 o o 32x32 170 35 4 3 Z*GD**
QXHD2020R/L04-45 o o 20x20 125 24 5 4 Z*HD**
QXHD2525R/L04-45 o o 25x25 150 29 5 4 Z*HD**
QXHD3232R/L04-45 o o 32x32 170 36 5 4 Z*HD**
QXKD2020R/L04-45 o ¢} 20x20 125 24 6 4 Z*KD**
QXKD2525R/L04-45 o o 25x25 150 29 6 4 Z*KD**
QXKD3232R/L04-45 o o 32x32 170 36 6 4 Z*KD**
® Ex stock o0 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
« Screw GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20
il Wrench WHS50L WH50L WH50L WH50L
Insert
A352
System code A372 Grade selection A348 Technical info A445 Cutting data A400
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Toolholders  Parting & grooving

Parting & grooving tool holder (external)

QE*SR/L

}-. H l : H
A B
W] L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R| L HxB L S w al ax @
QEFS2525R/L12-3N e O 25x25 150 253 3 12 ZI**
QEGS2525R/L12-4N o o 25x25 150 253 4 12 ZI**
QEHS2525R/L12-5N e o 25x25 150 25.4 5 12 Z|**
QEKS2525R/L12-6N ° o 25x25 150 254 6 12 ZI**
QEFS3232R/L22-3N [} o 32x32 170 323 3 22 ZI**
QEGS3232R/L22-4N ° o 32x32 170 323 4 22 ZI**
QEHS3232R/L22-5N e o 32x32 170 324 5 22 Z|**
QEKS3232R/L22-6N o o 32x32 170 324 6 22 ZI**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert ZI**
H 25-32
v Screw GB70-85-M6x20
| Wrench WH50L
Insert
A362
System code A372 Grade selection A348 Technical info A445 Cutting data A400
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Parting & grooving ool holders

Parting blade for external machining

QE*S**N

Technical
Information

Index

Dimensions [mm] Inserts
Article Stock

H L h B w @Dmax .;/

QEES26N ° 26 110 19 2 2.5 60 ZPES**
QEES32N o 32 150 24.6 2 25 100 ZPES**
QEFS26N ° 26 110 19 24 3 60 ZPFS**
QEFS32N ° 32 150 24.6 24 3 100 ZPFS**
QEGS26N o 26 110 19 3.2 4 70 ZPGS**
QEGS32N o 32 150 24.6 3.2 4 120 ZPGS**
QEHS26N ° 26 110 19 4 5 70 ZPHS**
QEHS32N ° 32 150 24.6 4 5 120 ZPHS**
QEKS26N [ 26 110 19 5 6 70 ZPKS**
QEKS32N ° 32 150 24.6 5 6 120 ZPKS**

® Ex stock o0 On demand
< With internal cooling
Spare parts

Insert ZPES** ZPFS** ZPGS** ZPHS** ZPKS**

H 26-32 26-32 26-32 26-32 26-32

e Wrench W50RL W50RL W50RL W50RL W50RL

Insert
"
A353
System code A374 Grade selection A348 Technical info A445 Cutting data A400

A382



Toolholders  Parting & grooving

Clamping block (external)

QzS*

hi

Dimensions [mm] Inserts
Article sz | Stock
H L h, h, B B1
QZS2026 ° 20 86 10 46.6 19 38 QE**26
QZS2526 ° 25 86 5 46.6 23 42 QE**26
QZS3226 o 32 86 3 51.6 30 48 QE**26
QZS2032 ° 20 110 13 50 19 38 QE**32
QZS2532 [ 25 110 8 50 23 42 QE**32
QZS3232 ] 32 110 5 54 30 48 QE**32
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert QE**26 QE**32
H 20-32 20-32
& Clamp QzC26 QZC32
e« Screw GB70-85-M6x20 GB70-85-M6x20
e Wrench W50RL W50RL
System code A374 Grade selection A348 Technical info A445 Cutting data A400
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Parting & grooving ool holders

Parting & grooving tool holder (axial)

QF**R/L

@D= Range of entering

Left hand style
Stock Dimensions [mm] Inserts
Article sk

R|L| HxB L S W A (mf_gm 7
QFFD2020R/L7-48H o o 20x20 150 21 3 7 48-66 Z*FD**
QFFD2020R/L7-60H ¢} o 20x20 150 21 3 7 60-80 Z*FD**
QFFD2020R/L7-74H o o 20x20 150 21 3 7 74-110 Z*FD**
QFFD2020R/L7-100H o o 20x20 150 21 3 7 100-150 Z*FD**
QFFD2020R/L10-48H e o 20x20 150 21 3 10 48-66 Z*FD**
QFFD2020R/L10-60H o o 20x20 150 21 3 10 60-80 Z¥FD**
QFFD2020R/L10-74H e o 20x20 150 21 3 10 74-110 Z*FD**
QFFD2020R/L10-100H o o 20x20 150 21 3 10 100-150 Z*FD**
QFFD2525R/L10-48H e o 25x25 150 26 3 10 48-66 Z*FD**
QFFD2525R/L10-60H e o 25x25 150 26 3 10 60-80 Z*FD**
QFFD2525R/L10-74H e o 25x25 150 26 3 10 74-110 Z¥FD**
QFFD2525R/L10-100H ) ° 25x25 150 26 3 10 100-150 Z*FD**
QFFD2525R/L17-48H e o 25x25 150 26 3 17 48-66 Z*FD**
QFFD2525R/L17-60H ° [ 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 ° ° 25x25 150 26 3 17 100-150 Z*FD**
QFGD2020R/L10-52H o O 20x20 150 19 4 10 52-72 Z*GD**
QFGD2020R/L10-64H ¢} ¢} 20x20 150 19 4 10 64-100 Z*GD**
QFGD2020R/L10-90H o e 20x20 150 19 4 10 90-140 Z*GD**
QFGD2020R/L10-130H o o 20x20 150 19 4 10 130-230 Z*GD**
QFGD2020R/L15-52H e o 20x20 150 19 4 15 52-72 Z*GD**
QFGD2020R/L15-64H ¢} ¢} 20x20 150 19 4 15 64-100 Z*GD**
QFGD2020R/L15-90H e O 20x20 150 19 4 15 90-140 Z*GD**
QFGD2020R/L15-130H e O 20x20 150 19 4 15 130-230 Z*GD**
QFGD2525R/L13-52H e o 25x25 150 24 4 13 52-72 Z*GD**
QFGD2525R/L13-64H [ ° 25x25 150 24 4 13 64-100 Z*GD**
QFGD2525R/L13-90H e o 25x25 150 24 4 13 90-140 Z*GD**
QFGD2525R/L13-130H e o 25x25 150 24 4 13 130-230 Z*GD**
QFGD2525R/L22-52H e o 25x25 150 24 4 22 52-72 Z*GD**
QFGD2525R/L22-64H ° ° 25x25 150 24 4 22 64-100 Z*GD**
QFGD2525R/L22-90H e o 25x25 150 24 4 22 90-140 Z*GD**
QFGD2525R/L22-130H e o 25x25 150 24 4 22 130-230 Z*GD**
QFHD2525R/L13-58H e o 25x25 150 235 5 13 58-96 Z*HD**
QFHD2525R/L13-86H ° ° 25x25 150 235 5 13 86-140 Z*HD**
QFHD2525R/L13-130H e o 25x25 150 235 5 13 130-200 Z*HD**
QFHD2525R/L13-185H ° L] 25x25 150 235 5 13 185-400 Z*HD**
System code A372 Grade selection A348 Technical info A445 Cutting data A400

A384



Toolholders  Parting & grooving

Stock Dimensions [mm] Inserts
Article sl
@D

R|L| HxB L s w O /"’
QFHD2525R/L22-58H e o 25x25 150 23.5 5 22 58-96 Z¥HD**
QFHD2525R/L22-86H e o 25x25 150 235 5 22 86-140 Z*HD**
QFHD2525R/L22-130H e o 25x25 150 235 5 22 130-200 Z*HD**
QFHD2525R/L22-185H e o 25x25 150 235 5 22 185-400 Z*HD**
QFKD2525R/L13-60H e o 25x25 150 23 6 13 60-100 Z*KD**
QFKD2525R/L13-88H o e 25x25 150 23 6 13 88-180 Z*KD**
QFKD2525R/L13-160H e o 25x25 150 23 6 13 160-400 Z*KD**
QFKD2525R/L22-60H e o 25x25 150 23 6 22 60-100 Z*KD**
QFKD2525R/L22-88H e o 25x25 150 23 6 22 88-180 Z*KD**
QFKD2525R/L22-160H e o 25x25 150 23 6 22 160-400 Z*KD**

® Ex stock 0 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
( Screw GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20
. Wrench W50RL W50RL W50RL W50RL
Insert
A351
System code A374 Grade selection A348 Technical info A445 Cutting data A400
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Parting & grooving ool holders

Parting & grooving tool holder (axial)

A

QF**RR/LL
2
S T
- s, 3
L
LL Version
B Stock Dimensions [mm] Inserts
Article sk
R| L | HxB L s w Al (mf_gm /
. QFFD2020LL7-48H ) o 20x20 150 21 3 7 48-66 Z*FD**
£ QFFD2020RR7-48H o 2020 150 21 3 7 4866 Z4FD**
= QFFD2020LL7-60H - o 20x20 150 21 3 7 60-80 Z4FD**
QFFD2020RR7-60H B 20020 150 21 3 7 60-80 Z4FD**
QFFD2020LL7-74H - o  20x0 150 21 3 7 74110 Z4FD**
QFFD2020RR7-74H RS 20%20 150 21 3 7 74110 Z*FD**
QFFD2020LL7-100H - o 20x20 150 21 3 7 100-150 Z4FD**
C QFFD2020RR7-100H B 20020 150 21 3 7 100-150 Z4FD**
QFFD2020LL10-48H - o 20x20 150 21 E 10 4866 Z*FD**
QFFD2020RR10-48H e 2020 150 21 3 10 48-66 Z*FD**
QFFD2020LL10-60H - o 20x20 150 21 3 10 60-80 Z4FD**
o QFFD2020RR10-60H o 20020 150 21 3 10 60-80 Z4FD**
= QFFD2020LL10-74H o 20x20 150 21 3 0 74110 Z*FD**
a QFFD2020RR10-74H S 2020 150 21 3 10 74110 Z*FD**
QFFD2020LL10-100H - o 20x20 150 21 3 10 100-150 Z4FD**
QFFD2020RR10-100H B 20x20 150 21 3 10 100-150 Z¥FD**
QFFD2525LL10-48H - e 2505 150 26 3 10 4866 Z*FD**
QFFD2525RR10-48H e 25x25 150 26 3 10 48-66 Z*FD**
D QFFD2525LL10-60H - o 2525 150 26 3 10 60-80 Z*FD**
QFFD2525RR10-60H e 25x25 150 26 3 10 60-80 Z4FD**
QFFD2525LL10-74H - o 2525 150 26 3 0 74110 Z*FD**
_s QFFD2525RR10-74H o 25x25 150 26 3 10 74110 Z*FD**
o5 QFFD2525LL10-100H ) o 2505 150 26 3 10 100150 Z*FD**
< E QFFD2525RR10-100H o 25x25 150 26 3 10 100-150 Z4FD*
= “‘(_é QFFD2525LL17-48H - e 2505 150 26 3 17 48-66 Z4FD**
QFFD2525RR17-48H RS 25x25 150 26 3 17 48-66 Z*FD*
QFFD2525LL17-60H - o  25x25 150 26 3 17 60-80 Z4FD**
QFFD2525RR17-60H e 25x25 150 26 3 17 60-80 Z4FD**
E QFFD2525LL17-74H - o 25x5 150 26 3 17 74110 Z4FD**
QFFD2525RR17-74H o 25x25 150 26 3 17 74110 Z4FD**
QFFD2525LL17-100H - o  25x25 150 26 3 17 100-150 Z4FD**
QFFD2525RR17-100H e 2525 150 26 3 17 100150 Z*FD**
y QFGD2020LL10-52H o 20x20 150 21 4 10 52.72 7*GD**
S QFGD2020RR10-52H o 20020 150 21 4 10 52-72 7*GD**
= QFGD2020LL10-64H - o 20x20 150 21 4 10 64-100 Z*GD**
QFGD2020RR10-64H RS 20520 150 21 4 10 64-100 7*GD**
System code A372 Grade selection A348 Technical info A445 Cutting data A400

A386 >



Toolholders  Parting & grooving

Stock Dimensions [mm] Inserts
Article sl

R|L| HxB L s w Al (mf{i)ax) /
QFGD2020LL10-90H o 20x20 150 21 4 10 90-140 Z*GD**
QFGD2020RR10-90H o 20x20 150 21 4 10 90-140 Z*GD**
QFGD2020LL10-130H o 20x20 150 21 4 10 130-230 Z*GD** _
QFGD2020RR10-130H o 20x20 150 21 4 10 130-230 Z*GD**
QFGD2020LL15-52H o 20x20 150 26 4 15 52-72 Z*GD**
QFGD2020RR15-52H o 20x20 150 26 4 15 52-72 Z*GD**
QFGD2020LL15-64H o 20x20 150 26 4 15 64-100 Z*GD** _
QFGD2020RR15-64H o 20x20 150 26 4 15 64-100 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**
QFGD2020LL15-130H o 20x20 150 21 4 15 130-230 Z*GD** _
QFGD2020RR15-130H ° 20x20 150 26 4 15 130-230 Z*GD**
QFGD2525LL13-52H o 25x25 150 21 4 13 52-72 Z*GD**
QFGD2525RR13-52H ° 25x25 150 21 4 13 52-72 Z*GD**
QFGD2525LL13-64H ° 25x25 150 21 4 13 64-100 Z*GD**
QFGD2525RR13-64H o 25x25 150 21 4 13 64-100 Z*GD**
QFGD2525LL13-90H o 25x25 150 21 4 13 90-140 Z*GD**
QFGD2525RR13-90H o 25x25 150 21 4 13 90-140 7*GD**
QFGD2525LL13-130H ° 25x25 150 26 4 13 130-230 Z*GD**
QFGD2525RR13-130H o 25x25 150 21 4 13 130-230 Z*GD**
QFGD2525LL22-52H o 25x25 150 26 4 22 52-72 7*GD**
QFGD2525RR22-52H ° 25x25 150 26 4 22 52-72 Z*GD** _
QFGD2525LL22-64H o 25x25 150 26 4 22 64-100 Z*GD**
QFGD2525RR22-64H ° 25x25 150 26 4 22 64-100 Z*GD**
QFGD2525LL22-90H o 25x25 150 26 4 22 90-140 Z*GD**
QFGD2525RR22-90H o 25x25 150 26 4 22 90-140 7*GD** _
QFGD2525LL22-130H ° 25x25 150 26 4 22 130-230 Z*GD**
QFGD2525RR22-130H ° 25x25 150 26 4 22 130-230 Z*GD**
QFHD2525LL13-58H o 25x25 150 26 5 13 58-96 Z¥HD** _
QFHD2525RR13-58H o 25x25 150 26 5 13 58-96 Z*HD**
QFHD2525LL13-86H (e} 25x25 150 26 5 13 86-140 Z*HD**
QFHD2525RR13-86H o 25x25 150 26 5 13 86-140 Z*¥HD**
QFHD2525LL13-130H o 25x25 150 26 5 13 130-200 Z*¥HD** _
QFHD2525RR13-130H ¢} 25x25 150 26 5 13 130-200 Z¥HD**
QFHD2525LL13-185H o 25x25 150 26 5 13 185-400 Z*HD**
QFHD2525RR13-185H o 25x25 150 26 5 13 185-400 Z*¥HD**
QFHD2525LL22-58H o 25x25 150 26 5 22 58-96 Z*HD** _
QFHD2525RR22-58H ° 25x25 150 26 5 22 58-96 Z¥HD**
QFHD2525LL22-86H o 25x25 150 26 5 22 86-140 Z*HD**
QFHD2525RR22-86H o 25x25 150 26 5 22 86-140 Z*¥HD**
QFHD2525LL22-130H o 25x25 150 26 5 22 130-200 Z*¥HD**
QFHD2525RR22-130H ° 25x25 150 26 5 22 130-200 Z*¥HD**
QFHD2525L1L22-185H o 25x25 150 26 5 22 185-400 Z*HD**
QFHD2525RR22-185H o 25x25 150 26 5 22 185-400 Z*HD**
QFKD2525LL13-60H o 25x25 150 26 6 13 60-100 Z*KD**
QFKD2525RR13-60H o 25x25 150 26 6 13 60-100 Z*KD**
QFKD2525LL13-88H o 25x25 150 26 6 13 88-180 Z*KD**
QFKD2525RR13-88H ¢} 25x25 150 26 6 13 88-180 Z*KD** _
System code A372 Grade selection A348 Technical info A445 Cutting data A400
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Parting & grooving ool holders

Stock Dimensions [mm] Inserts
Article sl
@D

R|L| HxB L s w atme, |90 /
QFKD2525LL13-160H o 25x25 150 26 6 13 160-400 Z*KD**
QFKD2525RR13-160H ¢} 25x25 150 26 6 13 160-400 Z*KD**
QFKD2525LL22-60H ¢} 25x25 150 26 6 22 60-100 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 0 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
( Screw GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20
. Wrench W50RL W50RL W50RL W50RL
Insert
A351
System code A372 Grade selection A348 Technical info A445 Cutting data A400
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Toolholders  Parting & grooving

Parting & grooving tool holder (axial)

QF*SRR/LL

of |
L
LL Version
Stock Dimensions [mm] Inserts
Article sk
@D
R| L HxB L S w almax s ’ /
QFHS2525LL30-185H ° 25x25 150 26 5 30 185-400 Z¥HS**
QFHS2525RR30-185H o 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 ZT*S**
® Ex stock © On demand
*< With internal cooling
Spare parts
Insert Z*HS** Z*KS** ZT*S**
H 25 25 25
( Screw GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20
e Wrench W50RL W50RL W50RL
Insert
A356
System code A372 Grade selection A348 Technical info A445 Cutting data A400
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Parting & grooving ool holders

Parting & grooving tool holder (axial)

A

QF*DR/L
g‘l
e
s| [I@ “
w—l-2r L
Left hand style
B Stock Dimensions [mm] Inserts
Article sk
R|L| HxB L s W A (mf_gm 7
o QFFD2020R/L7-48L o o 20x20 150 285 3 7 48x66 Z*FD**
E QFFD2020R/L7-60L ¢} o 20x20 150 28.5 3 7 60x80 Z*FD**
§ QFFD2020R/L7-74L e O 20x20 150 285 3 7 74x110 Z*FD**
QFFD2020R/L7-100L o o 20x20 150 28.5 3 7 100x150 Z*FD**
QFFD2020R/L10-48L e o 20x20 150 315 3 10 48x66 Z*FD**
QFGD2020R/L10-52L ¢} L] 20x20 150 315 4 10 52x72 Z*GD**
QFFD2020R/L10-60L e o 20x20 150 315 3 10 60x80 Z*FD**
C QFGD2020R/L10-64L o o 20x20 150 315 4 10 64x100 Z*GD**
QFFD2020R/L10-74L e o 20x20 150 315 3 10 74x110 Z*FD**
QFGD2020R/L10-90L ° L] 20x20 150 315 4 10 90x140 Z*GD**
QFFD2020R/L10-100L o e 20x20 150 315 3 10 100x150 Z¥FD**
CC.‘ﬂ QFGD2020R/L10-130L ) o 20x20 150 315 4 10 130x230 7*GD**
= QFGD2020R/L15-52L o e 20x20 150 36.5 4 15 52x72 Z*GD**
5 QFGD2020R/L15-64L ° o 20x20 150 36.5 4 15 64x100 Z*GD**
QFGD2020R/L15-90L o o 20x20 150 36.5 4 15 90x140 Z*GD**
QFGD2020R/L15-130L o ¢} 20x20 150 36.5 4 15 130x230 7*GD**
QFFD2525R/L10-48L e o 25x25 150 36.5 3 10 48x66 Z*FD**
QFFD2525R/L10-60L ° ¢} 25x25 150 36.5 3 10 60x80 Z*FD**
D QFFD2525R/L10-74L o O 25x25 150 36.5 3 10 74x110 Z*FD**
QFFD2525R/L10-100L o o 25x25 150 36.5 3 10 100x150 Z¥FD**
QFGD2525R/L13-52L o e 25x25 150 39.5 4 13 52x72 Z*GD**
= g QFKD2525R/L13-60L ¢} ¢} 25x25 150 39.5 6 13 60x100 Z*KD**
g = QFGD2525R/L13-64L e o 25x25 150 39.5 4 13 64x100 Z*GD**
S g QFKD2525R/L13-88L o o 25x25 150 395 6 13 88x180 Z*KD**
& E QFGD2525R/L13-90L e O 25x25 150 39.5 4 13 90x140 Z*GD**
QFGD2525R/L13-130L ¢} ¢} 25x25 150 39.5 4 13 130x230 Z*GD**
QFFD2525R/L17-48L e o 25x25 150 43.5 3 17 48x66 Z*FD**
QFFD2525R/L17-60L ° o 25x25 150 435 3 17 60x80 Z*FD**
E QFFD2525R/L17-74L e O 25x25 150 435 3 17 74x110 Z*FD**
QFFD2525R/L17-100L ° ° 25x25 150 435 3 17 100x150 Z*FD**
QFGD2525R/L22-52L e O 25x25 150 48.5 4 22 52x72 Z*GD**
QFKD2525R/L22-60L ° L] 25x25 150 48.5 6 22 60x100 Z*KD**
~ QFGD2525R/L22-64L e o 25x25 150 48.5 4 22 64x100 Z*GD**
% QFKD2525R/L22-88L ¢} ° 25x25 150 48.5 6 22 88x180 Z*KD**
= QFGD2525R/L22-90L e o 25x25 150 48.5 4 22 90x140 Z*GD**
QFGD2525R/L22-130L ° L] 25x25 150 48.5 4 22 130x230 Z*GD**
System code A372 Grade selection A348 Technical info A445 Cutting data A400
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Toolholders  Parting & grooving

Stock Dimensions [mm] Inserts
Article sl
@D

R|L| HxB L s w O /"’
QFHD2525R/L13-58L o o 25x25 150 39.5 5 13 58x96 Z¥HD**
QFHD2525R/L13-86L e O 25x25 150 39.5 5 13 86x140 Z*HD**
QFHD2525R/L13-130L o o 25x25 150 39.5 5 13 130x200 Z*HD**
QFHD2525R/L13-185L o o 25x25 150 39.5 5 13 185x400 Z*HD**
QFHD2525R/L22-58L e O 25x25 150 48.5 5 22 58x96 Z¥HD**
QFHD2525R/L22-86L e O 25x25 150 48.5 5 22 86x140 Z*HD**
QFHD2525R/L22-130L e O 25x25 150 48.5 5 22 130x200 Z*HD**
QFHD2525R/L22-185L e O 25x25 150 48.5 5 22 185x400 Z*HD**

® Ex stock 0 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
? Screw GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20 GB70-85-M6x20
. Wrench W50RL W50RL W50RL W50RL
Insert
A351
System code A372 Grade selection A348 Technical info A445 Cutting data A400
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Parting & grooving ool holders

Parting & grooving tool holder (axial)

QFHSDR/L

s| K@ ||
W—f=-2" L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
@D
R| L HxB L S w almax — ’ ,‘
QFHS2525R/L30-185L e O 25x25 150 56.5 5 30 185x400 Z¥HS**
® Ex stock 0 On demand
> With internal cooling
Spare parts
Insert Z*¥HS**
H 25
e Screw GB70-85-M6x20
b Wrench WS50RL
Insert
A356
System code A372 Grade selection A348 Technical info A445 Cutting data A400
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Toolholders  Parting & grooving

Parting & grooving tool holder (axial)

QF**R/L

L
@D= Range of entering

Left hand style
Stock Dimensions [mm] Inserts
Article sl
@D
R|L| HxB L S w st > 4
QFHS2525R/L30-185H e o 25x25 150 235 5 185-400 Z¥HS**
QFKS2525R/L30-160H e o 25x25 150 23 6 160-400 Z¥KS**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert Z*HS** Z*KS**
H 25 25
’ Screw GB70-85-M6x20 GB70-85-M6x20
T Wrench W50RL W50RL
Insert
A356
System code A372 Grade selection A348 Technical info A445 Cutting data A400
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Parting & grooving ool holders

Parting & grooving tool holder (external)

C40X-Q*DR/L

od

= {H
/ | -
L2 ) )
€ L1
Right hand style
Stock Dimensions [mm] Inserts
Article sl =
R| L @D od S L L, \:’
C40X-QKDR/L60-15A e 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 Z¥LD**
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**
H 32-40 32-40
e« Screw GB70-85-M6x20 GB70-85-M6x20
¢ | Wrench WH50L WH50L
Insert
A364
System code A372 Grade selection A348 Technical info A445 Cutting data A400
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Toolholders  Parting & grooving

Parting & grooving tool holder (internal)

C***-Q*DR/L

®

W L @Dmin
Right hand style
Stock Dimensions [mm] Inserts
Article %
"R | L| oDmin od L S w Al /
C16M-QBDR/L04-20 e o 20 16 150 12 2 4 Z*BD**
C20Q-QEDR/L05-27 ) [ 27 20 180 15,2 2,5 5 Z*ED**
C25R-QEDR/L07-33 e o 33 25 200 20,3 2,5 7 Z*ED**
C32S-QEDR/L09-42 e o 42 32 250 25,3 2,5 9 Z*ED**
C20Q-QFDR/L05-27 e o 27 20 0 15,2 3 5 Z*FD**
C25R-QFDR/L07-33 ° [ 33 25 200 20,3 3 7 Z*FD**
C32S-QFDR/L09-42 ) () 42 32 250 25,3 3 9 Z*FD**
C25R-QGDR/L08-35 e o 35 25 200 21,5 4 8 Z*GD**
C32S-QGDR/L11-44 e o 44 32 250 27,5 4 11 Z*GD**
C40T-QGDR/L13-54 ° [ 5 40 300 33,5 4 13 Z*GD**
C25R-QHDR/L08-35 ° ° 35 25 200 21,5 5 8 Z*HD**
C32S-QHDR/L11-44 ) [ 44 32 250 27,5 5 11 Z*HD**
C40T-QHDR/L13-54 e o 54 40 300 33,5 5 13 Z*HD**
C25R-QKDR/L08-35 ° [ 35 25 200 21,5 6 8 Z*KD**
C32S-QKDR/L11-44 () ° 44 32 250 27,5 6 11 Z*KD**
C40T-QKDR/L13-54 [ ° 54 40 300 33,5 6 13 Z*KD**
® Ex stock o On demand
*< With internal cooling
Spare parts
Insert Z*ED** | Z*ED** | Z*ED** | Z*FD** | Z*FD** | Z*FD** | Z*GD** | Z*GD** | Z*HD** | Z*HD** | Z*KD** | Z*KD**
H 20 25 32-40 20 25 32-40 25 32-40 25 32-40 25 32-40
( Screw GB70-85-| GB70-85-| GB70-85- | GB70-85- | GB70-85- | GB70-85- | GB70-85- | GB70-85- | GB70-85- | GB70-85- | GB70-85- | GB70-85-
M4x12 M5x16 | M6x20 M4x12 M5x16 M6x20 M5x16 M6x20 M5x16 M6x20 M5x16 M6x20
f’ Wrench WH30L | WH40L | WH50L | WH30L | WH40L | WH50L | WH40L | WH50L | WH40L | WH50L | WH40L | WH50L
Insert
A351
System code A373 Grade selection A348 Technical info A445 Cutting data A400
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Parti ng & g roovi NQ System code - tool holders - QC series

External tool holders — QC series

GQC R 20 20

15

1 2 3 4 5 6 7
Type Height [mm] Width [mm] Length [mm]
Code Description Code | Description Code Description Code Description
Series R Right 16 16 16 16 K 125
L Left 20 20 20 20 M 150
25 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

S 20 K

- QC

16 15

R 25

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 Series
C Solid carbide shank 20 20 K 125
A Solid carbide shank (IC) 25 25 M 150
1 2 3 4
Cutting edge length [mm] Cutting width range [mm]
Code 1.C Code Insert size
11 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(QCT1**¥) 1.8<5<3.0(QC16**¥) 2.3<5<3.3(QC22%**)
22 12.70 35 - - 3.3<5<4.8(QC22%**)
5 6
Cutting direction Starting diameter [mm]
Code Description Code (%) Code (4]
R Right 16 16 25 25
L Left 20 20 35 35
7 8
N
A396 l‘
zcc-cT




Tool holders — QC series Parting & grOOVing

Grooving (external)

GQC**R/L

T

L 1
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L H L S e B Width
GQCR/L1616K16-15 e o 16 125 21 25.5 16 0.5-1.80 QC16R/L 050-180
GQCR/L1616K16-25 e o 16 125 21 25.5 16 1.8-3.0 QC16R/L 050-300
GQCR/L2020K16-15 e o 20 125 25 255 20 0.5-1.80 QC16R/L 050-180
GQCR/L2020K16-25 ° ° 20 125 25 255 20 1.8-3.0 QC16R/L 050-300
GQCR/L2525M16-15 e o 25 150 30 25.5 25 0.5-1.80 QC16R/L 050-180
GQCR/L2525M16-25 e o 25 150 30 25.5 25 1.8-3.0 QC16R/L 050-300
GQCR/L2020K22-15 e o 20 125 25 25.5 20 1.0-2.3 QC22R/L 100-230
GQCR/L2020K22-25 ° ° 20 125 25 255 20 2.3-33 QC22R/L 100-330
GQCR/L2020K22-35 ° [ 20 125 25 255 20 3.3-48 QC22R/L 100-480
GQCR/L2525M22-15 e o 25 150 30 25.5 25 1.0-2.3 QC22R/L 100-230
GQCR/L2525M22-25 e o 25 150 30 25.5 25 2.3-33 QC22R/L 100-330
GQCR/L2525M22-35 e o 25 150 30 25.5 25 3.3-4.8 QC22R/L 100-480
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert QC16R/L 050-180 QC22R/L 100-230
H 16-32 16-32

v Screw I60M3.5%10 I60M5x13
V Wrench (shim) WT15IP WT20IP

Insert

Medium Cut
A367
A396 Grade selection A348 Technical info A445 Cutting data A400
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Tool holders — QC series

Parting & grooving

Turning

Milling

N

Drilling

O

Technical
Information

Index

System code A396

A398

S_QCR/L
S*K-QC**R/L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R | L | @Dmin od L S e Width
S16H-QC1115R/L20 e o 21 16 100 11.5 12 0.5-1.80 QC11R/L 050-180
S16H-QC1125R/L20 [ ] [ 21 16 100 11.5 12 1.8-3.0 QC11R/L 050-180
S20K-QC1115R/L16 o o 16 20 125 11.1 40 0.5-1.80 QC11R/L 050-180
S20K-QC1125R/L16 [ ° 16 20 125 1.1 40 1.8-3.0 QCT11R/L 050-180
S20M-QC1615R/L25 e o 26 20 150 12.5 15 0.5-1.80 QC16R/L050-180
S20M-QC1625R/L25 e o 26 20 150 12.5 15 1.8-3.0 QC16R/L050-180
S25M-QC2215R/L35 e o 35 25 150 18.2 15 1.0-2.3 QC22R/L100-230
S25M-QC2225R/L35 [ ° 35 25 150 18.2 20 2.3-33 QC22R/L100-230
S25M-QC2235R/L35 ° ° 35 25 150 18.2 20 3.3-48 QC22R/L100-230
® Ex stock o On demand
> With internal cooling
Spare parts
Insert QC11R/L 050-180 QC16R/L050-180 QC16R/L050-180 QC22R/L100-230
od 16-20 20 25 25

v Screw 160M2.5%6.5 160M3.5x10 160M5%13 160M5x%13
§9/ Wrench (shim) WTO7IP WT15IP WT20IP WT20IP

Insert

Medium Cut
A367
Grade selection A348 Technical info A445 Cutting data A400
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Parting & grOOVing Recommended cutting data

Parting & grooving inserts

Starting values for cutting speed vc [m/min]

Q
>
o
Brinell g HC (CVD) HC (PVD)
Material group Composition / structure / heat treatment hardness £
HB £
J.-:‘é YBC252 YBG105 YB9320
=
ca.0,15% C annealed 125 1 190 200 190
ca.0,45% C annealed 190 2 175 180 175
Unalloyed steel ca.0,45 % C tempered 250 3 145 150 145
ca.0,75% C annealed 270 4 140 145 140
ca.0,75% C tempered 300 5 135 140 135
annealed 180 6 170 180 170
tempered 275 7 125 130 125
Low-alloyed steel
tempered 300 8 115 120 115
tempered 350 9 105 110 105
High-alloyed steel and high-alloyed annealed 200 10 125 130 125
tool steel hardened and tempered 325 1 95 100 95
ferritic/martensitic annealed 200 12 165 170 165
martensitic tempered 240 13 135 140 135
Stainless steel
austenitic quench hardened 180 14 155 160 155
austenitic-ferritic 230 15 135 140 135
perlitic/ferritic 180 16 240 250 240
Grey cast iron
perlitic (martensitic) 260 17 185 190 185
ferritic 160 18 220 230 220
Cast iron with spheroidal graphite
perlitic 250 19 165 170 165
ferritic 130 20 175 180 175
Malleable cast iron
perlitic 230 21 165 170 165
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% Si, cannot be hardened 75 24
Cast aluminium alloys <12% Si, hardenable hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @i, @S % 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30 100 95
Fe-based alloys
hardened 280 31 50 50
Heat-resistant alloys annealed 250 32 80 80
Ni or Co bass hardened 350 33 70 70
cast 320 34 70 70
pure titanium Rm 400 35 150 145
Titanium alloys
aand B alloys hardened Rm 1050 36 50 50
hardened and tempered 55 HRC 37
Hardened steel
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
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D22.

Note: 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
YBG202 YBG205 YBG302 YD101 YD201
190 190 185
175 175 170
145 145 140
140 140 135
135 135 130
170 170 165
125 125 125
115 115 115
105 105 105
125 125 125
95 95 95
165 165 160
135 135 130
155 155 150
135 135 130
240 240 235
185 185 180
220 220 215
165 165 160
175 175 170
165 165 160
800 760
600 570
320 305
240 230
160 155
160 155
600 570
200 190
95 95 95 70 65
50 50 50 35 35
80 80 75 60 60
70 70 65 50 50
70 70 65 50 50
145 145 140 105 100
50 50 50 35 35

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

A404-A407
A408
A409

A410
A411-A435

A436
A437-A443

A444

A447
A454-A455
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Threading

System overview

Internal Thread

External Thread

Thread types Profile Zer;tx:::gl Insert pitch [mm] pitch [mm] Page
ISO metric coarse thread 60° GM 0.5-6.0 0.5-6.0 A335
full profile
ISO me'c';;crtci:?;sri ;T;ead 60° 60° 0.5-5.0 (5-48) 0.5-5.0 (5-48) A337
ISO met;;crtcig?;sri ftiflleread 55° 550 0.5-5.0 (5-48) 0.5-5.0 (5-48) A337
Whitworth w 8-16 8-16 A338
vendso o | UM VO
BSPT Whit\t/}/s;t;:jtaper pipe BSPT 11-28 11-28 A340
NPTF dg;:zilhégzrgc;n taper NPT 8-27 8-27 A341
NPTF dryseal American taper 8-27 8-27 A341

pipe thread 60°

NPTF

A404




System overview Th read i ng

Thread types Profile Sectlc?nal Insert InternaIThread ExternaIThread Page
drawing pitch [mm] pitch [mm]
R knuckle thread 30° R 6-10 6-10 A343
.
MJ thread for aerospace M) 3 &.“ ’ a - 1.5-2.0 A344
roctir | 8
.
UNJ unified screw thread UNJ 1 i I ¢ _ - 8-32 A344
[ n
TR metrical ISO traopezmdal T I‘ ) 15-3.0 15-3.0 A345
thread 30 "
] 1ﬂ
ACME American Tatlonal AC A ‘%\ 816 816 A346
thread 29 S
R |
STUB-ACME thread STAC “\f 8-16 8-16 A347
AP1 60° thread AP P 4-5 4-5 A348
am
APl round thread RD 6 810 810 A349
i\ /m
Kni
A405

A
9
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Threading

System overview

External Thread

thread (thin type)

i Int I Thread
Thread types Profile Sectlc?nal Insert n erna rea . Page
drawing pitch [mm] pitch [mm]
API A i butt T3
el can puttress BUT ii N 5 5 A350
A
ISO metric coarse thread 60°
full profile (thin type) GM ‘ 0.5-3.0 0.5-3.0 A335
ISO metric coarse thread 60° o
partial profile (thin type) 60 ‘ 0.5-3.0 (8-48) 0.5-3.0 (8-48) A337
ISO metric coarse thread 55° o
partial profile (thin type) 55 ‘ 0.5-3.0 (8-48) 0.5-3.0 (8-48) A337
Whitworth (thin type) w A 8-16 8-16 A338
UN unified conventional
thread 60° full profile (thin UN 8-24 8-20 A339
type)
BSPT Whitworth taper pipe
thread (thin type) BSPT 11-28 11-28 A340
NPT American taper pipe NPT ‘ 8-27 8-27 A341
R

A406

i
9



System overview Th rea d i n g

Type

Tool holder

Dimensions [mm]

Page

External thread holder

16x16x100
25%25%150
32%32x170

20%x20x125
32x25%170
40%x40x250

A358

Internal thread holder

16x125%12
16x150%20
20x180x25
32x200x40
40%300x50

16x150x16
20x150%25
25%150%32
32x250x40
50%350x63

B359

External thread holder
(Thin Type)

16x16x100
20%x20x125

32x25%170
32%32x170

25x25x150

A358

Internal thread holder
(Thin Type)

16x150%20 32%200%x40
20x180%25 32x250%x40
25%x150%32

B359

4
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Threading crade overview

Threading
Grade I1SO Micro structure Grade description
PVD coated P10-P30/M10-M30 carbide substrate for finishing to medium
P10-P30 oo . . h - N
YBG201 application of steel and stainless steel. Good wear resistance in a wide application
M10-M30 field
YBG202 P10-P30 PVD coated P10-P30/M10-M25 carbide substrate for finishing to medium application
M10-M25 of stainless steel and steel (milling). Good wear resistance in a wide application field.
P10-P30 PVD multilayer coated P10-P30/M20-M40/S15-525 carbide substrate for finishing
YBG205 M20-M40 g ¢ to medium application of stainless steel, super alloy and steel (milling). Good wear
S15-S25 resistance and thermal stability in a wide application field.
i
N
A408 v



Application fields of grades Threadi ng

Application fields of grades - Threading

I1SO

HC' (CVD)

HC' (PVD)

HT

HC?

Ceramic

HW CBN

PCD

PO1

P10

)

P | P20

YBG205

YBG202 |

P30

(

( vyBG201 |

P40

MoO1

M10

M | m20

YBG205

YBG201

YBG202

M30

M40

KO1

K10

K20

K30

NO1

N10

N20

N30

S01

S10

S20

YBG205

S30

YBG201

YBG202

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

A409
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Threadi NQ system code - inserts

R T 22. 01

W

- 3.50 GM

(P) (B

1 2 3 4 5 6 7 8 9
Type Insert shape Insert size [mm] Teeth per cutting edge
Code Description Code 1.C Code Description
R Right A ) 1 6.35 01 1
T Z Special
L Left 16 9.252 02 2
22 12.70
1 2 3 4
Application Pitch Thread profile
Code Description Code Pitch range (part profile) Code Description
w External thread A 0,5-1,5mm 48-16 (TPI) GM ISO metric coarse thread 60°
N Internal thread AG 0,5-3,0mm 48-38 (TPI) 60 Partial profile 60°
G 1,75-3,0mm 14-8 (TPI) 55 Partial profile 55°
N 3,5-5,0mm 7-5(TPI) w Whitworth
UN Unified conventional thread
Pitch range [mm] (full profile) BSPT Whitworth taper pipe thread
0,50 0,75 1,00 1,25 1,50 NPT American taper pipe thread
1,75 2,00 2,50 3,00 3,50 NPTF Dryseal American taper pipe thread
4,00 4,50 5,00 5,50 6,00 R Knuckle thread 30°
MmJ Thread for aerospace
Pitch range (TPI) (full profile) UNJ Unified screw thread
456 8 TR Metrical ISO trapezoidal thread
10 11 11,5 12 AC American national thread
14 16 18 19 STAC STUB-ACME thread
20 24 27 28 AP API 60° thread
RD API round thread
BUT American buttress thread
5 6 7
Insert thickness [mm]
Chip breaker Code Description
B Thin type
8 9

A410




nserts  Threadi ng

Threading Inserts

R/LT*N/W | I.C S d
11 635 | 3.18 | 28
16 9525 | 397 | 44
22 127 | 556 | 55

1SO metric coarse thread 60°

External Right hand Internal Right hand 1SO 965-1980 DIN 13
Internal Left hand External Left hand GB-T 197-2003  Tolerance: 6g-6H
HC' (PVD) HC' (PVD)
Pitch
ISO External — M Internal — M,
(T.Pi) o o o o
o N o N
[GRV) [GRU)
[sapyea) [sapyea)
> > > >
- LT11.01N-0.50GM o o
11
- LT11.01N-2.00GM ® O
2.00
- RT11.01N-2.00GM L
- LT16.01N-0.50GM oo
0.50
- RT16.01N-0.50GM o o
- LT16.01N-0.75GM o o
T e e L
- RT16.01N-0.75GM o o
00 RT16.01W-1.00GM o e RT16.01N-1.00GM o o
LT e T S
LT16.01W-1.00GM ® O LT16.01N-1.00GM ® O
RT16.01W-1.25GM o e RT16.01N-1.25GM o o
L L T e T T e
16 LT16.01W-1.25GM ® O LT16.01N-1.25GM ® O
RT16.01W-1.50GM o e RT16.01N-1.50GM o e
) T S T e B B
LT16.01W-1.50GM ® O LT16.01N-1.50GM ® O
RT16.01W-1.75GM o e RT16.01N-1.75GM o o
L S e R
LT16.01W-1.75GM ® O LT16.01N-1.75GM ® O
500 RT16.01W-2.00GM o e RT16.01N-2.00GM o e
’ LT16.01W-2.00GM e O LT16.01N-2.00GM e O
2.50 RT16.01W-2.50GM o e RT16.01N-2.50GM o e
e Ex Stock o On demand HC' Coated carbide
System code A410 Grade selection A409 Technical info A445 Cutting data A444

A411
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Threading

Inserts

Threading Inserts

R/LT*N/W | I.C S d
11 635 | 3.18 | 28
16 9525 | 397 | 44
22 127 | 556 | 55

1SO metric coarse thread 60°

External Right hand Internal Right hand 1SO 965-1980 DIN 13
Internal Left hand External Left hand GB-T 197-2003  Tolerance: 6g-6H
HC' (PVD) HC' (PVD)
ISO Pitch External — M Internal —_M
(T.Pi) 23 IS
2B 2B
25 LT16.01W-2.50GM ® O LT16.01N-2.50GM ® O
6 | | RT16.01W-3.00GM |0 e || RT1601N-3.00GM | HEERERERBER
0 Mreowaooam e o T LT16.01N-3.00GM | HEBRRERBER
RT22.01W-3.50GM o o RT22.01N-3.50GM o e
20 Mirpowasoam e o T LT22.01N-3506M | oo
RT22.01W-4.00GM |0 e RT22.01N-400GM | ce
#0 r20twac0aM e o IT22.01N-4.00GM | oo
RT22.01W-4.50GM o o RT22.01N-4.50GM o e
430 LT22.01W-4.50GM o o LT22.01N-4.50GM ® O
2 RT22.01W-5.00GM o o RT22.01N-5.00GM o o
*0 M Ma0wsceM e o LT22.01N-5.00GM | B EREREREER
RT22.01W-5.50GM o o ﬁféi;o1N-5_5OGM 777777777 o - B B BB
>0 Mmpowssoam oo T LT22.01N-5.506M | SET A
"""" RT22.01W-6.00GM |0 e | RT220IN600GM  |oe
“% Mirzoweooam e o T2201N-6006M | BHAEEEBE
® Ex Stock o On demand HC' Coated carbide
Tool Holders
SWR/L SNR/L
— —— "_E "l
‘__,':- - ",i-"'"# —
""""""" A437 | A438
System code A410 Grade selection A409 Technical info A445 Cutting data A444

A412

-~



Inserts Th read i ng

R/LT**N/W | 1.C S d
16 9,525 | 397 | 44

Turning

Milling

N

Drilling

O

Technical
Information

Index

Threading Inserts 2 127596 55
Partial profile 60°
External Right hand Internal Right hand
Internal Left hand External Left hand
HC' (PVD) HC' (PVD)
Pitch
ISO e External — M Internal — M
(T.PJ) o o o Q
o N o N
[CHU} (GG}
[sajyaa) [sajyaa)
> > > >
RT16.01W-A60 o e RT16.01N-A60 o O
0,50-1,50 |-
LT16.01W-A60 ® O LT16.01N-A60 ® O
RT16.01W-AG60 oe RT16.01N-AG60 o o
0,50-3,00
1 LT16.01W-AG60 ® O LT16.01N-AG60 e o
RT16.01W-G60 o o RT16.01N-G60 o o
LT16.01W-G60 ® O LT16.01N-G60 o o
1,75-3,00 |-
RT16.01W-G60P* o o RT16.01N-G60P* o o
LT16.01W-G60P* o o LT16.01N-G60P* o o
- RT22.01N-N60 0 O
- LT22.01N-N60 0 O
22 35055, 00
RT22.01W-N60P* o e RT22.01N-N60P* o e
LT22.01W-N60P* o o LT22.01N-N60P* 0 O
e Ex Stock o On demand HC' Coated carbide
P*: Inserts with chip-breakers
Tool Holders
SWR/L SNR/L
P == il
-F,_,.,ﬂ”‘ﬁ e
A437 A438
System code A410 Grade selection A409 Technical info A445 Cutting data Ad44

a5

A413



Th read | ng Inserts

R/LT**N/W | 1.C S d
A 16 | 9525|397 | 44
. 22 12,7 | 5,56 55
Threading Inserts
Partial profile 55°
o
£
c
5 —a
'—
o R,
B External Right hand Internal Right hand
Internal Left hand External Left hand
HC' (PVD) HC' (PVD)
Pitch
ISO External — M Internal M
=) (T.Pi)) o o S o
(= o N o N
= o3 23
= > > > >
RT16.01W-A55 o o RT16.01N-A55 o o
0,50-1,50
LT16.01W-A55 ® O LT16.01N-A55 o o
RT16.01W-AG55 o e RT16.01N-AG55 o e
YAVECTV') Y NGRS N N W B W v R— W W . -
LT16.01W-AG55 o o LT16.01N-AG55 ® O
LT T L B .
C RT16.01W-G55 o o RT16.01N-G55 o O
LT16.01W-G55 ® O LT16.01N-G55 o o
L/ QO SRR N N NS W N |BSetdahe e —— N W - - -
RT16.01W-G55P* o o RT16.01N-G55P* o ©
LT16.01W-G55P* ® O LT16.01N-G55P* o o
= - RT22.01N-N55 oo
E 22 3,50-5,00 | - LT22.01N-N55 oo
RT22.01W-N55P* ¢} RT22.01N-N55P* o
e Ex Stock o On demand HC' Coated carbide
P*: Inserts with chip-breakers
D Tool Holders
SWR/L SNR/L
-__,-':' - set™
c fax [im
_ < g ﬁ
Y o=
2w
2= A437 A438
g0
=
<
9]
o
=
System code A410 Grade selection A409 Technical info A445 Cutting data A444

A414
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nserts  Threadi ng

R/ALT**N/W | 1.C S d

Turning

Milling

N

Threading Inserts 16 [9525] 397 | 44
Whitworth
External Right hand Internal Right hand 1SO 228-1:1982  DIN 259.B.S.84: 1956
Internal Left hand External Left hand Tolerance: Medium class 1
HC' (PVD) HC' (PVD)
ISO Pitch External — M Internal — M
(T.Pi) S B
B B
RT16.01TW-8W o o RT16.01N-8W o o
800 Mireotwew oo LT16.01N-8W ° o0
RT16.01W-OW oo RT16.01N-OW oo
200 LT16.01W-9W oo LT16.01N-9W ° o
RT16.01TW-10W o o RT16.01TN-10W SERS)
1000 LT16.01W-10W o o LT16.01N-10W SERS)
RT16.0TW-T1W o e RT16.01N-11W o e
16 11.00 |
LT16.01W-11W ® O LT16.01N-11W SERS)
| gTeotw-2w o o - RmeoIN-T2ZW | oo
1200 eeowaw B M meomazw BEEER
| rmeotwiaw | ce | RmeoiNaWw | HEBRRBEB
B0 meowraw | eoc  |imeoinaw | HEBRRBEB
| rmeotwiew | ce | gmeoiniew | HEBEERBEB
0 Fmsowasw | oo  |imeoiniew | HEERBEBE
e Ex Stock o On demand HC' Coated carbide
Tool Holders
SWR/L SNR/L
;z‘.;;'!!‘ﬁ :1.1;57#
""" A437 C A438
System code A410 Grade selection A409 Technical info A445 Cutting data A444

a5
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Th read | ng Inserts

Threading Inserts

R/ALT**N/W | 1.C

16 9.525

3.97

44

UN unified conventional thread

(@)] =
£ T
c
- D
= - 3
—_ wd
External Right hand Internal Right hand AS;E B1.1-1989
B Internal Left hand External Left hand Tolerance: 2A-2B
HC' (PVD) HC' (PVD)
Pitch
ISO External — M Internal _M
(T.Pi) o o o o
o N o AN
o 2 a2 a 3
£ gl > = >~
= RT16.01W-8UN o o RT16.01N-8UN © O
= Y04 QR St | S WO N W S| Wit ————| N W - - -
LT16.01W-8UN o o LT16.01N-8UN o o
1000 RT16.01W-10UN o o RT16.01N-10UN o o
' LT16.01TW-10UN o o LT16.01N-10UN o O
12.00 RT16.01TW-12UN o o RT16.01N-12UN o O
C ' LT16.01W-12UN oo LT16.01N-12UN oo
00 RT16.01TW-14UN o o RT16.01N-14UN © O
14.
6 LT16.01W-14UN o o LT16.01N-14UN © O
‘I ,,,,,,,,,,,,,,,,,,
6.00 RT16.01W-16UN o o RT16.01N-16UN © 0o
LT e e T
g LT16.01W-16UN o o LT16.01N-16UN o O
% RT16.01W-18UN o o RT16.01N-18UN o o
&) I J P (0 SO SO S
LT16.01W-18UN o o LT16.01N-18UN o o
20,00 RT16.01W-20UN o o RT16.01N-20UN o o
' LT16.01W-20UN o o LT16.01N-20UN o O
- LT16.01N-24UN © o
D L R B T i M M [
- RT16.01N-24UN o o
e Ex Stock o On demand HC' Coated carbide
_ <
S .g Tool Holders
€ g SWR/L SNR/L
0 O
— “'_E o
. - =]
o g
- -
A437 A438
<
()
o
£
System code A410 Grade selection A409 Technical info A445 Cutting data A444

A416
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Inserts Th read i ng

R/ALT*N/W | 1.C S d

Threading Inserts 16 [9525] 397 | 44
BSPT Whitworth taper pipe thread
External Right hand Internal Right hand I1SO 7-1:1984 B.S.21:1985
Internal Left hand External Left hand Standard BSPT
HC' (PVD) HC' (PVD)
Pitch
ISO External — M Internal — M
(T.Pi) o o o o
o N o N
(G, (G,
[sapyea) [sapyea)
> > > >
1100 RT16.01W-11BSPT o o RT16.01N-11BSPT o o
' LT16.01W-11BSPT ® O LT16.01N-11BSPT o o
14.00 RT16.01W-14BSPT o o RT16.01N-14BSPT o ©
6 ’ LT16.01W-14BSPT o o LT16.01N-14BSPT o o
19.00 RT16.01W-19BSPT o o RT16.01N-19BSPT o ©
’ LT16.01W-19BSPT o o LT16.01N-19BSPT o o
28.00 RT16.01W-28BSPT o o RT16.01N-28BSPT o o
' LT16.01W-28BSPT o o LT16.01N-28BSPT o ©
e Ex Stock o On demand HC' Coated carbide
Tool Holders
SWR/L SNR/L
ot o) i o = -
""""""" A437 | pazs
System code A410 Grade selection A409 Technical info A445 Cutting data A444
g
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Th read | ng Inserts

R/ALT**N/W | 1.C S d
A Threading Inserts 16 9525397 | 44
NPT American taper pipe thread
)]
£
c
5
|—
External Right hand Internal Right hand ASME B1.20.1-1983
B Internal Left hand External Left hand Standard NPT
HC' (PVD) HC' (PVD)
Pitch
ISO e External — M Internal —_M"
(T.Pi) S g S &
o (GG} (GG}
[sapyaa) [sapyea)
< > > > >
= RT16.01W-8NPT oo RT16.01N-8NPT oo
= 8.00
LT16.01W-8NPT oo LT16.01N-8NPT o o
0 RT16.01W-11.5NPT o o RT16.01N-11.5NPT © O
11.5
LT16.01W-11.5NPT o o LT16.01N-11.5NPT o O
RT16.01W-14NPT o o RT16.01TN-14NPT © O
C 16 17 Y ettt BN st ot SO S S
LT16.01W-14NPT o o LT16.01N-14NPT © o
18.00 RT16.01W-18NPT o o RT16.01TN-18NPT © O
' LT16.01W-18NPT o o LT16.01N-18NPT © o
RT16.01W-27NPT o o RT16.01N-27NPT o O
)T e T e
g’ LT16.01W-27NPT o o LT16.01N-27NPT o O
= e Ex Stock o On demand HC' Coated carbide
&)
Tool Holders
SWR/L SNR/L
D i X e ﬁ- = -
ﬁ !’dﬁ'
- A437 A438
© O
v 5
£E
o O
=
<
()
o
£
System code A410 Grade selection A409 Technical info A445 Cutting data A444

-~
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Inserts Th read i ng

Threading Inserts

R/LT**N/W

1.C

16 9.525 | 3.97

NPTF dryseal American taper pipe thread

mar
L.
' '
il ,-B‘E
[
[ < | &9)
N i, '»
External Right hand Internal Right hand ANSI B1.20.1-1983
Internal Left hand External Left hand Tolerance: 2
HC' (PVD) HC' (PVD)
Pitch
ISO External — M Internal — M
(T.PJ) o o o o
o N o N
(GG} (GG}
[sapyea) [sapyea)
> > > >
8.00 RT16.01W-8NPTF o o RT16.01N-8NPTF o o
11.50 RT16.01W-11.5NPTF o o RT16.01N-11.5NPTF o o
16 14.00 RT16.01W-14NPTF o o RT16.01N-14NPTF o o
18.00 RT16.01W-18NPTF o o RT16.01N-18NPTF o o
27.00 RT16.01W-27NPTF o o RT16.01N-27NPTF o o
e Ex Stock o On demand HC' Coated carbide
Tool Holders
SWR/L SNR/L
i sl
- L~y
A437 A438
System code A410 Grade selection A409 Technical info A445 Cutting data A444

a5
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Th read | ng Inserts

R/ALT**N/W | 1.C S
A Threading Inserts 16 |9525] 397
R knuckle thread 30°
m -
£
c
E %) ©
Il Rl &
| 1“ R=0.7851F
External Right hand Internal Right hand DIN 405
B Internal Left hand External Left hand Tolerance: 7
HC' (PVD) HC' (PVD)
Pitch
ISO e External “ Internal “
(T.Pi) é S § S
o (GG} (GG}
[sapyea) [sapyea)
R= > > > >
g 6.00 RT16.01W-6R o o RT16.01N-6R o e
16 8.00 RT16.01W-8R o e RT16.01N-8R o e
10.00 RT16.01W-10R o o RT16.01N-10R o e
e Ex Stock o On demand HC' Coated carbide
Tool Holders
SWR/L SNR/L
o
£
a
c
© O
OB
£ E
o O
=
<
()
o
£
System code A410 Grade selection A409 Technical info A445 Cutting data A444

Al
A420 A



Inserts Th read i ng

R/LT**N/W | I.C S d
Threading Inserts 16 [9525] 397 | 44
MJ thread for aerospace
%
g
o
(€ )a o
l Refl 1 Gl 2P
External Right hand 1SO 5855-1999
Internal Left hand Tolerance: 4
HC' (PVD) HC' (PVD)
Pitch
ISO e External — M Internal —M"
(T.Pi) o o o o
o N o N
[GRV) [GRV)
[sapyaa) [sajyaa)
> > > >
16 1.50 RT16.01W-1.50MJ o o -
2.00 RT16.01W-2.00MJ o o -
e Ex Stock o On demand HC' Coated carbide
Tool Holders
SWR/L SNR/L
""" A437 A438

Grade selection A409 Technical info A445 Cutting data A444

System code A410

a5

A421

Turning
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N
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Threadlng Inserts
R/LT**N/W | 1.C S d
A Threading Inserts 16 [9525]| 397 | 44
UNJ unified screw thread
o = -]
c
= e LS
=}
a .|‘ d o o v
External Right hand 1SO 3161-1999
B Internal Left hand Tolerance: 3A
HC' (PVD) HC' (PVD)
Pitch
ISO External — M Internal “
(T.Pi) 2L é S
o (GG} (GG}
[sapyea) [sapyea)
= > > > >
g 8.00 RT16.01W-8UNJ o o -
10.00 RT16.01W-10UNJ o o -
12.00 RT16.01W-12UNJ o o -
14.00 RT16.01W-14UNJ o o -
16.00 RT16.01W-16UNJ o o -
LT e e e N e
C 18.00 RT16.01W-18UNJ o o -
20.00 RT16.01W-20UNJ o o -
24.00 RT16.01W-24UNJ o o -
28.00 RT16.01W-28UNJ o o -
2 3200 | RT16.01W-32UNJ oo -
E e Ex Stock o On demand HC' Coated carbide
Tool Holders
SWR/L SNR/L
P = | i
A -
A437 | A438
c
© O
A=
£E
o O
= E
<
()
o
£
System code A410 Grade selection A409 Technical info A445 Cutting data A444

A422

-~



Inserts Th read i ng

R/ALT*N/W | 1.C S d

Threading Inserts 16 |9525] 397 | 44
TR metrical ISO trapezoidal thread
% . 5
A Ly A3
External Right hand Internal Right hand 1SO 2901-2904
Internal Left hand External Left hand Tolerance: 7
HC' (PVD) HC' (PVD)
Pitch
ISO External — M Internal — M
(T.Pi) o o o o
o N o N
(GG} (GG}
[sapyea) [sapyea)
> > > >
1.50 RT16.01W-1.50TR o e RT16.01N-1.50TR o o
16 2.00 RT16.01W-2.00TR o e RT16.01N-2.00TR o o
3.00 RT16.01W-3.00TR o o RT16.01N-3.00TR o e
e Ex Stock o On demand HC' Coated carbide
Tool Holders
SWR/L SNR/L
e ailill
- L=y
""""""" A437 | A48
A410 Grade selection A409 Technical info A445 Cutting data Ad44
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a5

A423

Turning
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Turning

Milling

N

Drilling

O
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Th read | ng Inserts

Threading Inserts

R/ALT**N/W | 1.C

16 9.525

3.97

44

| "‘q\l‘l ‘@ "@

External Right hand

Internal Left hand

ACME American national thread

£y

Internal Right hand
External Left hand

Fa
a
_\_.'ﬂ

wd

ANSI B1.5-1988

Tolerance: 2G

HC' (PVD) HC' (PVD)
Pitch
ISO External — M Internal —_M;
(T.Pi) o o o o
o N o N
[CRG) [CHG)
[sapyea) [sapyea)
> > > >
8.00 RT16.01W-8AC o o RT16.01N-8AC o o
10.00 RT16.01W-10AC o o RT16.01N-10AC [o)e)
16 12.00 RT16.01W-12AC o o RT16.01N-12AC [o)e)
14.00 RT16.01W-14AC o o RT16.01N-14AC o o
16.00 RT16.01W-16AC o o RT16.01N-16AC o o
e Ex Stock o On demand HC' Coated carbide
Tool Holders
SWR/L SNR/L
| )
> e ::_;';;-"
""""""" A437 | pa38
System code A410 Grade selection A409 Technical info A445 Cutting data A444

A424

-~




Inserts Th read i ng

R/LT**N/W | 1.C S d
Threading Inserts 16 |9525] 397 | 44
STUB-ACME thread
g Y -]
\'F BG sl
f¢ _ T €Y il
' = | | 0 4z24R
External Right hand Internal Right hand ANSI B1.8-1988
Internal Left hand External Left hand Tolerance: 2G / API Standard
HC' (PVD) HC' (PVD)
Pitch
ISO External — M Internal '
(T.PJ) =] S o
o N o N
(G, (G,
[sapyea) [sapyea)
> > > >
8.00 RT16.01W-8STAC o o RT16.01N-8STAC oo
10.00 RT16.01W-10STAC o o RT16.01N-10STAC oo
16 12.00 RT16.01W-12STAC o o RT16.01N-12STAC o o
14.00 RT16.01W-14STAC o o RT16.01N-14STAC o o
16.00 RT16.01W-16STAC o o RT16.01N-16STAC oo
e Ex Stock o On demand HC' Coated carbide
Tool Holders
SWR/L SNR/L
- L~y
A437 A438
System code A410 Grade selection A409 Technical info A445 Cutting data A444
ag>
A425
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Turning

Milling

N

Drilling

O

Technical
Information

Index

Th read | ng Inserts

Threading Inserts

R/LT**N/W

1.C S

22

12,7 | 556

5,5

External Right hand

API 60° thread

o &

Internal Right hand

Me = taper, 2i.p.f--4°46), 3i.p.f--7°01"

Internal Left hand External Left hand APISPEC7:1990  Tolerance: API Standard
HC' (PVD) HC' (PVD)
Pitch
ISO External — M Internal — M,
(T.Pi) o o o o
o N o N
[CRG) [CHG)
[sapyea) [sapyea)
> > > >
RT22.01W-4AP382 o o RT22.01N-4AP382 [o)e)
RT22.01W-4AP383 o o RT22.01N-4AP383 o o
LT e S L e S
22 RT22.01W-4AP502 o o RT22.01N-4AP502 [o)Ne)
RT22.01W-4AP503 o o RT22.01N-4AP503 o o
5.00 RT22.01W-5AP403 o o RT22.01N-5AP403 [oNe)
e Ex Stock o On demand HC' Coated carbide
PB*: Inserts with chip-breakers
Tool Holders
SWR/L SNR/L
."f--:’ p - -
A437 A438
System code A410 Grade selection A409 Technical info A445 Cutting data A444

A426

-~



Inserts Th read i ng

Threading Inserts

R/LT**N/W | 1.C S d
16 9.525| 397 | 44
22 127 | 556 | 55

API round thread

L L
B - E
BL. [ T
External Right hand Internal Right hand APl spec. 5B
Internal Left hand External Left hand Tolerance: API RD
HC' (PVD) HC' (PVD)
Pitch
ISO e External — M Internal — M
(T.Pi) o o o o
o N o N
[CHU} (GG}
[sajyaa) [sajyaa)
> > > >
1 8.00 RT16.01W-8RD o o RT16.01N-8RD oo
10.00 RT16.01W-10RD o o RT16.01N-10RD o o
- 8.00 RT22.01W-8RD o o RT22.01N-8RD o o
10.00 RT22.01W-10RD ele} RT22.01N-10RD o o
e Ex Stock o On demand HC' Coated carbide
Tool Holders
SWR/L SNR/L
.'-’--:F o = -
""""""" A437 | p43s
System code A410 Grade selection A409 Technical info A445 Cutting data A444

a5

A427
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Turning

Milling

N

Drilling

O

Technical
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Th read | ng Inserts

Threading Inserts

R/LT**N/W
22

127 | 556 | 55

APl American buttress thread

LT

'h-.,ql‘! _.}__,.,--
o o
External Right hand Internal Right hand Me=taper 3/4i.p.f-1°47'-1°47' for @ 4 1/2-13 3/8"
Internal Left hand External Left hand 1i.p.f--2°23'for @16" SEPC.5B.1979 Tol.: API Std.
HC' (PVD) HC' (PVD)
Pitch
ISO I External — M Internal —_M"
(T.Pi) 29 K
(GG} (G}
[sajyaa) [ajyaa)
> > > >
2 500 RT22.01W-5BUT1 o o RT22.01N-5BUT1 o o
' RT22.01W-5BUT o o RT22.01N-5BUT [eNe)
e Ex Stock o On demand HC' Coated carbide
Tool Holders
SWR/L SNR/L
o &
- i
A437 A438
Grade selection A409 Technical info A445 Cutting data A444

System code A410

A428

-~



nserts  Threadi ng

Threading Inserts (Thin Type)

R/LT**N/W

1.C S d

16 9.525 | 3.52

1SO metric coarse thread 60°

i
2
External Right hand Internal Right hand 1SO 965-1980, DIN 13, GB/T 197-2003
Internal Left hand External Left hand Tolerance: 6g/6H
HC' (PVD) HC' (PVD)
ISO Pitch External =~ M Internal -
(T.Pi) QS IS
B B
0,50 RT16.01W-0.50GMB ® O RT16.01N-0.50GMB ® O
075 | RT1601W-075GMB |e 0 | RT160IN-0.75GMB | oo
| RT1601W-1.00GMB |e 0 | RT160IN-1.00GMB | e
e RT16.01N-1.00GMPB* oo
125 | RT16.01W-1.25GMB |e RT16.01N-1.25GMB oo
RT16.01W-1.50GMB ® O RT16.01N-1.50GMB ® O
16 120 RT16.01W-1.50GMPB* |@ e .
1,75 RT16.01W-1.75GMB oo RT16.01N-1.75GMB o e
RT16.01W-2.00GMB | e © RT16.01N-2.00GMB e o
200 prm—— RT16.01N-2.00GMPB* oo
"""" 250 | RT16.01W-250GMB |® o | RT1601N-250GMB  |e o
""""""""""""" RT16.01W-3.00GMB e o | RT160IN-3.00GMB e o
S R R R R RTI60IN-32.00GMPB* | AEEERNR
e Ex Stock o On demand HC' Coated carbide
PB*: Inserts with chip-breakers
Tool Holders
SWR SNR
A | e
L |
""" A441 A442
System code A410 Grade selection A409 Technical info A445 Cutting data A444
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Turning

Milling

N

Drilling

O

Technical
Information

Index

Threading |

nserts

Threading Inserts

(Thin Type)

R/LT**N/W

16 9.525 | 3.52

External Right hand

Internal Left hand

Partial profile 60°

i

Internal Right hand
External Left hand

HC' (PVD) HC' (PVD)
Pitch
ISO External - Internal -
(T.Pi) o o o o
o N o AN
(GG} (GG}
[sapyaa) [sapyaa)
> > > >
0,50-1,50 | RT16.01W-A60B ® O RT16.01N-A60B e O
RT16.01W-AG60B ® O RT16.01N-AG60B e O
16 0,50 - 3,00
RT16.01W-AG60PB* ° o -
1,75-3,00 | RT16.01W-G60B ® O RT16.01N-G60B ® O
e Ex Stock o On demand HC' Coated carbide
PB*: Inserts with chip-breakers
Tool Holders
SWR SNR
- _ o
- T
""""""" Ad41 | paa2
System code A410 Grade selection A409 Technical info A445 Cutting data A444

A430

-~



nserts  Threadi ng

R/ALT**N/W | 1.C S d

Turning

Milling

Threading Inserts (Thin Type) 16 |9325] 352
Partial profile 55°
o
External Right hand Internal Right hand
Internal Left hand External Left hand
HC' (PVD) HC' (PVD)
Pitch
I1SO External = Internal -
(T.Pi) o o o o
o N o N
(GG} (GG}
[sapyea) [sapyea)
> > > >
0,50-1,50 | RT16.01W-A55B ® O RT16.01N-A55B ® O
RT16.01W-AG55B ® O RT16.01N-AG55B ® O
16 0,50 = 3,00 frrerrmremee L e
RT16.01W-AG55PB* ® O
1,75-3,00 | RT16.01W-G55B ® O RT16.01N-G55B ® O
e Ex Stock o On demand HC' Coated carbide
PB*: Inserts with chip-breakers
Tool Holders
SWR SNR
il _ o
= =
&
""""""" Ad41 | Ada2
A410 Grade selection A409 Technical info A445 Cutting data Ad44

System code

a5
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Th read | ng Inserts

R/ALT**N/W | 1.C S d
A Threading Inserts (Thin Type) 16 [9325] 352
Whitworth
g’ 5
o
|—
External Right hand Internal Right hand ISO 965-1980, DIN 13, GB/T 197-2003
B Internal Left hand External Left hand Tolerance: Medium class A
HC' (PVD) HC' (PVD)
Pitch
ISO External - Internal .
(T.Pi) o o o o
o N o N
o [CRV) [GRU)
[sapyea) [sapyea)
c > > > >
g 8,00 RT16.01W-8W