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A TURN 'N G Guide to selecting turning tools
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TURN 'N G Turning Inserts Overview
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Without ﬂ - . & ]’
. e '
chipbreaker — E—— —
ccmw DCMW SCMW TCMW SPMW
Culing odge 06,09,12 07,11 06,09,12 11,16,22 09,12
Page A90 A93 A97 A102 A110

Wt
(7**"PCBN&PCD inserts )

o &/ & LA <=

CNGA

Cutting edge
Ienggth g 12

Page A120

DNGA
15
A122

SNGA
12
A124

TNGA
16
A126

VNGA
16
A127

E—

WNGA

A128

PCBNjinserts

tur|ning case
CNGN DNGN SNGN WNGN RNGN
Cuting edge 12 1 12,15 06,08 09,12,15
Page A121 A123 A125 A129 A129
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TURN 'N G Turning Inserts Overview

~ () -/ -/ - - " -
g CCGW cCcMX DCGW DCMX SCGW SCMX TCGW TCMX
[T Cutingedee  06,09,12 06,09,12 07,11 07,11 12 12 09,11,16 09,11,16
E‘- Page A130 A131 A132 A132 A134 A134 A135 A136
)
g.
- mp——
o - - = PCBNJinserts '
a @ e S e turn"‘g case
VBGW VBMX VCGW VCMX CCGN DCGN RCGN
nglego 16 16 16 16 12 11 09,12,15
Page A137 A137 A138 A138 A131 A133 A138
C Ceramic inserts )
-— — I
CNGA CNGN CNGX DNGA DNGN DNGX SNGA SNGX
LI 12,16 12,16 12 15 15 15 12 12
Page A142 A143 A144 A144 A145 A145 A146 A146
i [
[ — — 0 S U
SNGN TNGA TNGN WNGA RNGN
Cuttingedge 09, 12,15,19,25 16,22 16,22 08 09,12,15,19,25
Page A147 A148 A149 A150 A150

A10



Turning Inserts Overview TURN’NG A

C Parting and grooving inserts ]

. . . . e
Little;squirrel W \" '
series 4 f
ZPOD-MG ZPOS-MG ZTOD-MG ZTOD-MM ZTOS-MG ZTOD-EG
glifingedoe 253456 253456 253456 2,3,4,568 5,6 1-2.4(tailor-made)
Page A257 A257 A258 A258 A258 A259
=
- >4 :
3
\\ ZTOD-EG ZIMF-NM ZROD-MG ZROD-EG ZIGQ-NM ZROD-LH ZILD-LC /‘ g
Cuting edge 2 4.6.5(tailor-made) 3,4,5,6 2.53,4,56 3,4,5,6 34,56 6,8 8 s
Page A259 A260 A260 A261 A261 A262 A262 E
(=]
\
Supplemental ‘
gserles'
ZQMX-1E
C“"v‘;}gtﬁdge 3.125,4.125,5.125,6.4,7.05
Page A263
7 .
(L b Threading inserts )
[ Right hand type shown 1ISO metric thread General pitch thread Whitworth thread \
.~__,~ . = 4 .
External thread Internal thread External thread Internal thread External thread Internal thread
Numbaent ich 0.5~6 0.5~6 0.5~5 0.5~5 8~19 8~19
Page A290 A291 A292 A292 A293 A293
[ Right hand type shown Unified thread British Standard pipe thread American standard pipe thread \
. yF_ ey Fo_ — —_—
£ S 2 & 2
External thread Internal thread External thread Internal thread External thread Internal thread
Numbaent ich 8~24 8~24 11~28 11~28 8~27 8~27
Page A294 A294 A295 A295 A296 A296

A11



A TURN 'N G Turning Tools Overview

( Tool holders for external turning )

D-type clamping system

DCLNR/L w DDJNR/L ﬂ DSBNR/L W DTGNR/L DVVNN DVJNR/L DWLNRI/L
- i

Aoproach  95° 93° 75° 91° 72°30' 93° 95°

Page  A164 A165 A166 A167 A168 A169 A170

P-type clamping system
PCBNR/L PCLNR/L PDJNR/L PDNNR/L PSBNR/L PSDNN PSKNR/L

=
g
2.
5
@@
(=g
g
=R
&
2
(o]
g
=.
(s}
=

-

Aoproach 750 95° 93° 63° 75° 45° 75°
Page  A171 A172 A173 A174 A175 A176 A177
PSSNR/L PTFNRIL PTTNRIL PTGNR/L PWLNRIL

» -

- - -
Moe”  45° 91° 60° 90° 95°

Page A178 A179 A180 A181 A182

S-type clamping system

SCACRIL SCLCRIL SDACR/L W SDJCRIL q SDNCN SVJBRIL SVABRIL
A" 90° 95° 90° 93° 62°30' 93° 90°
Page  A183 A184 A185 A186 A187 A188 A189

SVVBN SVVCN W SVJCRIL W SSDCN SSSCRIL
Ao 72°30" 72°30" 45° 75° 45°
Page  A190 A191 A192 A193 A193 A194 A194
STACRIL STFCRIL STTCRIL W SWACRIL SRGCRIL
A;;;I)_:'slaech 90° 91° 91° 60° 90°
Page A195 A195 A196 A197 A198 A199 A200

A12



Turning Tools Overview TURN’N G A

C-type clamping system

CKJNR/L CKNNR/L
A%;:]rglzch 93° 63°
Page A201 A201

2
o
B
Turning tool holders for ceramic inserts 2
CCLNRIL CTINRIL CTUNRIL CDJNRIL CSRNRI/L CSKNRIL E
g
L €
=
Aopeah 95° 93° 93° 93° 75° 75° 45°
Page A202 A202 A203 A203 A204 A204 A205
CRDNN JCLNR/L JDJNR/L JSDNN
ok 95° 93° 45°
Page A205 A206 A206 A207

( Turning tool holders for internal machining )

P-type clamping system

PCLNR/L PDSNR/L PDUNR/L PSKNR/L PTFNR/L PWLNR/L
ﬁ A - g

Aopeach - 950 62°30' 93° 75° 90° 95°
Page A214 A215 A216 A217 A218 A219

S-type clamping system

SCLCR/L ﬁ SDQCR/L SDUCR/L

Approach 955 107°30' 93° 95° 75° 91° 107°30'
Page A220 A221 A222 A223 A224 A225 A226

SDZCR/L SSKCR/L STFCR/L SVQCRI/L

A13



A TURN 'N G Turning Tools Overview

STUPR/L

SVUCR/L SVQBR/L SVUBR/L SCLPR/L SDQPR/L -.- SDUPR/L
\ / "

Aoproach - 93° 107°30* 93° 95° 107°30* 93° 93°
Page A227 A228 A229 A230 A231 A232 A233

SCFCR SCLCR 1
95°

Approach
%ﬁ]gle 90°

Page A234 A235

=
g
2.
5
@
(g
3
=N
&
2
]
g
=.
"
=

Damping tool holders
SVQCR/L SVUCRIL

SCLPR/L SDQPRI/L SDUPRI/L STUPR/L -
N
=

Approach  95° 107°30" 93° 93° 107°30" 93°
Page A237 A238 A239 A240 A241 A241

( Parting and grooving tools )
(QEOOR/L QECDRI/L QXODR/L QEOSR/L QECSOCIN Qzs[O QFOOR/L
E -
g
. |.}
_
Page A266 A267 A267 A268 A269 A269 A270-271
(QFOCRR/LL QFCIDR/L COOO-QUODR/L | C40X-QUDR/L QZQOOR/L
"
-
Page A272-275 A276-277 A278 A278 A280
( Threading tools )
ZSER/L ZSIR/L
-
.
o
Page A298 A299

A14
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Recommended Grade Overview for Turning Inserts TURN ' N G A

Buiuiny
. [esaudn

s31asul Suruiny

10J MIIAIIAO JPEIS PIPUIWWOIY

Parting and
grooving

Threading

General turning

, , ,
93»&3 1L0ZAA 10ZAA 10ZaA
carbide 7
[
o Z0€99A Z0£99A Z0€99A Z0£99A
o | > | ,
£|n S0Z99A S0Z99A S0Z99A c0198A
© [
° A
°l> m’
15209A
o SToaL ]
(=] I —
£ W .MHMF no,uem) ] ﬁmi £0zogA | no,uwmj ] €0Z9daA |
m o (zozogA 20Z99A Z0Z99A 20Z99A Z0Z99A Z0Z99A
|
LLSAOA
“12PadA
110a2Al
ZwaoA
jﬁ qunN>_
Hw' Z1082A
L LOgDA
1289 1z1adx)
Cemented [_07OA (1ozar )
carbide 0LOA 1s0aA) L0LaA L0LaA
8 . 000LYD 0002NI |
eramic
000ZND | (000LND)
Coated
OLSLONA JLSLONA LSLONA
cermet [1 | ,
, ,
Cermet LSLONA | BE_*; LSLONA
f|>|~
() 20298A | G0Z99A | weodA
S 7 GOLDEA
o 201989A Z20299A N,som;
252agA |
1SE09A |
ﬂmus_ﬂ; ] 1SLagA
TSR ZSLagA
~ €SLNEA ]
LSLINGA
- o o o o - o o o - o o o - o o o - o o o
o - N (] < o - N (] o - N (] o - N (] o - N (]
M Stainless steel Non ferrous metal AEEL am_mﬁm_.: m:_um_‘. Ll
alloy & Ti alloy material
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How to select general turning inserts

Ve

B Turning inserts list
@ Turning inserts listed according to shape

® Sequence of listed inserts
»Negative inserts (with hole — without hole)
»Positive inserts (with hole — without hole)

® Sequence of listed chipbreaker

How to select general turning inserts

N

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

Through chipbreaker

Main category of
products R

—= Selecting grade according to workpiece material and working

condition

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

() Good working condition: machine works well and stably. There are high
requirements for dimensional precision of components and quality surface.

() Normal working condition: machine works normally. There are certain
requirements for dimensional precision of components and surface quality.

Bad working condition: machine works with bad stability. There are high
requirements for metal evacuation rate.

=

Positive or negative

inserts
(CNTToste e
oo working condition_ @) Normal working condition’ @ Bad working conditon
80 [Dsteet ¢
21.c 3 M stainless steel LOLY
od [eestiron )@ © ©
l r S Non-ferrous metal L
Heat resistant aloy, i alloy cC <
i i Dimensions(mm) Coated cemented carbide EEE C:;“r;";:"
Shape and dimensions Inserts e .
shape R R R R R -
i ; bR ERERS8 8RB RS sBABD  £52
L: cutting edge length Ljoic| s ed|r oo 8888 88855585055 805/288288
33808830 082225888882228858—e Grade
@I.C: diameter of inscribed circle E BB E.BEBEBERIEBE BB
e CNMG120404-NM | 12.9( 12.7 |4.76(5.16| 0.4 O % [e]
S: ThICkneSS 12.9(12.7 [4.76(5.16| 0.8 ® X o
od: Hole diameter mG120412M | 126 127 4765 15 12 o % o
r: Nose radius
For semi.
finishing
CNMM120408-LR [12.9( 12.7 [4.76(5.16| 0.8 ] *
Type CNMM120412-LR | 12.9| 127 [4.76|5.16| 12 | | * Slze
CNMM120416-LR | 12.9(12.7 |4.76(5.16| 1.6 *
LR CNMM160608-LR | 16.1 (15.875/6.35(6.35| 0.8 *
CNMM160612-LR | 16.1 [15.875/6.356.35| 1.2 [ *
H CNMM160616-LR | 16.1 (15.875/6.35(6.35| 1.6 l * Stock
TohtTond | CNMM160624-LR [ 16.116:875(6.35|6.35 | 2.4 *
roughing | N MM190612-LR | 19.3 | 10.05[6.35|7.94| 1.2 *
CNMM190616-LR | 19.3 [19.05|6.35(7.94| 1.6 *
CNMM190624-LR | 19.3(19.05/6.35(7.94| 2.4 *
CNMM250924-LR [25.79| 25.4 9.525(9.12| 2.4 *
((Recommended grade (aways stook avaiable) _ @Avaible grade (ahways stok avaiable) _ OMake-to-order}——@ |||ustration Of StOCk
Applicable tool
DCLNR/L PCBNR/L PCLNR/L PCLNR/L
Kr:95° Kr.75" Kr:95° Kr:95"
M il
Page  A164 A1T1 A172 A214
A48-A49 A19/A34-A46 A22-A33 A243-A245
Reference page of
tool holders .
—*Recommended cutting parameters
Application of inserts Chipbreaker selection reference
Shape Grade selection reference
L .
Insert code key

——— = Insert chipbreaker
Chipbreaker code

A20



A22-A25
A26-A47
A48-A150
A48-A49
A50-A51
A52-A112
A52-A86
A87-A112
A113-A139
A114-A115
A116-A119
A120-A139
A140-A150
A140-A141
A142-A150

General turning inserts

General turning inserts overview

Application instruction of general turning inserts
General turning inserts

General turning inserts code key

Metric-Inch comparison table for general turning inserts
Cemented carbide and cermet inserts

Negative inserts

Positive inserts
PCBN&PCD inserts
PCBN&PCD inserts code ke
PCBN&PCD inserts overvie -
PCBN&PCD inserts ﬂ(
Ceramic inserts
Ceramic inserts code key

Ceramic inserts

I‘___\_ o ___J’l_ﬂ =
MF.;ILJ P 1
IS "2

v&‘ﬁ%x‘f
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Negative inserts with hole

A TU RN ' N G General Turning Inserts

General turning inserts overview

Appli- .
o Chipbreaker

Preci-
sion

Recommended cutting
parameters

Feature/Shape of insert

ap=0.05~1(mm)

Recommended chipbreaker for finishing of P-type materials
Double-sided chipbreaker with M-level tolerance has outstanding performance in finishing,
achieving good surface quality.

—
_oF

I

fn=0.05~0.35(mm/r) g E:ﬂj .E @
Recommended chipbreaker for finishing of M- type materials
Double-sided chipbreaker with M-level tolerance has sharp edges, which can effectively cut off
ap=0.3~2(mm) stainless steel and avoid adhering and surface hardening, achieving high surface quality.

fn=0.05~0.35(mm/r)

e e N o

Buiysiuy 104

ap=0.05~1(mm)
fn=0.05~0.3 (mm/r)

Recommended chipbreaker for finishing of S-type materials
Double-sided chipbreaker with M-level tolerance can prevent wear and hardening to achieve high
machining precision and good surface quality.

B & B A D

¢

ap=0.1~1(mm)
fn=0.05~0.3(mm/r)

Recommended chipbreaker for finishing of S-type materials
Double-sided chipbreaker with E-level tolerance can prevent wear and hardening to achieve high
machining precision and good surface quality.

& =4

ap=0.5~3.0(mm)
fn=0.05~0.5(mm/r)

Wiper chipbreaker for finishing

Double-sided chipbreaker with M-level tolerance, finishing chipbreaker with wiper designed can
achieve high surface quality. With excellent chip breaking ability, It is suitable for machining at high
feed and small depth of cut.

B L A&

ap=1.5~5(mm)
fn=0.15~0.5(mm/r)

Recommended chipbreaker for semi-finishing of P-type materials
Double-sided chipbreaker with M-level tolerance produces small cutting forces and has large chip
breaking range, which ensures good performance for machining highly adhesive alloy steel.

g = = ik -
F & . e <
= |

%

ap=1.5~5(mm)
fn=0.15~0.5(mm/r)

Recommended chipbreaer for semi-finishing of P-type materials

Double-sided chipbreaker with M-level tolerance has higher strength of cutting edge than
chipbreaker DM. It is suitable for semi-finishing under unstable working conditions as well as
machining cast iron with small cutting forces.

e —
e M ¥ 1

4 # A 1 i

i -2 o) e —er

ap=0.1~1.5(mm)
fn=0.05~0.3(mm/r)

Recommended chipbreaker for semi-finishing of S-type materials
Double-sided chipbreaker with M-class tolerance keeps high precision after inserts are turned,
with good capability to prevent wear and hardening to achieve higher machining efficiency than

chipbreaker NF.

Buiysiuy-1was 104

ap=1.0~5.0(mm)
fn=0.15~0.80(mm/r)

Wiper chipbreaker for semi-finishing

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

8 A A

ap=0.5~1.5(mm)
fn=0.1~0.3(mm/r)

Recommended chipbreaker for semi-finishing of M-type materials
Double-sided chipbreaker with M-level tolerance can solve the processing problems such as chip
breaking and adhering of stainless steel, achieving higher machining efficiency than chipbreaker EF.

A22



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff General turning inserts overview

Negative inserts with hole

J

Appli-

e Chipbreaker

Preci-
sion

Recommended cutting
parameters

Feature/Shape of insert

Buysiuly-iwas 104

ap=1.5~5(mm)
fn=0.2~0.5(mm/r)

From semi-finishing to roughing of P-type, M-type, K-type materials
Double-sided chipbreaker with M-level tolerance has good cutting edge strength and wide
application.

ap=3~12(mm)
fn=0.3~0.8(mm/r)

Recommended chipbreaker for light roughing of P-type and K-type materials
Double-sided chipbreaker with M-level tolerance is the first choice for light roughing, can achieve
high evacuation rate and efficiency of cutting edge.

EoB8A A

Bujybno. peoj-ybiq

ap=3~15(mm)
fn=0.3~1.0 (mm/r)

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

B > B A

ingle-

side

T ""1
=

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

l B0

Single/

)\
v

Buiybnou Jo4

M ap=3~15(mm)
fn=0.3~0.8 (mmir) /oy e /4;_}\
1 ——
) Recommended chipbreaker for roughing of M-type materials
Double sided ) X . ; ! ) .
=2.5~8(mm) Slpgle / QOubIe-5|dedlch|pbreaker with M-level tolerance has good capacity of impact-resistance.
ap=z. It is designed to achieve balance between security and sharpness of the cutting edge, and it
fn=0.2~0.6(mm/r) can achieve high efficiency by preventing the problems of adhering and high cutting heat when
M Single sided roughing stainless steel.

ap=2.5~20(mm)
fn=0.2~1.2(mm/r)

B E A

ap=3~17(mm)
fn= 0.5~1.2(mm/r)

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

ap=0.3~12(mm)
fn=0.05~0.6(mm/r)

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

LT - SER.DNY - LR

ap=0.05~0.5(mm)
fn=0.05~0.3(mm/r)

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

2 & & A ==

o Without
ﬂ chipbreaker
=

=

3

o0

=

=

«

w Without
= chipbreaker
&

=

]

S

= l

w

[1:]

=3

w

(@) Without
(1 chipbreaker
o

El

3

3

ap=0.1~3(mm)
fn= 0.05~0.4(mm/r)

For machining of hardened steel, cast iron and steel
Ceramic inserts with double-side G-level tolerance can be used for machining various materials
such as hardened steel, cast iron and steel, etc. according to different treatment on cutting edge.

L -4 - W
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___Positive inserts with hole

A TU RN ' N G General Turning Inserts

General turning inserts overview

Chipbreaker

Recommended cutting
parameters

Feature/Shape of insert

ap=0.02~1.5(mm)
fn=0.01~0.08(mm/r)

Precision turning chipbreaker
With G-level tolerance, large rake angle, sharp cutting edge, for soft cutting action, this is the first
choice for precision turning of small shaft parts.

Buiysiuyy e13xe 104

ap=0.05~2.5(mm)
fn=0.03~0.25(mm/r)

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

L

ap=0.05~1(mm)
fn=0.05 ~0.3(mm/r)

First choice for finishing with high requirements on chipbreaker
With G-level tolerance, it is the first choice for precise finishing due to its excellent performance
on chip breaking.

B & A <<

H!HDHW

ap=0.1~2(mm)
fn=0.05~0.3 (mm/r)

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

Buiysiuy 104

ap=0.1~2(mm)
fn=0.05~0.3 (mm/r)

Recommended chipbreaker for finishing of M-type materials
With M-level tolerance, it has sharp cutting edges and is suitable for cutting adhesive materials
such as stainless steel, soft steel, etc.

8 g8 A=

@ m

ap=0.05~1(mm)
fn=0.05~0.2 (mm/r)

Recommended chipbreaker for finishing S-type materials
With E and G-level tolerance and sharp cutting edges, it is suitable for internal and external
finishing of high-temperature alloy materials.

-

a]

o
Y

ap=1~4(mm)
fn=0.2~0.5(mm/r)

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

a
L

Buiysiuy-1was 104
' Il ¥
a i

ap=1~4(mm)
fn=0.2~0.5(mm/r)

Recommended chipbreaker for semi-finishing of M-Type materials
With M-level tolerance, it has higher hardness of cutting edge than EF and can achieve higher
efficiency.

& & B8 A<=
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General Turning Inserts TURN 'N G

General turning inserts overview

All round

Preci-|  Recommended cutting :
parameters Feature/Shape of insert
Recommended chipbreaker for semi-finishing of M-type materials
With M-level tolerance, it is suitable for profile machining materials like steel, cast iron, etc.
ap=1~8(mm)

fn=0.2~0.6(mm/r)

O

Without
chipbreaker

o=

ap=0.3~12(mm)
fn=0.05~0.5(mm/r)

Chipbreaker for machining of cast iron
With M- and G- level tolerance, it has high cutting edge strength and is suitable for internal and
external machining of cast iron.

8 &7

l»

y

ap=3~7(mm)
fn=0.3~0.7(mm/r)

General chipbreaker for roughing
With M-level tolerance, it is suitable for both internal and external roughing of materials such as
steel, stainless steel, cast iron, etc.

Special
chipbreaker

ap=3~10(mm)
fn=0.3~1.2(mm/r)

Recommended chipbreaker for heavy machining of P-type materials
Single-sided with M-level tolerance, it has good cutting edge strength with high security. It is the
first choice for profile roughing.

ap=0.02~4.8(mm)
fn=0.05~0.5(mm/r)

Chipbreaker for machining of Al alloy
With G-level tolerance, large rake angle and clearance angle make the cutting edge sharper,
ensuring easy and fast cutting while remaining effective chip breaking.

oY a8 a <=

ap=0.1~8(mm)
fn=0.1~0.5(mm/r)

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

| ot | P P T
B ELs<=@

Without
chipbreaker

v

ap=0.05~0.5(mm)
fn=0.05~0.3(mm/r)

Special chipbreaker for non-ferrous metals and materials with high hardness
With G-level tolerance, it is the best choice for machining of non-ferrous metals and materials
with high-hardness by welding PCBN and PCD material to cemented carbide substrate.
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A TU RN 'N G General Turning Inserts

Application instruction for general turningtools ---------------- -~

/ Chip breaking range reference for general turning inserts \

Negative inserts

Cutting depth(mm) Cutting depth(mm)
110 . . . . . . . . . . . 110
100 | e e R P R
: u B0
2 80| B~ 80| e P i P froi
= s s \ i i i ‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘
@ ol e TO|
= eo| s 60| AR O T
> -~ [Dp ~ /ER(Douwbleside)\
s 5o [ A R 50( O
0 e e
sol |l NN | o
g 20l ; § I - - - ] 2ol S EM| | - -
@ : s EDF : s s : : : : s : : %
101 | ° 3 N S R SN SRS S SR S 10 |- ,,,,,,,, e S
01 02 0304050607080910111.2 0.1 0.2 0.3 04 0.5 0.6 0.7 0.8 0.9
Feed rate(mm/rev) Feed rate(mm/rev)
P Workpiece material: 45* steel P> Workpiece material: stainless steel (1Cr18Ni9Ti)
Cutting depth(mm) Cutting depth(mm)
6.0 : : : : : 5.0
5.0 ] ] ] ]
40 P P P o )
4.0 : : : :
30 P o e )
3.0 j : : 1
20
2.0
1.0(| 1.0
0 01 02 03 04 05 0.6 0 01 02 03 04 05
Feed rate(mm/rev) Feed rate(mm/rev)
» Workpiece material: 45" steel P> Workpiece material: stainless steel (1Cr18Ni9Ti)
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffff Application instruction for general turning tools

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

ap(mm)] Chip breaking range
2.0
Case ]
Insert: CNMG120408-DF 13
Toolholder: PCLNL2525M12 (1)3:
Workpiece material: 45" steel 0.6
Cutting speed: 200(m/min) o
0

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

]
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() Effective chip control due to
the proper chipbreaker.

) Large rake angle makes cutting
easier and faster.

{ High strength screw clamping ensures good
repeatability and accuracy .

I Application range of USF chipbreaker

cutting depth(mm)

A ;
D1 cutting depth(mm)
A
20| 2.0
1.5 oo 15 e
-SF' —
fof T 1.0 B
.
OS5 0.5
wsg———
0005 01 015 02 025 03 035 0005 0.1 015 02 025 03
feed rate(mm/r) feed rate(mm/r)
Workpiece material: 42CrMo Workpiece material: 1Cr18Ni9Ti
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chipbreaker for aluminum

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

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

Optimized inclined angel

makes controlling the chipping Smooth connection of insert

{J The G-class tolerance of insert, higher Repeated T el Vel nose and cutting edge makes
rake face smoother.

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

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

Ap(mm) A Ap(mm) A JyYT——

5.0 | e -7+ n s
45 |-
8 S
ss| b
30|
25

20|
15 |
ol
05 [
0.1 [ [

Cutting parameters V=350m/min  Ap=0.2mm  F=0.2mm/r

W
Chips ‘J‘J 2 g'aﬂg ‘a];

Surface quality

-LC chipbreaker similar products from overseas manufacturers

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

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

B -LC chipbreaker can be used in machining pure aluminum.




-WGF/WGM

Chipbreaker,series
UG Isertswithiwiper

Wiper is assembled by three curves to
form a circular arc edge. The nose of wiper

provides less profile height on the surface that
is formed by the cutting edge, resulting in a
smooth turning surface.

Inserts with wiper has high efficiency
when used for finish and semi-finish turning.

\Curve

2fn
Nose of wiper

High efficiency

Roughness remains the same
when feed rate is doubled.

The surface quality remains the same even at

double feed rate.

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

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

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

!

~——Ra/2

N

fn

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

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

Ra

'
T

Nose of normal cornor @Be careful with DNMX / TNMX inserts

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

fjenh 3deyns Yoy + KOUIINYI Hunmyaew Yoy
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chm“‘g mtenswely adhes
s such as stainlesg St

ate"-\a‘

Inserts meet the requirements of machining

intensively adhesive materials. Impact resistance of

cutting edge is improved in addition to sharpness,
which makes it suitable for semi-finishing and

Rake angle and inclined angle are specially designed for intermittent machining of adhesive materials such as

intensively adhesive stainless steel and high-plasticity austenitic stainless steel, etc.

materials which are hard to be machined. Sharp cutting

edge enables it to cut lightly and easily and achieve good

surface quality by well controlling chip breaking. It is

especially suitable for finishing these kinds of materials.

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

Number of machined parts /
Cutting edge

Number of machined parts /
Cutting edge

A A
12 30 [
10|
sl Machining external of valve
6l Machining end surface of valve 25 | Machining external of valve
(intermittent machining) Workpiece diameter:89mm
4| Workpiece diameter:135mm Rotating speed:635rpm
Rotating speed:350rpm Feed rate:0.15mm/r
2| Feed rate:0.25mm/r Cutting depth:1.0mm
Cutting depth:1.5mm
or 20|
CNMG120408-EM A company CNMG120408-EF A company
/YBG202 /YBG202
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Characteristics)of:
machining|Ni-base

highitemperaturelalloy:

® Great cutting resistance (It
contains massive alloy element,
is easily hardened, and liable
to plastic deformation during
machining).

® High temperature during cutting.

® Inserts severely wear.

Chipbreaker of inserts for machining of
Ni-high heat alloy is supposed to have
sharp and hard edge nose, smooth rake
face and rational inclined angle.

Feature of —NF/NM
chipbreaker

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

{3 Smooth surface of chipbreaker

ensures unobstructed chip flow.
O High wear resistance of cutting edge
after special treatment.




(=] =] chipbreaker
5 for finishing

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

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

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

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




_,/,/

YBC151

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

YBC251

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

YBC351

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

Coated{Cemented(Carh

YBD151

The substrate with high strength and
resistance against plastic deformation,
in combination with coating composed
of MT-TIiCN, thick layer of Al2O3 and TiN
makes it suitable for steel roughing.

YBM151

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

YBM251

Combination of substrate with good
toughness and strength and coating
composed of TiCN, thin Al203 layer and
TiN makes it suitable for semi-finishing
and roughing of stainless steel.

YBC251Coating

Thanks to the technology of gradient sintering,
impact resistance of cutting edge and wear
resistance are improved which lead to improved
capability of cutting edge against damage.

Carbide with special crystal structure improves
the Red Hardness of substrate and strengthens
heat resistance of insert.

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

Special structure of Al2O3 deposit layer acts as a
thermal barrier and strengthens the capability of
substrate against plastic deformation under dry and
high-speed cutting conditions.

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

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

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

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

Substrate M

o Added with resist high temperature rare element,

Best choice for roughing of inserts shows a good capability against plastic
stainless steel with high- deformation and good capability of Red Hardness.
spee_d_ under good working o Unique manufacturing technology improves high
condition

temperature toughness and wear resistance of
substrate.

Application fields YBM153 is suitable for finishing and semi-finishing of
stainless steel with high cutting efficiency under stable working condition.
Such as medium-size fluid valve components in petrochemical industry,
flange and other parts in auto pipeline, valve and valve body in auto engine
systems, ship mechanical parts, aviation hydraulic parts, adapting pieces
in IT and semiconductor industry, medium and long-axis in food processing
machinery, construction machinery and general machinery.

YBM253 Coating .4

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

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

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

Substrate 4

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

B\

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

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

Alchieyingiboth hlgher cuttlng
speed and longer,tool [ﬂ@

Second generation of w

Perfect unification of toughness and anti-
plastic deformation.
Specially designed cutting edge with

ick TICN and thick Al203 coatings improve the impact skeleton” realizes perfect unification of
toughness and abrasion resistance, which makes it toughness and anti-plastic deformation.
suitable for finishing and semi-finishing of steel at high
speed. Cutting speed can increase by more than 25%,
while the tool life can increase by more than 30% at the
same cutting speed.

YBC252

Roughness of insert surface is improved
Comprising of thick TiCN and thick Al2Os3 coatings, the 9 P

grade has high capability against plastic deformation after special treatment on surface, which
and good hardness of cutting edge. It is preferred grade effectively reduces cutting forces, prevents

for machining pf steel frgm finishing tg roughing. Under workpiece adhering to surface of inserts and
the same cutting conditions, the cutting speed can be

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

YBC352

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

- <
Fore surface ¥&° or Surface “ea“(\
Test comparison of inserts abrasion The perfect combination of fibrous TiCN and
Workpiece material : 45"steel fine grain Al2O3 obviously improves abrasion
Inserts: CNMG120408-DM resistance and anti-breakage of inserts.

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

Al203

Grade from other company YBC152

TiCN

Cemented carbide
substrate
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YBDO052

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

YBD152

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

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

YBD252

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

Jrad

IEistIchoicetforghighzefficiency,
andihighsspeedimachiningfof{fcasiron

BIFAGKUIAIVIUIND

[NSERTS yBD

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

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

Significant results g

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

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

{0 High machining stability.

Layer of fine grain with
compact surface

A37



Forymachining of
P type materials

. Recommended combination of grade and chipbreaker

YBC151,
YBC152

YBC251
YBC252

YBC251
YBC252

YBC351-

YBC351,
YBC352

l Recommended cutting parameters

Workpiece material

Range of machining

Forimachining[of Fgrjmachining‘of
M:type]materials K<type materials
Grade Type
Without
YBM151- : E|\F[| YBDO052+ Lhipbreaker
ER V\I/W\‘lhgulk
o........ Shipbreaker
- YBD102 PM
YBM153 ¢ “EM :
YBD152¢---- 'g\r/w‘\tgggaker
EM
YBM251: -
ER YBD252¢-- 'g\tlw‘ilgggaker
EM
YBM253- - o

Recommended cutting
speed(m/min)

o YBC151 180-460
For finishing
YBC152 220-500
o YBC251 160-440
For semi-finishing YBG252 180-480
) YBC351
Steel For roughing VBG352 130-380
\ For finishin vBMIST
M For semi—finisr?ing VBM153 110-280
) YBM251
Stainless steel For roughing YBM253
o YBD052 200-500
For finishing
YBD102 200-480
N YBD151 180-450
. For semi-finishing YBD152 190-450
Cast iron For roughing YBD252 150-380

. Case

A
Insert : YBC252/WNMG060408-PM
Material and hardness of workpiece : 45"Steel

=0.25mm/r
Cutting fluid : Dry cutting

(pieces)

200 |

150 [

100 |

507

YBC252 A company

Number of machined parts/Cutting edge

A38

Cutting conditions : V=220m/min, ap=1.5~2mm,

Insert : YBM151/CNMG190616-ER
Material and hardness of workpiece :
Double phase stainless steel HB260
Cutting conditions : V=103m/min,
ap=1.5mm, f=0.3mm/r
Cutting fluid : Dry cutting

HB220

(pieces)

YBM151 A company

Number of machined parts/Cutting edge

(pieces

Insert : YBD052/TNMA220412

Material and hardness of workpiece : Gray cast
iron HB280

Cutting conditions : Vmax=400m/min,
ap=1.3~2.5mm, =0.4~1.1mm/r
Cutting fluid : Dry cutting

45|
40 |-
35|
30
25|
20 |-
151~
10|~
5|
ol

YBD052 A company

Number of machined parts/Cutting edge



Coated Cemented Carbide Py VD
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Special coating techniques

make inserts smooth, which leads to

low friction and unobstructed chip flow.

Unique coating with nano structure closely
integrates with substrate, ensuring higher
hardness and toughness.

YBG102

Excsllent thermal stability and The combination of nc-TiAIN coating and fine grain

substrate makes it suitable for turning of various materials
and finishing and semi-finishing of high-temperature alloys.

» YBG202

chemical stability can effectively
protect cutting edge.

nc-TiAIN coating and ultra-fine grain substrate makes it
suitable for finishing and semi-finishing of various materials
and turning of super alloy.

» YBG302

The combination of nc-TiAIN coating and tough cemented
carbide substrate, which integrates security and wear
resistance, makes it suitable for parting and grooving of
various materials.

» YBG105

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

3 PVD coated grade, new TiAIN based multilayer coating, has
' higher wear resistance and Anti-thermal-oxidation ability. It
3 is suitable for finishing and semi-finishing turning of various

materials difficult to cut, such as high temperature alloy,
heat resistant alloy, etc.

> YBG205

PVD coating grade for finishing of
stainless steel

Suitable for relatively small workpieces
which require high surface smoothness.

TiAIN base multi-
elements coating
(YBG105)

nc-TiAIN coating(YBG202)

High-performance nanostructure coating guarantees
good toughness and hardness of inserts. Special coating
technology guarantees smooth surface and excellent wear
resistance. Outstanding thermal stability and chemical
stability effectively protect cutting edge.

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

For/machining For, m‘%%
P-type materials M-type E

Forimachining
S-kind[materials

Grade Type Grade Type
YBG202+ YBG202 YBG102
YBG205 YBG105
YBG202 YBG102
vBg20s M vegios M

. Recommended cutting parameters

Recommended cutting

Workpiece material Range of machining speed(m/min)
For finishing YBG102 180-460
e YBG202
For semi-finishing YBG205 150-380
Steel
\ For finishing ~ for YBG202
M semi-finishing YBG205 170-300
Stainless steel
YBG102 30-90
For finishing
s YBG105 40-90
Heat resistant Alloy YBG202 20-70

Ti alloy For semi-finishing
YBG105 30-70

. Case

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

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

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

B conpeny (T B compeny (R

Acompany (T | Acompany (—
¥5G202 (| YEG102
6 20 40 60 0 10 20 30 40
Number of machined parts/Cutting edge Tool life (min)
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The chemical stability between Ti(CN) base cermet inserts and workpieces is relatively high, which reduces the friction and
temperature of the cutting edge during cutting, preventing mutual diffusion of atoms of the workpiece material and the inserts, and
improving resistance to bonding abrasion. Therefore, Ti(CN) base cermet shows good capability of Red Hardness and resistance
to crater wear. It is an optimal material for high-speed finishing and semi-finishing of steel. High temperature strength of cermet
is higher than that of WC-Co, and toughness better than that of Al2O3 and SiaN4 ceramic. This fulfils the application blank of WC-
base cemented carbide and Al203 and SisN4 ceramic from finishing to semi-finishing at high speed.

Product features

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

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

organization and toric phase structure, improves the strength and hardness of S S——

cermet. YNG151 (homogenized ultra-
fine structure)

# Intensified bonding phase and well-designed grain boundary improve the high
temperature capacity, heat conductibility and thermal vibration resistance.

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

PVD coating organization
structure of cermet

Range of Grade Recommended

Workpiece material machining cutting speed(m/min)

YNG151 260-550

. Case

YNG151C 260-580
Steel Insert: YNG151/CNMG120404-SF
For YNG151 170-330 Hardness and material of workpiece:
ey finishing YNG151C 160-350 20CrMnTi  HB180-223
Cutting parameters: v=220m/min
YNG151 250-400 ap=0.5~1.0mm
YNG151C 270-420

~ =0.14mm/r

3 corpory (Y

A company (T :
yne1s1 (H
300 350 400 450 500

Number of machined parts/Cutting edge

Outstanding chip breaking Good surface quality

[
1
1
1
1
1
1
1
[
|
i
[
’
1
1
1
1
1
1
1
1
1
1
1
1
1
1
]
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
1
]
]
|
]
]
]
]
1
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E’e widely

can be universaIIyA applied. .Lf;..;;'f W 2T

Substrate of YD201: the
combination of cemented carbide

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

Range of Recommended

Workpiece material

machining cutting speed(m/min)

Ti alloy
360 380 400 420 440 460

Number of machined parts/Cutting edge

Workpiece has high surface quality

and high dimensional precision.

1 P For finishing YC10 130-360 :l Case

! F hi YC40 80-300 1

: pigl] Forroudhing " Insert: YD101/CCGX09T304-LH

! For finishing ~ YD051 100-170 ' Workpiece material: ZL105 HB70 I

1 For semi- ' Cutting parameters: v=400m/min + !

' . finishing ~ YD201 60-130 ap=1mm |

! Castiron  For roughing w !

! l f=0.3mm/r |

N Forfinishing~ 454 110-1750 1 -

| for semi-finishing ! 1

' Non-ferrous metal

A : scompany; |

) 3 Acompany-ﬁ |

; For finishing YD101 20-50 !
Heat resistant Alloy YD101 5 -
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Polycrystalline

Cubic Boron Nitride P C B N
PCBN cutting tools with high hardness, abrasion resistance , good heat
resistance and high temperature hardness for cutting of hardened steel
greater than 45 HRC (such as carbon steel , bearing steel, mould steel

and high speed steel, the cutting temperature could be 1300° C), grey

cast iron, nodular graphite cast iron, chilled cast iron and Ni—based, Co—
based, Cr—based and Fe—based high temperature alloy.

YCBO012 ‘_] Super hard material

Low-CBN content gradey with good thermal stability and high abrasion resistancey
suitable for high speed continuous cutting hardened steel (45-65 HRC),etc .

YCB121 _l Super hard material

Low-CBN content grade,with high abrasion resistance,good impact strength and
chemical stability,suitable for continuous or weak interrupted cutting tool steel
alloy steel,mould steel,etc .

YcBO1 [[§cCastiron

High-CBN content grade, with high hardness and abrasion resistance, suitable for
high speed continuous cutting cast iron, etc.

YCB211 m Cast iron

High-CBN content grade,with high hardness and abrasion resistance,excellent

Workpiece material:Cast iron TL048

Insert grade:YCB211

Insert type:CNGA120408-2

Machining mode: Continuous dry cutting

Cutting parameters: vc=600m/min
fn=0.2mm/rev, ap=0.5mm

impact strength,suitable for continuous or weak interrupted cutting cast iron,etc.
IAppIication and machining Parameter Guidelines:
. . . Depth of [T N | T
Grade  Workpiece material Speed(m/min) Feed(mm/r) Cut(mm) % 200~
YCBO12 hardened steel 100~300 0.03~0.5 0.05~0.5 % 195
[
alloy steel 120~200 0.1~0.2 0.1~0.5 -% )
YCB121 o 190°
tools/mould steel 80~120 0.1~0.2 0.1~0.5 = NN
B 185"
grey cast iron 400~1500 0.2~0.5 <0.5 S T e .
YCBO011 nodular graphite cast iron 200~400 0.3~0.5 <0.5 180
alloy cast iron 100~300 0.1~0.2 <0.5 1757
j . L Gy L Sy I
YCB211 pearlitic grey cast iron 60~90 0.1~0.2 0.1~0.5 170" ycB211 Acsipery  Beamzil
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ceramic Grade

PCBN inserts turning case

Solid PCBN with good abrasion resistance and chemical stability, compared

with the PCBN compact has higher impact strength suitable for the turning/

milling roughing and semi-finishing.

Vc A @ continuous cutting

YZB’Z’ m Super hard material @ continuous and interrupted cutting
) ) ) ) o high # interrupted cutting
Solid PCBN grade, with good abrasion resistance and edge chipping
resistance, suitable for low speed interrupted cutting bearing steel, mould e
steel ,tool steel , high speed steel , etc . ) YCB121
YZB221 m Cast iron specd YZB121
Solid PCBN grade, with good abrasion resistance and heat resistance,
suitable for milling alloy cast iron , nodular graphite cast iron ,grey cast
iron, high chromium cast iro ,high —Ni-Cr cast iron ,etc .
low
YZB231 m Cast iron >
([ J * *
Solid PCBN grade, with excellent impact strength, suitable for low The PCBN cutting tools for machining of super hard material
speed and heavy cutting alloy cast iron ,grey cast iron ,high chromium
cast iron ,etc .
Ve A @ continuous cutting
. . . . . . @ continuous and interrupted cutting
.Appllcatlon and machining Parameter Guidelines: hioh|  vesot 4 Interrupted outting
Depth of
epth o
Grade  Workpiece material Hardness Spet?d Feed Cut
(m/min) (mm/r)
(mm) YCB211
hardened steel HRC45-65 50~200 0.1~0.5 <3 speed
YZB121 YZB231
bearing steel HRC55-65 50~120 0.1~0.5 <3 \
grey cast iron HB170-300 100~600 0.3~1.0 <2 YZB221
YZB221 nodular graphite cast iron HB200-300 60~500 0.3~1.0 <5 low
alloy cast iron HB240-300 20~300 0.2~3.0 <5 _
grey cast iron HB170-300 100~600 0.3~1.0 <2 [ ] * *
YZB231 nodular graphite cast iron HB200-300 60~300 0.3~1.0 <5 The PCBN cutting tools of machining cast iron
alloy cast iron HB240-300 20~150 0.2~3.0 <5
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YCDO11

YCD411

Yycboon

J Non-ferrous materials

Medium diamond grain size grade,with good hardness and
abrasion resistance, suitable for turning low-medium content
silicon aluminum alloys, compound materials, copper/magnesium
and their alloys,YCDO011 is the general turning grade.

YCD4n

Super-fine diamond grain size grade, with higher edge chipping
resistance and abrasion resistance, suitable for high precision
andmirror machining low-medium content silicon aluminum alloys,
also precision cutting copper/magnesium and their alloys .

_j Non-ferrous materials

YCD421

Medium diamond grain size grade,with high abrasion resistance
and good edge quality, suitable for milling low-medium content
siliconaluminum alloys,compound materials, copper/magnesium
and their alloys, YCD421 is tgeneral milling grade.

J Non-ferrous materials

YCD511

Mixed(2-30um) diamond grain size grade, with excelltent
abrasion resistance and edge strength, suitable for cutting
high -medium content silicon aluminum alloys, metal matrix
composites(MMC),ceramic, Bi-metals.

J Non-ferrous materials

Diamond

Polycrystalline

ceramic Grade

PCD

PCD cutting tools with high hardness , excellent
abrasion resistance and thermal conductivity , low

fiction coefficient for cutting of Non-ferrous metals

and their alloys(such as Cu , Al , Mg , etc) , Non-

metallic materials and compound materials.

A
high
YCD421 '
q —I
d
R YCDO11
—
YCD511
low
poor ~a# brasion resistance - good'

.Application and machining Parameter Guidelines:

Grade Workpiece material Cutting mode Spegd
(m/min)
silicon aluminum alloys turning 400~1200
YCDO11 (The content of Si 12%) milling 250~1400
copper/magnesium and . - _
their alloys turning /milling ~ 400~1260
silicon aluminum alloys turning 500~1000
YCD411 (The content of Si 12%) milling 300~1500
fiber reinforced . -
composites turning /milling  200~1000
silicon aluminum alloys turning 400~1200
(The content of Si 12%) milling 600~2400
YCD421 MMC turning /milling  1500~1800
coppermagnesium and 4 rning /milling  400~1260
eir alloys
cemented carbide turning 20~40
silicon aluminum alloys turning 300~700
(The content of Si 12%) turning 500~1000
MMC turning 500~1000
YCD511
ceramic(green) milling 100~200
ceramic(sintered) milling 20~50
Bi-metals milling 200~300
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CN1000
With SisN4 substrate, it has
excellent capacity against cutting

edge breakage and thermal y

shock, suitable for finishing and CN2000 ’

semi-finishing of grey cast iron.

It also has great performance on With SisN4 substrate, it has good CA1000

heavy-load intermfttent cutting of we.ar resistance and.tough.ness. o With SisN4 substrate, it combines high
cast surface materials. suitable for not only intermittent and

wear resistance and good toughness,
suitable for not only intermittent and
continuous turning of hardened steel and
grey cast iron, but also machining of die
steel and other high-hardness materials.

continuous machining of hardened
steel and grey cast iron, but also
machining of die steel and other
high hardness materials.

.Physical properties

Grade Densisty HardnessHv Bending strength  Fracture tougzhness
1 (g/cm®) (GPa) (MPa) (MPa m™)

} CA1000 (Al203+TiCN) 4.2 19 =700 45

' CN1000 (SisN4) T 325 s 900 75
CN2000 (SisN4) T 325 s 900 8

.Recommended cutting parameters

Grade Workpiece material Machining mode Cutting ;peed Feedirate Cutting depth

| (m/min) (mm/r) (mm)

1 Grey cast iron For roughing 150~800 0.2~0.5 3.0~6.0
Malleable Cast Iron For finishing 200~1200 0.3~0.5 0.1~0.5

1 For roughing 30~100 0.1~0.2 0.5~1.5

! Chilled castiron TR+~ e
1 For finishing 50~200 0.05~0.15 0.1~0.5

L Carbon steel For roughing 150~400 0.2~0.5 2.0~5.0

1 Alloy steel R i— T
! Bearing steel For finishing 200~800 0.05~0.20 0.1~0.5

For roughing 20~100 0.1~0.2 0.5~1.5

1 Chilled steel For semi-finishing 40~200 0.05~0.50 0.1~0.5

1 For finishing 300~1200 0.05~0.30 0.1~0.5

1 Grey cast iron For roughing 150~1100 0.3~0.8 <5

1 Malleable Cast Iron For finishing 250~1200 0.15~0.4 <1

1 CN1000 R -----o-cooomscsmononoonseccccons L L
! For roughing 20~250 0.2~0.8 <5

| Chilled cast Iron S —— "~~~ - +++-------==-~-----rr-ooaaaooosorenee
! For finishing 60~450 0.1~0.6 <1

3 i- For roughin 150~250 0.2~0.4 <5

‘ CN2000 Ni-base Alloy gningiy| T9i~aol | tzis
: Non-ferrous metal For finishing 150~450 0.1~0.2 <1



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffff Application instruction for general turning tools

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

Correctional coefficient between hardness of materials and cutting speed
Workpiece Theoretical Hard § bard i " 4 value — Theoretical val Hard ]
material Hardness araness decrease araness ai erence( easureda value — eoretical va ue) araness Increase
-60 -40 -20 0 +20 +40 +60 +80 +100
P HB180 1.42 1.24 1.1 1.0 0.91 0.84 0.77 0.72 0.67
“ HB180 1.44 1.25 1.1 1.0 0.91 0.84 0.78 0.73 0.68
Gy e HB220 1.21 113 1.06 1.0 0.95 0.90 0.86 0.82 0.79
Iron
K Nodular
. HB250 1.33 1.21 1.09 1.0 0.91 0.84 0.75 0.70 0.65
cast iron
HB75 1.05 1.0 0.95
HB350 1.12 1.0 0.89
Rockwell hardness HRC -6 -3 0 +3 +6 +9
HRC60 1.10 1.02 1.0 0.96 0.93 0.90

Actual Cutting Speed = Recommended Cutting SpeedxCorrectional Coefficient of Cutting Speed

@ Please find recommended cutting parameters on insert packing box.

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

Tool life Correctional coefficient between tool life and cutting speed
Insert materials 10 minutes 15 minutgs 30 minutes 45 minutes 60 minutes 90 minutes
(Standard life)
YBC151 1.12 1.00 0.82 0.73 0.67 0.60
YBC251 1.1 1.00 0.84 0.76 0.71 0.64
YBC351 1.1 1.00 0.84 0.76 0.70 0.63
YBC152 1.25 1.00 0.68 0.54 0.46 0.37
YBC252 1.55 1.00 0.47 0.30 0.22 0.14
YBM151 1.28 1.00 0.66 0.52 0.43 0.34
YBM153 1.32 1.00 0.64 0.48 0.37 0.31
YBM251 1.19 1.00 0.75 0.63 0.56 0.47
YBM253 1.22 1.00 0.73 0.61 0.54 0.45
YBG202 1.10 1.00 0.85 0.77 0.72 0.66
YBG205 1.15 1.00 0.82 0.74 0.69 0.64
YBD052 1.22 1.00 0.80 0.65 0.60 0.55
YBD102 1.20 1.00 0.75 0.62 0.58 0.50
YBD151 1.20 1.00 0.74 0.63 0.55 0.47
YBD152 1.1 1.00 0.70 0.60 0.50 0.40
YBG105 1.28 1.00 0.79 0.72 0.63 0.58
Actual cutting speed = Recommended cutting speed x Correctional coefficient of cutting speed

Example: If the material you are going to machine is normal alloy steel, and the selected insert is CNMG120404-DF/YBC151, then the recommended

cutting speed is V=250m/min (standard life is 15 minutes). If you expect the tool life to reach 60 minutes, the correctional coefficient found in the table

is 0.67, then the applicable cutting speed is Vc=250x0.67=167.5m/min.
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A TU RNIN G General Turning Inserts

General turning inserts code key -~~~ -- oo

Metric
Insert shape/Code B — e T
Code W|th|/1\é\llghout \évﬁtigmg‘&“rt Section plane of insert | Code W“hwgho”t vcvr:tig/tyyeltgl?eurt Section plane of insert
> 65°
I\\85° I hsf / 80> B | With | Without ﬁ N |without| without |\ |
A B c .
>65
<:> H | With | Single-side ﬁ R |Without| Single-side @
E D E H > 65°
c | with | without F|Without Double-side| [ ]
555° / QL >65°
% K L M J With |Double-side A | With Without Djj
= <65°
3 W With Without M With | Single-side
5 (0] P R <65°
(2] . . . n .
=1 T With | Single-side G With | Double-side | ]
5 [ <65°
k3 S T T Q | With | Without X | - Special
<E:> 80°
. SR Double-side
Vv w p4

Insert shape Chipbreaker and clamping system

T[n[v[c

Clearance angle of

main cutting edge Tolerance
Clearance Clearance
Code angle Code angle
A — B
e —e5? - Nose height m Inscrigtledc circle| Thickness S | (Reference) Details of M-level tolerance (Identified by
ode d
Tolerance(mm) || Tolerance(mm) Shape)
oleranca(mm) {mm) ® Nose height tolerance(mm)
A +0.005 +0.025 +0.025 |Inscribed|Regular Diamond|Diamond |Diamond
. circle | triangle | 5942 | with 80° | with 55° | with 35° | Round
D py F | 0005 #0013 | #0.025 | 6.35 | 0.08 | £0.08 | £0.08 | 0.1 | £0.16 | -
— 7
c +0.013 +0025 | #0025 | 9525 | #0.08 | +0.08 | #0.08 | +0.11 | +0.16 | --
12.7 +0.13 | #0.13 | +0.13 | +0.15 - -
i +0.013 +0.013 +0.025 15.875| +0.15 | +0.15 | +0.15 | £0.18 - -
E F E +0.025 +0.025 +0.025 | 19.05 | %0.15 | +0.15 | +0.15 | +0.18
20° 25°
G| 0025 0.025 013 [284 || = | 4018] -
@ Tolerance of inscribed circle @1.C(mm)
J +0.005 $0.05-#0.13)  £0.025 Inscribed|Regular Square Diamond|Diamond |Diamond Round
G NI K +0.013 +0.05-40.13| +0.025 circle |triangle with 80° | with 55° | with 35
30° ~l0° 6.35 | +0.05 | +0.05 | +0.05 | +0.05 | +0.05 -
L $0.025 |+0.0540.13| £0.025 | 9575 | +0.05 | +0.05 | 0.05 | %0.05 | %0.05 | 0.05
M | +0.08-+0.18 |+0.05-+0.13| +0.13 12.7 | +0.08 | +0.08 | £0.08 | +0.08 - +0.08
Other o | e |oieenE | A 15.875| +0.10 | +0.10 | +0.10 | #0.10 | - | +0.10
. D 0 ;':;;asnce e 19.05 | #0.10 | #0.10 | +0.10 | #0.10 | -~ | #0.10
U +0.13-+0.38 | +0.08-+0.25 +0.13 254 . +0.13 . . . +0.13
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff General turning inserts code key

Insert shape ( Thickness is defined as the )
ﬁ j ‘H height from the bottom of
Diameter of C D R S T \") w K insert to the highest part
IC f f of cutting edge
g g Q Q é g 9, E’ Code Insert thickness(mm)
3.97 = 00 0.79
: TO 0.99
>0 05 01 1.59
299 09 T 1.98
60 06 02 2.38
6.35 06 07 1 1 i > 58
80 08 03 3.18
9.525 09 1 09 09 16 16 06 16 5 e _
10.0 o 04 4.76 -
12.0 12 T4 4.96 E
12.7 12 15 12 12 22 22 08 05 5.96 g
15.875 16 15 15 27 T5 5.95 2
16.0 19 16 06 6.35 2
19.05 19 19 19 33 Te 6.75 g
20.0 20 07 7.94 2
25.0 25 25 | 25 09 952 £
254 25 25 To 9.72 <
31.75 31 1 1.11
32 32 12 12.70

Length of cutting edge

Insert thickness

@0 - B =

(inch)

22
i

Nose radius DF DM DR
Code (mm) _
L - - | Sy ——
q q e A i = % ', | 1]
Inscribed circle Thickness Nose radius L NI Rl N [
. . , 02 0.2 —
Corle Diameter Corle Thickness e Nose radius
of IC(mm) (mm) (mm) 04 0.4
2 6.35 2 318 0 0.2 08 0.8
; v 12 1.2
.52 :
3 9.525 3 476 , o 16 1.6
4 | 127 : 20 20
4 6.35 3 1.2 24 24
5 15.875
4 1.6 32 3.2
5 7.94
6 19.05 - 20 X Others
Diameter of )
8 25.4 6 9.52 6 24 insert (Metric | ound insert
. J \ )
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TU RN ’ N G General Turning Inserts

Metric and inch comparison table of general turning inserts ------------------------ oo

Metric and inch comparison table of negative inserts

= egative (1SO) (Inch) Chipbreaker fare (1SO) (Inch) Chipbreaker
angle negative angle
090304 321 06T304 3(2.5)1 OF
090308 322 06T308 3(2.5)2 -WGF
-DF
120404 431 06T312 3(2.5)3 -SF
-WGF EF
120408 432 060404 331
-SF Insert shape -NF
120412 433 060408 332
-EF -WGM
ES 120416 434 " 060412 333 oM
c 5. -
2z 160608 542 e N = 080404 431 DM
5 o -
;& 2 Insert shape 160612 543 o 080408 432 -EM
EN= 160616 544 080412 433 -NM
® 2 @ -DM DR
53 190608 642
£% o “EM
2z 190612 643 y .
S -NM e necative (1SO) (Inch) Chipbreaker
= 190616 644 R angle
o -
250724 856 110308 222
LR -WGF
250732 858 o 160404 331 .
250924 366 160408 332 e
160412 333
250932 868
Insert shape -WGM
220404 431
D-type negative M
i "9 (ISO) (Inch) Chipbreaker 220408 432
Eiidle - 220412 433 oM
110404 331 -EM
-EF 220416 434
110408 332 OF -DR
270608 542
110412 333 WGF -ER
270612 543
150404 431 -SF LR
NE 270616 544
150408 432
Insert shape -WGM iy i
150412 433 fiinecatve (Inch) Chipbreaker
150604 441 M ikl
-I’ -DM 090304 321
150608 442 EM
090308 322
150612 443 -
';'\R" 090312 323
150616 444 ER 120404 431
190608 542 - -DF
LR 120408 432
-SF
190612 543 120412 433
120416 434 EF
V-type negative . -PM
angle (ISO) (Inch) Chipbreaker 150608 542 o
Insert shape -
160404 331 DF -EF P 150612 543
Insert shape -EM
160408 332 SF -NF (@) 150616 544
3 -NM
o 160412 333 -PM -DM P 3 190412 633
EM -NM -DR
190424 636
-ER
=% m 190612 643 "
e (50) (Inch) Chipbreaker 190616 o1d )
angle _HPR
0903MO 32 250724 856
Insert shape
@ 1204MO 43 250732 858
o 250924 866
250932 868
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General Turning Inserts TURN’NG A

Metric and inch comparison table of general turning inserts

Metric and inch comparison table of positive insert

I Eibositive (ISO) (Inch) Chipbreaker B positive (ISO) (Inch) Chipbreaker
angle angle
060202 2(1.5)0 -USF 070202 2(1.5)0 _USF
060204 2(1.5)1 -SF 070204 2(1.5)1 -SF
060208 2(1.5)2 -HF 070208 2(1.5)2 -HF
Insert shape 097302 3(2.5)0 -EF Insert shape 17302 3(2.5)0 -EF
o 09T304 3(2.5)1 “HM g 117304 3(2.5)1 ::AA
097308 3(2.5)2 -EM 117308 3(2.5)2 HR
120404 431 -HR 117312 3(2.5)3 -LH
120408 432 -LH -LC
120412 433 -LC
- _ S'ty‘f:ngfgiﬁ"e (1SO) (Inch) Chipbreaker
: yp:nztI)eSItlve (ISO) (Inch) Chipbreaker 060204 2(1.5)1
067102 1.2(1.2)0 097302 3(2.5)0
06T104 1.2(1.2)1 097304 3(2.5)1
067108 1.2(1.2)2 097308 3(2.5) 2 -HF
090202 1.8(1.5)0 120404 431 -EF
090204 1.8(1.5)1 Insert shape | 120408 432 HM
090208 1.8(1.5)2 120412 433 -EM
110202 2(1.5)0 — 150404 531 -HR
110204 2(1.5)1 use 150408 532 -LH
110208 2(1.5)2 oF 150412 588 -LC
110302 220 190408 632
110304 221 r 190412 633
Insert shape T o7 -EF 190416 -
16T302 3(2.5)0 M _
S— 167304 —— EM V'typ:ngff't"’e (1S0) (Inch) | Chipbreaker
16T308 3(2.5)2 ':E 110202 2(1.5)0
16T312 3(2.5)3 c 110204 2(1.5)1
160400 330 110208 2(1.5)2 -USF
220408 432 110302 220 -SF
220412 433 Insert shape 110304 221 -HF
220416 434 ? 110308 222 -NF
270408 532 160402 330 -LH
270412 533 160404 331 -LC
330612 643 160408 332
330616 644 160412 333
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A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

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

() Good working condition (*)Normal working condition (=) Bad working condition \
80° = [@stee ©0VLVEERE VLB ©00B
o
al.C ) 1 2 M stainless steel & VW VWOLLE O
ﬂdI o mCastiron VLB © ®
3
— = Non-ferrous metal O
s =
- Heat resistant alloy, Tialloy Wl )
D 2y
Dimensions(mm) Coated cemented carbide % %é Cemep ted
838 carbide
- Inserts Type )
2 shape EOERE8E888880BLBR85B8 Y bn -
2 LIGICIS |ad I 6500080000085 SS800000028828
I~ [ra e e I ' o' ' o' o' o' o' Y o'a N o'a N o'a S a'a B a'a I o a B o a S e a e a R e s Bl =il - H O RO I R |
2 S>> >>>>>>>>>>>>>>>>>>>>>>>>
o
5 CNMGO090304-DF 9.7 |9.525/3.18|3.81| 0.4 O @] (@]
5 DF
g CNMGO090308-DF 9.7 19.525/3.18/3.81| 0.8 O O O
o
8 - . / CNMG120404-DF |12.9/12.7|4.76|5.16| 04 | * @ % ) ) o)
= =
[}
s CNMG120408-DF |12.9|12.7 |4.76|5.16| 0.8 * @ k O
2 For finishing
@ CNMG120412-DF [12.9/12.7 |4.76|5.16| 1.2 * O O @]
CNMG120404-WGF |12.9| 12.7 |4.76|5.16| 0.4 | * *
CNMG120408-WGF|12.9|12.7 |4.76|5.16| 0.8 | % * *
For finishing
Wiper
CNMG090304-SF 9.7 19.525/3.18|3.81| 0.4 O O
SF
CNMG090308-SF 9.7 19.525/3.18/3.81| 0.8 O O %
!O‘—, CNMG120404-SF |12.9|12.7 |4.76|5.16| 0.4 @) *
CNMG120408-SF | 12.9|12.7 |4.76|5.16| 0.8 O *
For finishing
CNMG120412-SF |12.9|12.7 |4.76|5.16| 1.2 O (@]
CNMGO090304-EF 9.7 |9.525/3.18|3.81| 0.4 ® * *
EF
CNMGO090308-EF 9.7 |9.525/3.18|3.81| 0.8 O % *
CNMG120404-EF |12.9|12.7 |4.76|5.16| 0.4 ® % *
CNMG120408-EF |12.9|12.7|4.76|5.16| 0.8 [ J ® * *
For finishing
CNMG120412-EF |12.9/12.7 |4.76|5.16| 1.2 O % *

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

Applicable tool

DCLNR/L PCBNR/L PCLNR/L PCLNR/L

Kr:95° Kr:75° Kr:95°
V -

Page A164 A171 A172 A214
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e c N D I:l(Negative inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
= [stee COLVBBO VLB 000V
()
3 M stainless steel © VO VOLL Qe
) : -
B Cast iron =
gI::i © © ©
3 Non-ferrous metal O
= Heat resistant alloy, Ti alloy il v
Eolieto
Dimensions(mm) Coated cemented carbide % ‘%E Cemep ted
8188 carbide
Inserts Type ) "
shape EAE3ER8888808583838588 50 - g
LOICS|ed r 5500800000 BSSSS80000/00128828 2
[ I o [ o'a I o'a [ o'a S ' [ o'a S ' [ o'a [ ' R 'a [ wa R o' Y a s QR e e a s e a I e a Qe a ll I~ - S H O RN G B R I | -
> > > > x> > > > > > > > > > >>55>>> > > g
CNEG120404-NF 12.9| 12.7 |14.76|5.16| 0.4 ® % O E
=
=
CNEG120408-NF 12.9] 12.7 |4.76|5.16| 0.8 O % @] g
CNEG120412-NF |12.9] 12.7 |4.76|5.16| 1.2 0 % o -rﬁE
=
3
g
CNMG120408-WGM | 12.9| 12.7 |4.76|5.16| 0.8 * * * 8
CNMG120412-WGM | 12.9| 12.7 |4.76|5.16| 1.2 * * *
For finishing
Wiper
CNMGO090304-PM | 9.7 |9.525/3.18|3.81| 0.4 * ® O
CNMG090308-PM 9.7 19.525|3.18|3.81| 0.8 O @ O *
CNMG120404-PM |12.9| 12.7 |4.76|5.16| 0.4 * @ % O * * O
CNMG120408-PM |12.9]12.7 |4.76/5.16/ 0.8 | @ % @ * @ * * %
CNMG120412-PM |12.9| 12.7 |4.76|5.16| 1.2 oOex e *x k&
CNMG120416-PM |12.9| 12.7 |14.76|5.16| 1.6 * ® O @ * O
CNMG160608-PM |16.1(15.875/6.35/6.35| 0.8 | @ O @ O O O O
F i-
inishing |CNMG160612-PM | 16.1/15.6756.356.35| 12|@ O @ O ® * O
CNMG160616-PM | 16.1|15.875/6.35(6.35| 1.6 ® O e} e}
CNMG190608-PM |19.3|19.05/6.35/7.94| 0.8 * ® O O *
CNMG190612-PM |19.3|19.05|6.35|7.94| 1.2 * @ X @ O *
CNMG190616-PM |19.3(19.05/6.35|7.94| 16 | @ % ®@ O @ O

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

Applicable tool

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

’ B .
Page A164 A171 A172 A214
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A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -

e CN I:l I:l(Negative inserts) ~
() Good working condition (*)Normal working condition (=) Bad working condition
= [@stee ©0VLVEERE VLB ©00B

15
Ey M stainless steel & HOW VWOV Py

§ mCastiron 00000 s o

Non-ferrous metal DOr®

|euaze

~

(¢

Heat resistant alloy, Ti alloy

Cemented

Dimensions(mm) Coated cemented carbide carbide

Cermet
Coated
cermet

Inserts

shape W

L |@QIC| S |ed| r

YBC151
O |YBC152
YBC351
YBC352
YBG102
YBG105
YBG202
YBG205
YBG302
(@] YBM151
YBM153
Oi0i0i0i0O @0 ®@ @ @ e @ YBM251
YBM253
YBD052
YBD102
YBD151
YBD152
YBD252
YNG151
YNG151C
YC10

® ® o o o o6 o o o o O e YBC251

% OO0 % i O % %% O O |YBC252
YDO051

YC40
YD101
YD201

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

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

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

*

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

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

."ﬁ_' CNMG120416-DM |12.9| 12.7 |4.76|5.16| 1.6
b s

ﬂ CNMG160608-DM |16.1(15.875/6.35|6.35| 0.8
For semi-
finishing

*

()
o
]
o
=
=
=
a
o
oo
]
=n
=
"
oo
]
a
(=)
1
]
3
I
)
=
2
I
=3
w

CNMG160612-DM |16.1/15.875/6.35|6.35| 1.2

® O:0 @ . @ @ : O

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

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

O % O

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

(@)

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

CNMG120404-EM (12.9| 12.7 |14.76|5.16| 0.4

EM CNMG120408-EM |12.9| 12.7 |4.76|5.16| 0.8

CNMG120412-EM (12.9| 12.7 |4.76|5.16| 1.2

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

For semi-
finishing

CNMG160612-EM (16.1/15.875/6.35|6.35| 1.2

OO0 0O:e @ @
LRI JRED RIS SIS
LD B .

CNMG160616-EM (16.1/15.875/6.35|6.35| 1.6 *

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

Applicable tool

DCLNR/L PCBNR/L PCLNR/L PCLNR/L

Kr:95° Kr:75° Kr:95°
V -

Page A164 A171 A172 A214

Ab54



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e c N D I:l(Negative inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
= [stee O0LLBVO VOB 000
3 ) - . .
3 M stainless steel © VO VOLE 0
) - -
B Cast iron =
g[:3 © © ©
—1 7 Non-ferrous metal O
sl &
Heat resistant alloy, Tialloy il <
kol
Dimensions(mm) Coated cemented carbide %‘EE Cemep Lzt
8|38 carbide
Inserts Type o "
shape N r 8983858583858 55 — . 5
LIGICIS|ed r 6500300000 3555550000/0023888 2
NN OO DN DNDNDODODDDNDDNAZZO00AQ0AQ o
S>> > >>>>>>>>>>>>>>>>>5>F>>> 2
CNMG120404-NM | 12.9| 12.7 |4.76|5.16| 0.4 O % @) E
=
=
CNMG120408-NM | 12.9| 12.7 |4.76|5.16| 0.8 ® % @) z
=
CNMG120412-NM | 12.9| 12.7 |4.76|5.16| 1.2 O % @) %
=
]
For semi- 5
finishing E
O
CNMM120408-LR [ 12.9| 12.7 |4.76|5.16| 0.8 *
CNMM120412-LR |12.9| 12.7 |4.76|5.16| 1.2 >
CNMM120416-LR |12.9| 12.7 |4.76|5.16| 1.6 *
LR CNMM160608-LR | 16.1|15.875/6.35/6.35| 0.8 Y
CNMM160612-LR | 16.1 [15.875(6.35|6.35| 1.2 Y
H CNMM160616-LR | 16.1(15.875/6.35|6.35| 1.6 *
Light-load CNMM160624-LR | 16.1[15.875(6.35|6.35| 2.4 *
hi
rougNg | cNMM190612-LR | 19.3|19.056.35(7.94 1.2 *
CNMM190616-LR | 19.3|19.05(6.35|7.94| 1.6 *
CNMM190624-LR | 19.3|19.05/6.35|7.94| 2.4 *
CNMM250924-LR 25.79 25.4 9.525/9.12| 2.4 Y

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

Applicable tool

DCLNR/L PCBNR/L PCLNR/L PCLNR/L

Kr:95° Kr:75° Kr:95° Kr:95°
V - -

Page A164 A171 A172 A214

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 55



A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -

/— CN I:l I:l(Negative inserts) N
() Good working condition (%) Normal working condition () Bad working condition

= [steel COLLERE VLB 6066

9

7 M stainless steel © e o e

% mCast iron @ ) @‘CD @ @

3

Non-ferrous metal DOr®

Jeua3e

~ 7

(¢

Heat resistant alloy, Ti alloy

Cemented

Dimensions(mm) Coated cemented carbide carbide

Cermet

Inserts
shape

Type
L |@QIC|S |ed| r

YNG151C | Goated

YBD052
YBD151
YBD152
YBD252
YNG151

YBM251
® ® o YBD102

YBC151
O : O | |YBC152
YBC352
YBG102
YBG105
YBG202
YBG205
YBG302
YBM151
YBM153
® O @ @ @ YBM253
YC10

YC40

YDO051

YD101

YD201

CNMG120408-DR |12.9| 12.7 |4.76|5.16| 0.8

® @ |YBC251
O : @ |YBC351

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

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

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

(@)

()
o
]
o
=
=
=
a
o
oo
]
=n
=
"
oo
]
a
(=)
1
]
3
I
)
=
2
I
=3
w

T T
I‘Qj CNMG160612-DR | 16.1(15.875/6.35|6.35| 1.2
At

s | CNMG160616-DR | 16.1(15.875/6.35|6.35| 1.6

Forlight | CNMG190608-DR | 19.3 [15.875/6.35|7.94| 0.8
roughing

[ ]
(@)

CNMG190612-DR | 19.3(19.05/6.35|7.94| 1.2 O

CNMG190616-DR | 19.319.05/6.35|7.94| 1.6 (@]

O % % O % % O O X% » |YBC252

O 0@ ® O:0:0O| ®@. @0

CNMG190624-DR | 19.3(19.05/6.35|7.94| 2.4 (@]

CNMM120412-DR |12.9| 12.7 |4.76|5.16| 1.2

® 6 6.0 6 O O:0:0

CNMM160612-DR | 16.1 [15.875/6.35|6.35| 1.2

DR
CNMM160616-DR | 16.1/15.875/6.356.35| 1.6

E .'.-:‘ CNMM190612-DR | 19.3|19.05(6.357.94| 1.2
CNMM190616-DR | 19.3(19.05/6.35|7.94| 1.6

For roughing

CNMM190624-DR | 19.3 (19.05/6.35|7.94| 2.4 (@]

00 @@

CNMM250924-DR [25.79| 25.4 |9.525/9.12| 2.4

CNMG120408-ER |12.9| 12.7 |4.76|5.16| 0.8 [

ER CNMG120412-ER | 12.9| 12.7 |4.76|5.16| 1.2 )

[

‘r Y CNMG160612-ER | 16.1(15.875/6.35|6.35| 1.2 [

‘| | CNMG160616-ER | 16.1[15.8756.35|6.35| 1.6

For roughing | CNMG190612-ER | 19.3|19.05/6.35|7.94 1.2

CNMG190616-ER | 19.3|19.05/6.35|7.94| 1.6

ER CNMM250724-ER [25.79| 25.4 |7.94|9.12| 2.4

CNMM250732-ER [25.79 25.4 |7.94|9.12| 3.2

LD D D D D b NP D o

* %

CNMM250924-ER [25.79) 25.4 9.525/9.12| 2.4

For roughing | CNMM250932-ER [25.79) 25.4 (9.5259.12| 3.2 * *

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

Applicable tool

DCLNR/L PCBNR/L PCLNR/L PCLNR/L

Kr:95° Kr:75° Kr:95°
> & --

Page  A164 A171 A172 A214

A56



General Turning Inserts TURN’NG A

ffffffffffffff Cemented carbide and cermet inserts

e c N D I:l(Negative inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
< [steel C0LLBBE VBB ©00V
9 . L .
3 M stainless steel Q© VO VOLL QC
) - -
B Cast iron =
5[3 © © ©
—1 7 Non-ferrous metal O
S &
Heat resistant alloy, Ti alloy v <
@ [9g
Dimensions(mm) Coated cemented carbide g '§§ Cemep et
3188 carbide
Inserts Type o
shape R Rl R Il R ] ] S
LIGICIS led| I 65000000 00BSSSS800000028828
NN OO0 DNDNDOAODDDNDNDDOODDNDMDNAZZO00AQ0A
S>> >>>>5>>>>>>5>>>>>>>>5>F>>>
HPR |CNMM190616-HPR|19.5|19.05/6.35|7.94| 1.6 *x O
' CNMM250924-HPR25.19 25.4 9.525/9.12| 2.4 * @)
For heavy
machining
CNMA120404 |12.9|12.7 (4.76(5.16| 0.4 * O OO
CNMA120408 |[12.9|12.7 |4.76|5.16| 0.8 * k @ %k
CNMA120412 12.9| 12.7 |4.76|5.16 | 1.2 * k @ %k
Without CNMA120416 |12.9|12.7 |4.76|5.16| 1.6 * % O
chipbreaker
CNMA160608 16.1(15.875/6.35|6.35| 0.8 O O
' ’ CNMA160612 16.1(15.875/6.35|6.35| 1.2 * O
CNMA160616 |16.1(15.875/6.35|6.35| 1.6 O % O
CNMA160620 |16.1/15.875/6.35(6.35| 2.0 )
CNMA160630 |16.1/15.875/6.35(6.35| 3.0 e)
CNMA190612 |19.3|19.05/6.35(7.94| 1.2 * O *
CNMA190616 |19.3|19.05(6.35(7.94| 1.6 O % *

* Recommended grade (always stock available)

Applicable tool

DCLNR/L PCBNR/L PCLNR/L

Kr:95° Kr:75° Kr:95°
V =

Page A164 A171 A172

Insert cm

A48-A49

Grade selection reference

A19/A34-A46

PCLNR/L
Kr:95°

A214

Chipbreaker seIectio@

A22-A33

@ Available grade (always stock available)

OMake-to-order

Recommended cutting @D

A243-A245

A57

w
=
a
w
R=
=
(Y
£
£
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o
=
=
&
o
=
a2
=
S
o
=
3
I
=
3]
£
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()



A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

e CN I:l I:l(Negative inserts) ~

() Good working condition (L) Normal working condition (=) Bad working condition
= [@stee ©0VLVEERE VLB ©00B
o
7 M stainless steel Q@ VYV VLOVLYW il
) -
B | s4Castiron W ~
[x o o
o Non-ferrous metal O
= Heat resistant alloy, Ti alloy Wl <
@ oy
Dimensions(mm) Coated cemented carbide % §E Cemep i
8|38 carbide
- Inserts Type )
g shape EO8LR58E888880BLB8385 8 bb . -B
£ LGICS|ad | 1 550038000000 SSS80000/0023%828
I~ {oa [ e e [ e e [ o [ ' [ ' o' o' o' S 'a S 'a S 'a S o'a [y o a e a e a e a e B b~ - [ O RN G M & R R |
2 S>>>>>>>>>>>>>>>>>>>>>>>>>>>
o
= CNMG120404 |12.9|12.7 |4.76/5.16| 04 |@ @ [ oe @)
g
g CNMG120408 12.9]12.7 |4.76/5.16| 0.8 (@ % ® % O [ J * @ % % [ ] @]
o
ﬁ CNMG120412 12,9127 1476|516 | 1.2 |@ % @ % O O O
=]
Z Allround | cNMG160608 | 16.1[15.8756.35/6.35| 0.8 (@ @ o o o
% [ ] ’ CNMG160612 16.115.8756.35/6.35 | 1.2 [ ] (@] (@]
CNMG160616 16.115.875/6.35/6.35| 1.6 O
CNMG190608 19.3119.05|6.35/7.94| 0.8 |O @) O
CNMG190612 19.3119.05/6.35/7.94| 1.2 |O [ ] O O
CNMG190616 19.3119.05|6.35/7.94| 1.6 |O (@)
CNMM120404 12.9]12.7 |14.76/5.16| 0.4 |O
CNMM120408 12.9112.7 |14.76/5.16| 0.8 |O O
Allround | cNMM120412 | 12.9| 12.7 |4.76/5.16 | 1.2 | O 0o
- CNMM190608 19.3/19.05|6.35/7.94 | 0.8 O O
CNMM190612 19.3/19.05|6.35/7.94 | 1.2 O O
CNMM190616 19.3/19.05|6.35/7.94 | 1.6 @)
CNMM190624 19.3/19.05|6.35/7.94 | 2.4 O

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

Applicable tool

DCLNR/L PCBNR/L PCLNR/L PCLNR/L

Kr:95° Kr:75° Kr:95°
V -

Page A164 A171 A172 A214

A58



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e D N D I:l(Negative inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
= [stee COLVBBO VLB 000V
()
Ey M stainless steel Q WO VWOLE O
) - -
o Cast iron &
5|::3 © © ©
3 Non-ferrous metal O
= Heat resistant alloy, Ti alloy il v
B 2y
Dimensions(mm) Coated cemented carbide § %E Cemep et
3138 carbide
Inserts Type o)
shape E8EEEB8E883880B8L8338588 R0 =B
LIGICI S lad | I 15500000000 0SSSS80000/002888R
NN NN AN DN OD@ODO@AZ[ZO0O0AQAQAO
> > > > > > > > > > > > > >>>>>>>55FXFX>> >
DNMG110404-DF |11.6|9.525/4.76 |3.81| 0.4 O @ O [
DNMG110408-DF |11.6|9.525/4.76|3.81| 0.8 O OO
DNMG110412-DF |11.6|9.525/4.76|3.81| 1.2 O O
DF DNMG150404-DF [15.5|12.7 |4.76 |5.16| 0.4 * @ %
DNMG150408-DF |15.5|12.7 |4.76|5.16| 0.8 * @ %
DNMG150412-DF [15.5|12.7 |4.76 |5.16| 1.2 O O
For finishing
DNMG150604-DF |15.5/12.7 |6.35|5.16/ 04 | @ % @ % O
DNMG150608-DF |15.5|12.7 |6.35|5.16| 0.8 * ® O
DNMG150612-DF |15.5|12.7 |6.35|5.16| 1.2 O
DNMX110404-WGF | 11.6 |9.525/4.76 |3.81| 0.4 Y * *
WGF DNMX110408-WGF | 11.69.525/4.76 |13.81| 0.8 * * *
ﬁ DNMX150404-WGF |15.5| 12.7 | 4.76 |5.16| 0.4 * * *
DNMX150408-WGF | 15.5| 12.7 [4.761/5.16 0.8 | % * *
For finishi
*Winer . DNMX150604-WGF | 15.5| 127 |6.35|5.16| 04 | % * *
DNMX150608-WGF |15.5| 12.7 | 6.35|5.16| 0.8 * * *

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

Applicable tool

DDJNR/L PDJNR/L PDNNR/L PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:62°30' Kr:93°

Page  A165 A173 A174 A215 A216

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 59
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A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

e D N I:l I:l(Negative inserts)

() Good working condition (*)Normal working condition (=) Bad working condition \
= [@stee ©0VLVEERE VLB ©00B
S
= M stainless steel Q© VO VOVL OC
8 mCast iron VLB © ®
= ,
o Non-ferrous metal O
S =
- Heat resistant alloy, Ti alloy Wl <
T[Ty
Dimensions(mm) Coated cemented carbide % %E Cemep i
38138 carbide
- Inserts Type )
g shape EO8LR58E888880BLB8385 8 bb . -B
g LIGICIS led | 6530000000055 SS80000/0028828
2 NN DNDNDODOO0DNNZZOO0OO00A
2 > > > > > > > > > > >>>>>>>>>>>5>>>>>
o
5 DNMG110404-SF | 11.6(9.525/4.763.81| 0.4 (@) O %
=3
g SF DNMG150404-SF |15.5| 12.7 |4.76|5.16| 0.4 @) O %
a
8 g DNMG150408-SF |15.5| 12.7 |4.76 |5.16 | 0.8 (@) O|%
=]
E’. DNMG150604-SF |15.5| 12.7 |6.35|5.16| 0.4 (@) O %
2 For finishing
z DNMG150608-SF |15.5| 12.7 |6.35|5.16| 0.8 (@) O %
DNMG110404-EF |11.6(9.525/4.763.81| 0.4 ® % *
DNMG110408-EF |11.6(9.525/4.763.81| 0.8 O % *
DNMG110412-EF |11.6(9.525/4.763.81| 1.2 O % *
EF DNMG150404-EF |15.5| 12.7 |4.76|5.16| 0.4 ® * *
@ DNMG150408-EF |15.5| 12.7 | 4.76|5.16| 0.8 o % *
DNMG150412-EF |15.5| 12.7 |4.76|5.16 | 1.2 O % *
For finishing
DNMG150604-EF |15.5| 12.7 |6.35|5.16| 0.4 ® X *
DNMG150608-EF |15.5| 12.7 |6.35|5.16| 0.8 ® % *
DNMG150612-EF |15.5| 12.7 |6.35|5.16| 1.2 O % *
DNEG150404-NF |15.5| 12.7 |4.76|5.16| 0.4 O % @)
NF DNEG150408-NF |15.5| 12.7 |4.76|5.16| 0.8 O % (@]
ﬂ DNEG150604-NF |15.5| 12.7 |6.35|5.16| 0.4 ® * @)
DNEG150608-NF (15.5| 12.7 |6.35(5.16 | 0.8 o * (@]
For finishing
* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Applicable tool

DDJNR/L PDJNR/L PDNNR/L PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:62°30' Kr:93°

Page  A165 A173 A174 A215 A216

A60



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e D N D I:l(Negative inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
= [stee COLVBBO VLB 000V
()
Ey M stainless steel Q WO VWOLE O
) . -
B Cast iron =
5|::3 © © ©
3 Non-ferrous metal O
= Heat resistant alloy, Ti alloy il v
@ [9g
Dimensions(mm) Coated cemented carbide % %E Cemep e
8138 carbide
Inserts Type )
shape E8E P BE388880B8L883888F 0D = B
LGICIS lad | r 558803300000 SSS80000/0028888
[ I o [ a'a N o'a [ o'a S ' [ o'a S ' [ o'a [ ' R 'a [ wa R o'a e s Qe Qe a s Qe a I e Qe a ll -l - A H O RN G I R I |
> > > > > x> > > > > > > > > > >>>55>>> > >
DNMX150408-WGM)| 15.5| 12.7 |4.76|5.16 | 0.8
WGM o * b
DNMX150412-WGM‘15.5 12.7 |14.76 5.161| 1.2 * * *
0 DNMX150608-WGM‘15.5 12.7 |6.35/5.16 | 0.8 * * *
';Qfsﬁ-_mi' DNMX150612-WGM|15.5| 12.7 [6.35|5.16 | 1.2 * * *
inishing
Wiper
DNMG110404-PM |11.6|9.525/4.76|3.81| 0.4 ® O [ J
DNMG110408-PM |11.6|9.525/4.76|3.81| 0.8 ®@ ®@ OO * O O
DNMG110412-PM |11.6|9.525/4.76|3.81 | 1.2 O O
DNMG150404-PM |15.5| 12.7 |4.76|5.16 | 0.4 ® O
DNMG150408-PM |15.5| 12.7 |4.76|5.16| 0.8 |@ ® ® O O *x % O
DNMG150412-PM |15.5|12.7 |4.76|5.16 | 1.2 ® O (@] O * O
For semi- DNMG150416-PM |15.5| 12.7 |4.76|5.16 | 1.6 O O
finishi
MY DNMG150604-PM  [15.5] 12.7 [6.35/5.16 | 04| ® @ O * ok
DNMG150608-PM |15.5| 12.7 |6.35|5.16| 0.8 |@ O @ % * O
DNMG150612-PM |15.5| 12.7 |6.35|5.16 | 1.2 ® % * O
DNMG150616-PM |15.5| 12.7 |6.35|5.16 | 1.6 O O

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

Applicable tool

DDJNR/L PDJNR/L PDNNR/L PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:62°30' Kr:93°

Page  A165 A173 A174 A215 A216

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 61
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A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -

e D N I:l I:l(Negative inserts)

(&) Good working condition (%) Normal working condition (%) Bad working condition \
< [Psteel ©0VLVEERE VLB ©00B
o
.’.:fMStainless steel © VL LVOLY O
B mCast iron VLB © ®
=
& Non-ferrous metal O
S =
- Heat resistant alloy, Ti alloy Wl <
@8y
Dimensions(mm) Coated cemented carbide %%E Cemep i
38138 carbide
a Inserts Type )
g shape PN R R R R R R R e -
& LIGICIS |ed| 1 15580300000 055S5S80000|00/2882R
2 [va v i [ S o S v (e Y S o o e e e s e B s Bl - - [ S M G M s Wi W
2 S>> > >>>>>>>>>>>>>>>>>F>>>5>>
o
%’. DNMG110404-DM | 11.6|9.525/4.76 |3.81| 0.4 ® 0O O
=3
g DNMG110408-DM | 11.6|9.525/4.76 |3.81| 0.8 * ® % O ]
o
8 DNMG110412-DM | 11.6(9.525|4.76|3.81| 1.2 (@]
=]
§' DM DNMG150404-DM (15.5| 12.7 |4.76 |5.16| 0.4 O @ %
§ DNMG150408-DM |15.5| 12.7 |4.76|5.16| 0.8 * @ % ([ ]
LY,
J DNMG150412-DM |15.5| 12.7 [4.76|5.16 | 1.2 * O %
For semi- DNMG150416-DM |15.5| 12.7 |4.76 |5.16| 1.6 O
finishi
NSNS | hNMG150604-DM | 15.5| 12.7 |6.35/5.16| 0.4 | % ® % O ° °
DNMG150608-DM |15.5| 12.7 |6.35|5.16| 0.8 * ® % O
DNMG150612-DM (15.5| 12.7 |6.35|5.16| 1.2 ® 0 % O
DNMG150616-DM |15.5| 12.7 |6.35|5.16 | 1.6 O 0O
DNMG110404-EM | 11.6 |9.525|4.76 |3.81| 0.4 O % D¢
DNMG110408-EM | 11.6 [9.525|4.76|3.81| 0.8 O % *
EM DNMG110412-EM | 11.6|9.525|4.76|3.81| 1.2 O % *
DNMG150404-EM [15.5| 12.7 |4.76 |5.16 | 0.4 ® % *
g DNMG150408-EM |15.5| 12.7 |4.76 |5.16| 0.8 ® * *
For semi- DNMG150412-EM [15.5| 12.7 |4.76 |5.16| 1.2 O % *
finishi
MENNY DNMG150604-EM | 15.5) 12.7 |6.35|5.16| 0.4 O ex *
DNMG150608-EM |15.5| 12.7 |6.35|5.16 | 0.8 ® * *
DNMG150612-EM |15.5| 12.7 |6.35|5.16 | 1.2 O % *
NM DNMG150412-NM [15.5| 12.7 |4.76|5.16 | 1.2 O % o)
g DNMG150612-NM | 15.5| 12.7 [6.35|5.16 | 1.2 ® X
For semi-
finishing
% Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
Applicable tool
DDJNR/L PDJNR/L PDNNR/L PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:62°30' Kr:93°
y y y -
- N
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e D N D I:l(Negative inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
= [stee O0LLBVO VOB 000
()
3 M stainless steel Q@ VO VOVLE O
o - -
o Cast iron &
4K © © ©
o Non-ferrous metal O
= Heat resistant alloy, Tialloy il <
@ 9|
Dimensions(mm) Coated cemented carbide %%E Cemep et
3138 carbide
Inserts Type o
shape AR R R Rl B IR ] 1t S
LGICIS|ed|lr 6500000000 BSSSS800000028828
NN OO0 DNDNDOAODDDNDNDDOODDNDMDNAZZO00AQ0A
> > > > > > > > >>>>>>>>>>>>>5>>>>>
LR DNMM150608-LR | 15.5 | 12.7 |6.35(5.16| 0.8 *
W DNMM150612-LR | 15.5|12.7 |6.35(5.16 | 1.2 *
DNMM150616-LR | 15.5| 12.7 |6.35|5.16 | 1.6 *
Light-load
roughing
DNMG150408-DR | 15.5|12.7 |4.76|5.16 | 0.8 (@)
DR DNMG150412-DR | 15.5| 12.7 |4.76 |5.16 | 1.2 e)
J_.’_"“'f_ﬁ DNMG150416-DR | 15.5|12.7 |4.76 |5.16 | 1.6 O O
J'\._ﬂ'—-
DNMG150608-DR | 15.5|12.7 |6.35|5.16 | 0.8 % O O O ] ]
For light
roughing DNMG150612-DR | 15.5|12.7 |6.35|5.16 | 1.2 O @ % O
DNMG150616-DR | 15.5|12.7 |6.35|5.16 | 1.6 (@) @)
DR DNMM150608-DR | 15.5|12.7 |6.35|5.16| 0.8 O O
‘_-' DNMM150612-DR |15.5|12.7 |6.35|5.16 | 1.2 o e
d DNMM150616-DR | 15.5|12.7 |6.35|5.16 | 1.6 (@)
For roughing
ER DNMG150608-ER | 15.5|12.7 |6.35|5.16| 0.8 *
«. . | DNMG150612-ER |15.5|12.7 |6.35|5.16 | 1.2 *
A g
For roughing
ER DNMM150608-ER | 15.5|12.7 |6.35|5.16| 0.8 *
. | DNMM150612-ER | 15.5| 12.7 |6.35|5.16 | 1.2 *
&
For roughing

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

Applicable tool

DDJNR/L PDJNR/L PDNNR/L PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:62°30' Kr:93°

> P ¢

]
-
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A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

e D N I:l I:l(Negative inserts) ~

() Good working condition (L) Normal working condition (=) Bad working condition
= [@stee ©0VLVEERE VLB ©00B
S
.’.:V.MStainless steel Q VO VLOLY il
m =
B | s4Castiron W ~
[x @ ® ©
o Non-ferrous metal O
S =
- Heat resistant alloy, Ti alloy Wl <
@ [9g
Dimensions(mm) Coated cemented carbide %%E Cemep e
838 carbide
- Inserts Type )
g LIGICIS led| 1 15530030000 0S55SS80000002382R
2 [a v s [ J o S v v [ QY S Mo v e e e o B e Bl - - [ S M G M= Bl W
2 S>> >>>>>>>>>>>>>>>>>5>>>>>>
o
5 DNMG150604 |15.5|12.7 |6.35|5.16| 0.4 O
=3
g DNMG150608 |15.5|12.7 |6.35/5.16| 0.8 @)
o All round
8 DNMG150612 |15.5|12.7|6.35|5.16| 1.2 O
=]
g’. - ’ DNMG150616 |15.5|12.7 |6.35/5.16| 1.6 @)
% DNMG190608 |19.3(15.8756.35|7.94| 0.8 (@)
DNMG190612 |19.3(15.8756.35|7.94| 1.2 (@) O (@)
DNMA110416 |11.6|9.525/4.76|3.81| 1.6 @)
DNMA110424 |11.6|9.525/4.76(3.81| 2.4 @)
Without DNMA150404 |15.5|12.7 |4.76(5.16| 0.4 e)
chipbreaker
DNMA150408 |15.5| 12.7 |4.76(5.16| 0.8 * k @ O
b f DNMA150604 |15.5|12.7 |6.35|5.16| 0.4 O OO0 O
DNMA150608 |15.5|12.7 |6.35|5.16| 0.8 O % @ % @)
DNMA150612 |15.5|12.7 |6.35|5.16| 1.2 O O (@)
DNMA150616 |15.5|12.7 |6.35|5.16| 1.6 O OO

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

Applicable tool

DDJNR/L PDJNR/L PDNNR/L PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:62°30' Kr:93°
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e s N I:l I:l (Negative inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
90° = [stee O0LLBBE VOB ©00e
— 9 . .
glcl— 1~ Z M stainless steel Q© LW VWOWLWE Qe
LN S, :
— d ﬂdI o mCastiron @ @ ()
X > 3
r - -+ = S g Non-ferrous metal &
= Heat resistant alloy, Ti alloy il v
@ [o%
Dimensions(mm) Coated cemented carbide § ‘§§ Cemep el
3188 carbide
Inserts Type o) "
shape OISR S8S8S58352833859855 . _ = 5
L GICS|adir 558038000005 SS8000000238828 £
N O NN NN DDNDDODDODDOAZZO0AOAOA -
> > > > E2 > > > > > > > > > > > > > g
SNMG090304-DF |9.525/9.525|3.18|3.81| 0.4 O g
DF =
SNMG090308-DF [9.525/9.525|3.183.81| 0.8 O z
1—{' =
:ﬁ + | SNMG120404-DF | 12.7 | 12.7 |4.76|5.16| 0.4 O E
— i
_ SNMG120408-DF | 12.7 | 12.7 |4.76|5.16| 0.8 o e O %
For finishing qé
SNMG120412-DF | 12.7 | 12.7 |4.76 |5.16| 1.2 O O ]
SNMGO090304-EF |9.525(9.525/3.18|3.81| 0.4 O % *
SNMG090308-EF |9.525|9.525|3.18|3.81| 0.8 O % *
SNMG090312-EF |9.525|9.525|3.18|3.81| 1.2 O % *
SNMG120404-EF | 12.7 | 12.7 |4.76|5.16| 0.4 ® % *
SNMG120408-EF | 12.7 | 12.7 |4.76|5.16| 0.8 ® % *
For finishing | SNMG120412-EF | 12.7 | 12.7 |4.76|5.16 | 1.2 0 % *
SNMG150608-EF [15.875/15.875/6.35|6.35| 0.8 O % *
SNMG150612-EF (15.87515.875/6.35|6.35| 1.2 O % D¢
SNMG090304-SF 9.525(9.525/3.18|3.81| 0.4 O O %
SF SNMG090308-SF [9.525(9.525/3.18(3.81| 0.8 O O %
SNMG120404-SF | 12.7 | 12.7 |4.76|5.16| 0.4 @) O %
SNMG120408-SF | 12.7 | 12.7 |4.76|5.16| 0.8 @] O %
For finishing | SNMG120412-SF | 12.7 | 12.7 |4.76|5.16| 1.2 o o
SNMG150608-SF [15.875/15.875/6.35|6.35| 0.8 O O

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

Applicable tool

DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
Page A166 A175 A176 A177 A178 A217
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A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

e s N D I:l(Negative inserts)

(&) Good working condition (%) Normal working condition (%) Bad working condition \
90’ = [@stee COLLBBE VO ©00®
— g
ag1cl-~ i - 7 M stainless steel © OO oL DA
N e . .
od o Cast iron 2 ®
RS = (K e © ©
r "-L -z S g Non-ferrous metal O
- - Heat resistant alloy, Ti alloy Wl <
@ o
Dimensions(mm) Coated cemented carbide %‘gé Cemep i
8&I8g carbide
- Inserts Type o)
2 LPICIS |aed 1 558033800 000SSSS80000/002%88R
I~ [ I o [ a'a N o'a [ o'a S ' [ o'a S ' [ o'a [ ' R 'a [ w s R ' e s R e e a s e a R e Qe a ll I~ - S H O RN G B R o I |
2 > > > > > > > > > > >>>>>>>>>>>5>>>>>
o
5 SNMG090304-PM |9.525|9.525/3.183.81| 0.4 O @ O
s
g SNMG090308-PM [9.525(9.525(3.183.81| 0.8 O @ OO0 O
o
E SNMG090312-PM |9.525|9.525/3.183.81| 1.2 (@) @)
=]
2 PM SNMG120404-PM | 12.7 | 12.7 |4.76/5.16/ 04| O @ O O o)
=
g ) | SNMG120408-PM | 12.7 | 12.7 476|516/ 08| @ @ O @ * *
B | SNMG120412-PM | 12.7 | 127 476|516/ 12| @ @ O O * Kk xk
For semi- | SNMG120416-PM | 12.7 | 12.7 |4.76|5.16| 1.6 ® O O @)
finishing
SNMG150608-PM [15.875(15.875(6.35|6.35| 0.8 O
SNMG150612-PM |15.875(15.875/6.356.35| 1.2 ® @ O O [ J
SNMG190616-PM | 19.05(19.05/6.35|7.94| 1.6 O
SNMG090304-DM |9.525|9.525|3.18|3.81| 0.4 @)
SNMG090308-DM |9.525|9.525|3.18|3.81| 0.8 @] O O
SNMG120404-DM | 12.7 | 12.7 |4.76|5.16| 0.4 @)
DM | SNMG120408-DM | 12.7 | 12.7 |4.76|5.16| 0.8 o) o o
(i = | SNMG120412-DM | 12.7 | 12.7 |4.76|5.16| 1.2 * @ %
i'* ,_ﬁ, " | SNMG120416-DM | 12.7 | 12.7 |4.76|5.16| 1.6 ®e0o0
- SNMG150608-DM (15.875(15.875/6.35|6.35| 0.8 ® O [ J
For semi-
finishing | SNMG150612-DM |15.875(15.875/6.35 |6.35| 1.2 [ 8 oK J
SNMG150616-DM (15.875(15.875/6.35|6.35| 1.6 @)
SNMG190612-DM | 19.05(19.05|6.35(7.94| 1.2 O @ OO @)
SNMG190616-DM |19.05|19.05/6.35|7.94| 1.6 @)

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

Applicable tool

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

.J"-'_-rf
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e s N I:l I:l (Negative inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
90° = [stee O0LLBBE VOB ©00e
— 9 . .
glcl— 1~ Z M stainless steel Q© LW VWOWLWE Qe
v o) - -
— ﬂdI ) mCastiron ) © ®
N X 3
r "-L = = g Non-ferrous metal (T
= Heat resistant alloy, Tialloy il -
@35
Dimensions(mm) Coated cemented carbide % ‘§§ Cemep Lzt
8|38 carbide
Inserts Type )
shape EOERE8E888880BLB8385 8 b N-B
LIGICIS led 1 155300800000 BSSSS80000/00238828
NN NN NN DDA DOD@ODO@OAZZO0O0AQ0AQ0AQ
> > > > > > > > > > > > >>>>>>>>55X>>> >
SNMG120404-EM | 12.7 | 12.7 |4.76 |5.16| 0.4 ® % *
SNMG120408-EM | 12.7 | 12.7 |4.76 |5.16| 0.8 ® * *
SNMG120412-EM | 12.7 | 12.7 |4.76 |5.16| 1.2 ® % *
SNMG120416-EM | 12.7 | 12.7 |4.76 |5.16| 1.6 O % *
For semi- | SNMG150612-EM |15.875/15.875 6.35 |6.35| 1.2 ® % *
finishing
SNMG150616-EM (15.875/15.8756.35 |6.35| 1.6 O % *
NM | SNMG120408-NM | 12.7 | 12.7 |4.76 |5.16| 0.8 ® *
SNMG120412-NM | 12.7 | 12.7 [4.76|5.16| 1.2 O %
For semi-
finishing
SNMM120408-LR | 12.9 | 12.7 |4.76|5.16| 0.8 *
SNMM120412-LR | 12.9 | 12.7 |4.76 |5.16| 1.2 *
LR SNMM120416-LR | 12.9 | 12.7 |4.76|5.16| 1.6 *
SNMM150612-LR (15.875/15.875/6.35 (6.35| 1.2 >
SNMM150616-LR [15.875/15.875 6.35|6.35| 1.6 *
SNMM190612-LR | 19.3 [19.056.35|7.94| 1.2 *
Light-load
roughing SNMM190616-LR | 19.3 |19.05/6.35|7.94| 1.6 *
SNMM190624-LR | 19.3 [19.05/6.35|7.94| 2.4 *
SNMM250924-LR [25.79| 25.4 |9.5259.12| 2.4 >

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

Applicable tool

DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
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Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g
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A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

e s N D I:l(Negative inserts)

() Good working condition (*)Normal working condition (=) Bad working condition \
90’ < [stee COLVBBE VLB ©00e
— 9 X X X
glcl—— 1~ z M stainless steel © VL LVOLY &6
e ”dI g mCastiron oL © ®
(D : .
r \"L — S g Non-ferrous metal WEE
- - Heat resistant alloy, Ti alloy Wl <
3T
Dimensions(mm) Coated cemented carbide %%E Cemep e
838 carbide
a Inserts Type )
2 shape E8LR5RE88880BLBR85 8 b = - B
2 LPICIS led| r 553038380000 0SSSS80000/002388R
I~ {oa s e e e [ o [ e [ o [ ' [ o [ o'a [ e S o S e S e e a e a e a e a e N b~ - HO RN G R & R R |
2 S>>>>>>>>>>>>>>>>>>>>>>>>>>
o
5 SNMG120408-DR | 12.7 | 12.7 |4.76 |5.16| 0.8 O ® % O O (@)
g
- SNMG120412-DR | 12.7 | 12.7 | 4.76|5.16| 1.2 eO @ 0
=
o
2 SNMG120416-DR | 12.7 | 12.7 |4.76 |5.16| 1.6 O O O
g DR
e SNMG150608-DR [15.875/15.875/6.35 |6.35| 0.8 @)
=
g [:@:1 SNMG150612-DR (15.875(15.875/6.35|6.35| 1.2 * @
SNMG150616-DR [15.875/15.875/6.35 |6.35| 1.6 *
For light SNMG150624-DR (15.875(15.875/6.35|6.35| 2.4 O
roughing
SNMG190612-DR |19.05(19.05/6.35|7.94| 1.2 ® OO
SNMG190616-DR |19.05(19.05(6.35|7.94| 1.6 O % O (@) @)
SNMG190624-DR [19.05|19.05/6.35|7.94| 2.4 ® OO
SNMM120408-DR | 12.7 | 12.7 |4.76|5.16| 0.8 @)
DR SNMM120412-DR | 12.7 | 12.7 |4.76 |5.16| 1.2 e}
. SNMM120416-DR | 12.7 | 12.7 |4.76|5.16| 1.6 @)
- #% | SNMM150608-DR [15.875(15.875 6.35 6.35| 0.8 o
SNMM150612-DR |15.875(15.875/6.35|6.35| 1.2 O
For roughing | §NMM150616-DR [15.875(15.8756.356.35| 1.6 e O
SNMM190608-DR |19.05/19.05|6.35|7.94| 0.8 O

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

Applicable tool

DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e s N I:l I:l(Negative inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
-0 = [stee O0LLBBE VOB ©00e
glcl— 1~ 3 M stainless steel O LWL LOLL O
- ”dl g mCastiron ¢ © ©
L\ 3
r .\'L - < g Non-ferrous metal O
' - Heat resistant alloy, Ti alloy il v
kolisks
Dimensions(mm) Coated cemented carbide § §E Cemep el
3188 carbide
Inserts Type o) "
shape EOLR58E888880BLB8858 kb - E g
L @GICIS led|r 55883300 000SSSS80000/0023%88R 2
MO0 MMMAOZZ000A0A =
> > > > > > > > > > > > > > >>>>>>55FXFX>> > 2
SNMM190612-DR [19.05|19.05/6.35|7.94| 1.2 ® OO g
DR z
v | SNMM190616-DR [19.05/19.05(6.35|7.94| 16| © @ % ® s
up o] =
! SNMM190624-DR |19.05|19.05|6.35|7.94| 2.4 [ ol ) =
o
SNMM250724-DR | 25.4 | 25.4 | 7.94(9.12| 2.4 e © z
) 5
For roughing | gNMM250924-DR | 25.4 | 25.4 19.5259.12| 2.4 oxe 5
SNMG120408-ER | 12.7 | 12.7 | 4.76|5.16| 0.8 *
ER | SNMG120412-ER | 12.7 | 12.7 |4.76|5.16] 1.2 *
| —
‘9\ SNMG150608-ER |15.875[15.875 6.35|6.35| 0.8 Y
~ SNMG150612-ER (15.875(15.875 6.35 |6.35| 1.2 *
F . SNMG190612-ER |19.05(19.05|6.35|7.94| 1.2 *
or roughing
SNMG190616-ER |19.05(19.05|6.35|7.94| 1.6 *

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

Applicable tool

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

S
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Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g
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A TU RN ' N G General Turning Inserts

Cemented carbide and cermetinserts -~

. s N D I:l(Negative inserts)

() Good working condition () Normal working condition (=) Bad working condition )
-0 < [Jsteel COLVLBBE VLB 000®
) . P NPT N
glcl— T 7 M stainless steel ) YO VOLYW O
T N le 2 ; 00D 2 o)
WV ngast iron VLB © ®
- . I s
— — & Non-ferrous metal (D]
r. L S g. .
= - Heat resistant alloy, Ti alloy Wl <
@ [9g
Dimensions(mm) Coated cemented carbide % ‘§§ Cemep e
838 carbide
- Inserts Type )
4 shape E8LR5RE88880BLBR85 8 b N-B
2 LIGICIS led| 1 5030000000055 800000088888
= NN DDNDNONONDIDDDODODOOAZZO0O0AOAQ0AQ
2 > > > > > > > > > > >>>>>>>>>>>5>>>>>
o
s ER SNMM250724-ER | 25.4 | 25.4 | 7.94 |9.12| 2.4 ) *
g
& | SNMM250732-ER | 25.4 | 25.4 |7.949.12| 3.2 ° *
S
o] - | SNMM250924-ER | 25.4 | 25.4 (9.525(9.12| 2.4 [ J *
=
[}
ad For roughing | SNMM250932-ER | 25.4 | 25.4 (9.525(9.12) 3.2 ° *
[}
@ HPR |SNMM190616-HPR| 19.5 |19.05| 6.35 |7.94| 1.6 * O
SNMM250924-HPR| 25.4 | 25.4 [9.525/9.12| 2.4 *
For heavy
machining

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

Applicable tool

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

C &> & s
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e s N I:l I:l (Negative inserts)

(20 Good working condition () Normal working condition (%) Bad working condition \
- 90 = [stee O0LLBBO VOB 0006
— ] ) W )
glcl-- 1 - = Ml stainless steel O WK LOLWL O
. | 2, ) .
5 \\ > ng g mCast iron @ © @
" \"L — S g Non-ferrous metal OE
- Heat resistant alloy, Tialloy Wl <
kolisks
Dimensions(mm) Coated cemented carbide § §E Cemep el
3188 carbide
Inserts Type o
shape EOLR58E888880BLB8858 kb -
L GICI S |ed 1 550883300 000SSSS80000/002388R
NN OO0 00NN DNDDOOOMDNAZZO0O0A00AQ
S>> >>>>>>>>>>>>>>>>>>F>=>>>>
SNMG090304 |9.525/9.525|3.18|3.81| 0.4 O
SNMG090308 |9.525/9.525|3.18 |3.81| 0.8 O O
SNMG120404 12.7 | 12.7 | 4.76 |5.16| 0.4 [ ]
SNMG120408 12.7 1 12.7 | 4.76 |5.16/ 0.8 | O [ ] [ ] ® O
SNMG120412 12.7 1 12.7 | 4.76 |5.16| 1.2 OO0 e
All round
SNMG120416 12.7 | 12.7 | 4.76 |5.16/ 1.6 | O O
SNMG150608 |15.875/15.875| 6.35 |6.35| 0.8 O
SNMG150612 |15.875/15.875/ 6.35 |6.35| 1.2 | O [ )
SNMG190612 19.05/19.05|6.35(7.94| 1.2 | O [ ) O
SNMG190616 19.05(19.05/6.35 |7.94| 1.6 | O [ )
SNMG250724 2541254 |7.941912/24 |0 (@]
SNMG250924 254 1254 19.525|9.12| 2.4 O
SNMMO090304 |9.525|9.525|3.18 |3.81/ 0.4 @)
Allround | gNMM090308  |9.525/9.525| 3.18 |3.81| 0.8 o
i SNMM120408 | 12.7 | 12.7 | 4.76 [5.16/ 0.8 | O
_ SNMM120412 12.7 | 12.7 | 4.76 |5.16| 1.2 O
SNMM120416 12.7 1 12.7 | 4.76 |5.16| 1.6 O

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

Applicable tool

DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
Page A166 A175 A176 A177 A178 A217

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 71
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A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

e s N I:l I:l(Negative inserts) ~

() Good working condition (L) Normal working condition (=) Bad working condition
-0 g [dsee 00LVEEO VOB 000w
— ) e VT T )
gIcl-~ 1 - 7 M stainless steel © OO VOLE O
\/ \.. (_D. - -
. \\ 4 ﬂd: 8mCastiron oL © ®
4 % 3
=L = I Non-ferrous metal WE
r L S 5
- Heat resistant alloy, Ti alloy Wl <
@ o
. . . 22 Cemented
Dimensions(mm) Coated cemented carbide % gE .
8|38 carbide
Inserts Type )
shape R Rl Rl R 1oy S ——
LGICIS led 1 155000000 00BSSSS80000002%828
o @ N DO NN DIDODDNDNDNDOODNZZO00O00A0
> > S>E>>>>>>>>>>>>>>>55FF>> >

SNMM190608 |19.05/19.05|6.35|7.94| 0.8

O i O |YBC251

Allround | gNMM190612 |19.05(19.05|6.35(7.94] 1.2

i SNMM190616 |19.05/19.05|6.35|7.94| 1.6 ()
_‘ SNMM250724 | 254 | 25.4 |7.94|9.12| 2.4 ) (] @)

()
o
]
o
=
=
=
a
o
oo
]
=n
=
"
oo
]
a
o
1
]
3
I
~
=
2
I
=3
w

SNMM250924 | 25.4 | 25.4 (9.5259.12| 2.4 o
SNMA090304 |9.525(9.525|3.18|3.81| 0.4 o
SNMA090308 |9.525|9.525|3.18|3.81 0.8 oo

Without | SNMA120404 | 127 | 12.7 476 |5.16| 0.4 o

chipbreaker | gNMA120408 | 12.7 | 12.7 |4.76|5.16| 0.8 0% @ % o e

o SNMA120416 | 12.7 | 12.7 | 4.76|5.16| 1.6 00 %

BB SNVA150608 1587515575 6.35 |6.35 0.8 o
SNMA150612 |15.875/15.875| 6.35|6.35 1.2 o % °
SNMA190612 |19.05|19.05|6.35|7.94| 1.2 00 @ %
SNMA190616 |19.05|19.05|6.35|7.94| 1.6 * @ %

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

Applicable tool

DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:75° Kr:45° Kr:75°
C “"
i - .
Page A166 A175 A176 A177 A178 A217
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

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

(0 Good working condition () Normal working condition (%) Bad working condition \
< [steel C0LLBBE VBB ©00V
o
3 M stainless steel Q VO VOLYW (V&)
o - -
& | sqCastiron &
5[3 © © ©
3 Non-ferrous metal O
= Heat resistant alloy, Ti alloy il v
@ [9g
Dimensions(mm) Coated cemented carbide § '§§ Cemep el
3138 carbide
Inserts Type o -
shape T8 E5RE888880B8L 33858y 50 o - B g
LGICIS led | I 5658330000000 B55SS80000/0028828 2
NN OO DNDDOODONMDNAZZO00AQ0A =
S>> >>>>>>>>>>5>>>>>>>>>>F>>> 2
TNMG160404-DF |16.5/9.525/4.76|3.81| 0.4 *x @ % O [ ] g
DF <
TNMG160408-DF |16.5|9.525/4.76|3.81| 0.8 * O % ([ ] o
i =
""ﬁ'. TNMG160412-DF |16.5|9.525/4.76|3.81| 1.2 O O O %
e =
TNMG220408-DF | 22 |12.7 |4.76|5.16| 0.8 * O O %
For finishing qé
TNMG220412-DF | 22 |12.7 |4.76|5.16| 0.8 (@] )
WGF | TNMX160404-WGF|16.5|9.525/4.76 [3.81| 0.4 * * *
a TNMX160408-WGF| 16.5|9.525/4.76 | 3.81| 0.8 * * *
For finishing
Wiper
TNMG110304-SF | 11 |6.35(3.18(2.26| 0.4 (@) O %
SF
TNMG160404-SF |16.5/9.525/4.76 |3.81| 0.4 (@) O %
:': TNMG160408-SF |16.5|9.525/4.76|3.81| 0.8 (@] O | %
TNMG220408-SF | 22 |12.7 |4.76|5.16| 0.8 (@] O %
For finishing
TNMG220412-SF | 22 | 12.7 |4.76|5.16 | 1.2 (@] O %

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

Applicable tool

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

Kr:91° Kr:91° Kr:60° Kr:90° Kr:90°
- b ve
s .
Page A167 A179 A180 A181 A218

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 73



A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

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

() Good working condition (*)Normal working condition (=) Bad working condition \
60° s [t C0LLBBE VLB 0008
o
- = M stainless steel Q© VO VOVL OC
o mCast iron VLB © ®
ad 3
= Non-ferrous metal O
= Heat resistant alloy, Ti alloy Wl <
@ [o
Dimensions(mm) Coated cemented carbide g‘gé Cemep 15
3888 carbide
- Inserts Type o
2 LIGICIS led| 1 5500000000 BSSSS800000028828
I~ {oa [ e e e ' I ' o' o' o' o' o' S ' N o'a S o'a B o'a [ a'a e a e a e a e B -l - [ O BN G R o R R |
2 S>> > >>>>5>>>>>>>>>>>>>F>>>5>>
o
g TNMG110304-EF | 11 | 6.35 |3.18/2.26| 0.4 0 % *
g
g TNMG110308-EF 11 | 6.35|3.18/2.26| 0.8 O % *
o
2 EF TNMG160404-EF |16.5|9.525|4.76|3.81| 0.4 ® % *
=]
E TNMG160408-EF |16.5|9.525/4.76|3.81| 0.8 ® X *
=
g TNMG160412-EF |16.5|9.525/4.76|3.81| 1.2 O % *
For finishing TNMG220404-EF 22 [ 12.7 |4.76|5.16| 0.4 O % *
TNMG220408-EF 22 | 12.7 |4.76|5.16| 0.8 O % *
TNMG220412-EF 22 | 12.7 |4.76/5.16| 1.2 O % *
WGM  TNMX160408-WGM|16.59.525|4.763.81| 0.8 * * *
a TNMX160412-WGM) 16.5|9.525|4.76 | 3.81| 1.2 D¢ * *
For semi-finishing
Wiper
TNMG110304-PM 11 16.35|3.18]2.26| 0.4 * ® O
TNMG110308-PM | 11 | 6.35|3.18/2.26| 0.8 * O O
PM
TNMG160404-PM |16.5|9.525/4.76|3.81| 0.4 * @ % * >
i TNMG160408-PM |16.5(9.525/4.76(/3.81/ 08| * ®@ k ® O *x ko
I | TNMG160412-PM | 16.5(9.525/4.76(3.81| 12 | % @ O O * %O
For semi- |TNMG220408-PM | 22 | 12.7 |4.76|5.16| 0.8 *x ® O @ * O O
finishing
TNMG220412-PM | 22 | 12.7 |4.76|/5.16| 1.2 |@ % @ O O @) @)
TNMG220416-PM | 22 | 12.7 |4.76|5.16| 1.6 O O @)

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

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:91° Kr:91° Kr:60° Kr:90° Kr:90°
" ; p /
re .
Page A167 A179 A180 A181 A218
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

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

(0 Good working condition () Normal working condition (%) Bad working condition \
s z[dsee C0LLBBE VBB 000V
()
] ?;* M stainless steel Q WO VWOLE O
o g g i -
t B mCastiron QVLLBE © ®
ad 3
S Non-ferrous metal O
= Heat resistant alloy, Tialloy il -
@ [o
Dimensions(mm) Coated cemented carbide % §E Cemep Lzt
3188 carbide
Inserts Type o) "
LIGICIS jad 1 55303000000 S5SSS80000/0028888 2
N AN AN DDA DOD@ODO@AZ[ZO0O0AQAQ0AQ =
> > > > > > > > > > > > > >>>>>>>55FXFX>>> 2
TNMG110308-DM | 11 | 6.35|3.18|2.26| 0.8 O (@) g
=
TNMG160404-DM | 16.5/9.525/4.76|3.81| 04| 4 @ % O ° &
DM =]
TNMG160408-DM | 16.5|9.525/4.76|3.81| 0.8 * ® % @ [ [ ‘f’:a
- o
(&) TNMG160412-DM | 16.5(9.525|4.76|3.81| 1.2 OO0 %O T
Bl g
==~ | TNMG220404-DM | 22 | 12.7 |4.76|5.16| 0.4 * @ x O E
| i -}
For semi- | TNMG220408-DM | 22 | 12.7 |4.76|5.16| 0.8 * ® % O @)
finishin
g TNMG220412-DM | 22 | 12.7 |4.76|5.16| 1.2 OO OO0
TNMG220416-DM | 22 | 12.7 |4.76|5.16| 1.6 O 0O
TNMG160404-EM | 16.5|9.525/4.76|3.81| 0.4 o % *
TNMG160408-EM | 16.5|9.525/4.76 | 3.81| 0.8 o % *
TNMG160412-EM |16.5|9.525/4.76 [3.81| 1.2 O % *
TNMG220408-EM | 22 | 12.7 |4.76|5.16| 0.8 o * *
For semi- | TNMG220412-EM | 22 | 12.7 |4.76|5.16| 1.2 O % *
finishin
g TNMG220416-EM | 22 | 12.7 |4.76|5.16| 1.6 O % *
LR TNMM160408-LR | 16.5(9.525/4.76|3.81| 0.8 *
TNMM160412-LR | 16.5|9.525/4.76|3.81| 1.2 *
¥ TNMM220408-LR | 22 | 12.7 |4.76|5.16| 0.8 *
TNMM220412-LR| 22 | 12.7 |4.76|5.16| 1.2 >
Light-load
roughing | TNMM220416-LR| 22 | 12.7 | 4.76|5.16 | 1.6 *

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

Applicable tool

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

Kr:91° Kr:91° Kr:60° Kr:90° Kr:90°
" '. - /
s .

Page  A167 A179 A180 A181 A218

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g
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A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

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

() Good working condition (*)Normal working condition (=) Bad working condition \
60° s [t C0LLBBE VLB 0008
o
] .’.:V M stainless steel © VL LVOLY QC
o mCast iron QL £ © ©
ad 3
= Non-ferrous metal O
= Heat resistant alloy, Ti alloy Wl <
kol
Dimensions(mm) Coated cemented carbide %‘gé Cemep i
888 carbide
- Inserts Type o
£ LIGICIS lad ' 55000800000 BSSSS800000028828
I~ {oa [ e e e e [ o [ ' [ ' (o' o' [ o' S 'a S 'a S a S o'a [y o a e a e a i a e B b~ - [ O RN G M & R R |
2 S>>>>>>>>>>>>>>>>>>>>>>>>>>>
o
5 TNMG160408-DR |16.5/9.525/4.76|3.81| 0.8 @) O O (@) @)
Z
g TNMG160412-DR [16.5]9.525/4.76 |3.81| 1.2 [OCIONG) [ J [ J
o
E DR TNMG220408-DR | 22 | 12.7 |4.76|5.16| 0.8 o e O
=]
§' TNMG220412-DR | 22 | 12.7 [4.76|5.16| 1.2 O O O @)
% TNMG220416-DR | 22 | 12.7 |4.76|5.16| 1.6 O O
For light TNMG270608-DR |27.5|15.875/6.35|6.35| 0.8 O
roughing
TNMG270612-DR |27.5|15.875/6.35|6.35| 1.2 O
TNMG270616-DR |27.5|15.875/6.35|6.35| 1.6 (@)
TNMM160408-DR |16.5/9.525/4.76 |3.81| 0.8 @) O
TNMM160412-DR |16.5|9.525/4.76 |3.81| 1.2 (@) O
DR
TNMM220408-DR | 22 | 12.7 |4.76|5.16| 0.8 [ ] [ J
A TNMM220412-DR | 22 | 12.7 |4.76|5.16 | 1.2 [ J O
BN | TNMM220416-DR | 22 | 12.7 |4.76|5.16| 1.6 o o
F hi
Orrougiing | rNMM270612-DR |27.5[15.8756.35|5.16 | 1.2 0
TNMM270616-DR |27.5|15.875/6.35|5.16 | 1.6 O
ER TNMG160408-ER |16.5|9.525(4.76 (3.81| 0.8 *
/\\ TNMG160412-ER |16.5/9.525|4.76|3.81| 1.2 *
-
[r—— TNMG220408-ER | 22 | 12.7 |4.76|5.16| 0.8 *
For roughing | TNMG220412-ER | 22 | 12.7 |4.76 |5.16| 1.2 *

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

Applicable tool

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

Kr:91° Kr:91° Kr:60° Kr:90° Kr:90°
" '. - /
re .
Page A167 A179 A180 A181 A218
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General Turning Inserts TURN’NG A

Cemented carbide and cermet inserts

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

(0 Good working condition () Normal working condition (%) Bad working condition \
= [stee COLVBBO VLB 000V
()
- 3 M stainless steel 0 VL VOLL ) &)
) - -
B mCastiron © © O
ad 3
S Non-ferrous metal O
=
- Heat resistant alloy, Ti alloy il v
@ [T
Dimensions(mm) Coated cemented carbide § %E Cemep Lt
388  carbide
Inserts Type )
shape EOLR5E8E888880BLB8858 b =-B
LIGICIS led| T 65000000 00BsSSS80000002%828
AN N NN DN NN DDDDODODOAD|ZZO0O0Q0O
S>BE>EFESEESEEE-E SRS EEE RS
TNMG110308 11 | 6.35|3.18|2.26| 0.8 @)
TNMG160404 16.5|9.525/4.76 |3.81| 0.4 |O [ ] [ J
TNMG160408 16.5|9.525/4.76|3.81/ 08 |@ O @ [ ]
TNMG160412 16.5]9.525/4.76|3.81| 1.2 | @ ® O O O
All round
TNMG220404 22 |12.7 |4.765.16| 0.4 |O [ ] (@] [
- TNMG220408 22 |12.7|4.76|5.16| 0.8 |O [ ] O @)
| TNMG220412 | 22 (127]476|516/ 12 @ @ O ° o
TNMG220416 22 | 12.7 |4.765.16| 1.6 ()
TNMG270612 27.515.8756.35|6.35| 1.2 [ ] @] O
TNMG270616 27.5(15.875/6.35|6.35| 1.6 (@)
TNMG330916 33 |19.05/9.525/7.94| 1.6 [ J
TNMG330924 33 |19.05/9.525/7.94| 24 |O O [ J

% Recommended grade (always stock available)

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

Applicable tool

DTGNR/L PTFNR/L PTTNR/L
Kr:91° Kr:91° Kr:60°
V -
Page A167 A179

Insert cm

A48-A49

Grade selection reference

A180

A19/A34-A46

PTGNR/L PTFNR/L
Kr:90° Kr:90°
-
A181 A218

Chipbreaker seIectio@

A22-A33

Recommended cutting @D

A243-A245

A77
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A TU RN ' N G General Turning Inserts

Cemented carbide and cermetinserts -~

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

(20 Good working condition () Normal working condition (=) Bad working condition
60 = [@stee ©0VLVEERE VLB ©00B
o
.’.:VMStainless steel O VL VOVWYW V)
o g g g i
@1.Cc 8 mCast iron VLB © ©
FOX o :
) oY
5 Non-ferrous metal e
r L g
- Heat resistant alloy, Ti alloy Wl <
iy
Dimensions(mm) Coated cemented carbide % ‘%é Cemep i
888 carbide
- Inserts Type o
g LBICIS |aod | r 6530000000055 S5S80000/00/28828
2 fva I i [ S S v i [ Y S o o o e e i e B s Jl o - - [ S M G M Bl W
2 S>> >>>>>>>>>>>>>>>>>>F>>>5>>
o
5 TNMM160404 16.5|9.525/4.76|3.81| 0.4 O
=3
g TNMM160408 16.5|9.525/4.76|3.81| 0.8 O
o
3 Allround | TNMM160412  [165(9.525(4.76|3.81| 12 |0 O o
=] oy
g’. A TNMM220408 22 | 12.7 |4.76|5.16| 0.8
# s |  TNMM220412 22 | 12.7 |4.76|5.16| 1.2 ([ ] (@) (@]
TNMM220416 22 [ 12.7 |4.76|5.16| 1.6
TNMM270616 27.5115.875/6.35/6.35| 1.6 [ ] O
TNMA160404 16.5|9.525/4.76|3.81| 0.4 O % @ %
TNMA160408 |16.5(9.525/4.76|3.81| 0.8 |O * Kk @ % o O
Without
chipbreaker TNMA160412 |16.5|9.525/4.76|3.81| 1.2 * O e)
. TNMA160416 |16.5|9.525/4.76|3.81| 1.6 (@]
— TNMA220404 22 | 12.7 |4.76|5.16| 0.4 O O 0O
TNMA220408 22 | 12.7 |4.76|5.16| 0.8 O O 0O
TNMA270616 | 27.5|15.875/6.35|6.35| 1.6 @)

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

Applicable tool

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

Kr:91° Kr:91° Kr:60° Kr:90° Kr:90°
-l" ."
s,
Page A167 A179 A180 A181 A218
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

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

(0 Good working condition () Normal working condition (%) Bad working condition \
= [stee COLVBBO VLB 000V
19
Ey M stainless steel Q© WO VWOLW (wl'w)
o - -
o Cast iron &
5|::3 © © ©
3 Non-ferrous metal O
= Heat resistant alloy, Tialloy il -
@ [9g
Dimensions(mm) Coated cemented carbide g %E Cemep Lzt
3138 carbide
Inserts Type o) "
L@ICS|od 1 5530000000055 5S5S80000/0028828 2
NN OO DNDNDOAODDDNDNDODODODNDMDNAZZO00AQ0A o
S>> > > > > > >>>>>>>>>>>>>5>>>>> g
DF VNMG160404-DF | 16.6 |9.525/4.76/3.81| 0.4 *x @ % [ ] g
=
=
i VNMG160408-DF | 16.6 |9.525/4.76|3.81 | 0.8 * O O o
g
=
For finishing %
£
EF VNMG160404-EF | 16.6 (9.525|4.76(3.81| 0.4 O % * 3
ﬁ! VNMG160408-EF | 16.6 (9.525|4.76(3.81| 0.8 O % *
VNMG160412-EF | 16.6 |9.525|4.76(3.81| 1.2 O % *
For finishing
NF VNEG160404-NF | 16.6|9.525/4.76/3.81| 0.4 O %
VNEG160408-NF | 16.6 |9.525/4.76|3.81| 0.8 O % O
For finishing
SF VNMG160404-SF | 16.6 (9.525|4.76(3.81| 0.4 O O | %
VNMG160408-SF | 16.6 (9.525|4.76(3.81| 0.8
For finishing

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

Applicable tool

DVVNN DVJNR/L
Kr:72°30' Kr:93°
Page A168 A169

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 79



A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

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

() Good working condition (*)Normal working condition (=) Bad working condition \
= [@stee ©0VLVEERE VLB ©00B
S
.’.3 M stainless steel © VL LVOLY QC
m =
B | s4Castiron W ~
[x ¢ ° o
o Non-ferrous metal O
2
- Heat resistant alloy, Ti alloy Wl <
@ oy
Dimensions(mm) Coated cemented carbide % §E Cemep 2
8|38 carbide
- Inserts Type )
g LIGICIS ad r 5530030000055 SS80000002382R
2 NN OO0 DNNZZO0OO00A
2 > > > > > > > > > > >>>>>>>>>>>5>>>>>
o
5 PM VNMG160404-PM | 16.6 |9.525/4.76|3.81| 0.4 * ® O O O O
=3
& VNMG160408-PM | 16.6 [9.525/4.76|3.81| 0.8 *x ® O * * O
2 T
e
§ ~ | VNMG160412-PM | 16.6 |9.525/4.76|3.81 | 1.2 O O O (@]
5 For semi-
3 finishing
5
[}
z DM VNMG160408-DM | 16.6 |9.525(4.76|3.81| 0.8 * ® %k O @)
— VNMG160412-DM | 16.6 |9.525/4.76|3.81| 1.2 O O O
For semi-
finishing
EM VNMG160404-EM | 16.6 |9.525/4.76|3.81| 0.4 ® % *
@ VNMG160408-EM | 16.6 (9.525|4.76|3.81| 0.8 o % *
For semi-
finishing
NM VNMG160412-NM | 16.6 |9.525/4.76|3.81| 1.2 O % O
For semi-
finishing
VNMG160404 |16.6|9.525/4.76|3.81| 0.4
All round
- VNMG160408 |16.6|9.525/4.76|/3.81| 0.8 | @ [ [ ]

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

Applicable tool

DVVNN DVJNR/L
Kr:72°30' Kr:93°
Page A168 A169

A80



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

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

(0 Good working condition () Normal working condition (%) Bad working condition \
s glde O0LVBRO VL EEETE
o
, 2 [MIstainless steel Q VO VOVL QL
) i -
B Cast iron R
ad 5[3 © © @
3 Non-ferrous metal O
= Heat resistant alloy, Ti alloy il v
@ 9y
Dimensions(mm) Coated cemented carbide % %E Cemep e
8|38 carbide
Inserts Type o "
shape R R B S B JS B <R S Rl SR T Mgl Bl P - 5
L@ICS|ad r 5500800000 06SSSS800000/0/22828 £
[ [ o'a I ' [N o'a R O o'a [ I o'a [ ' I ' [ o a R o a i e Qe a s a Qe a R s a Qe a R a B -l - S H O R G N o R | -
> > > > > > > > > > > >>>>>>>>>55>>5> > 2
WNMGO06T304-DF 6.5 |19.525/3.97|3.81| 0.4 * E
=
=
WNMGO06T308-DF 6.5 |19.525|3.97|3.81| 0.8 * Y z
=
WNMGO06T312-DF | 6.5 |9.525/3.97|3.81| 1.2 Y * %
DF =
WNMGO060404-DF | 6.5 |9.525/4.76|3.81| 0.4 * @ % @] %
v
= £
@ |WNMG060408-DF | 6.5 |9.525/4.76(3.81| 0.8 | % @ % ° 8
P iy AN
B |\ NMG060412-DF | 65 9.525476/381 12| A ® O o
For finishi
OrinShing \\NMG080404-DF | 8.7 | 127 |4.76(5.16| 04 | % @ O o
WNMGO080408-DF | 8.7 | 12.7 |14.76|5.16| 0.8 * @ % [ J
WNMGO080412-DF 8.7 | 12.7 |4.76|5.16| 1.2 O OO
WNMG060404-WGF| 6.5 |9.525/4.76|3.81| 0.4 * * *
¢ WNMG060408-WGF| 6.5 |9.525/4.76|3.81| 0.8 * Y Y
WNMG080404-WGF| 8.7 | 12.7 |14.76|5.16| 0.4 Y * *
For finishi
" Winer . WNMGOB0408-WGF| 8.7 | 127 4.76(5.16| 0.8 | K * *
WNMGO06T304-SF | 6.5 |9.525/3.97|3.81| 0.4 O O %
WNMGO06T308-SF 6.5 |9.525|3.97|3.81| 0.8 O O
SF
WNMGO06T312-SF 6.5 |19.525|3.97|3.81| 1.2 O O
é WNMG060404-SF 6.5 |9.525|4.76|3.81| 0.4 O O %
WNMG060408-SF 6.5 |19.525|4.76|3.81| 0.8 O O | %
For finishing \\NMG080404-SF | 8.7 | 12.7 | 4.76|5.16| 0.4 o Ok
WNMG080408-SF 8.7 | 12.7 |4.76|5.16| 0.8 O O %
WNMGO080412-SF | 8.7 | 12.7 |14.76|5.16| 1.2 O O

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

Applicable tool

DWLNR/L PWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95°
..r_,f""f’/
|
e
Page A170 A182 A219

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 81



A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

e WN D I:l(Negative inserts) ~

() Good working condition (L) Normal working condition (=) Bad working condition
80" s = [t C0LLBBE VLB 0008
o
7 M stainless steel Q VWY VOVLYW il
o g g g i
od ngastiron VLB © ®
= Non-ferrous metal O
= Heat resistant alloy, Tialloy Wl )
@ O
Dimensions(mm) Coated cemented carbide §§§ Cemep et
8|38 carbide
- Inserts Type )
g LIGICIS jad 1 550038000005 SS80000/0028888
2 NN OO DNDNDOAONDDNDNDDODDODDNDMDNAZZO00AQ0A
2 S>> >>>>>>>>>>>>>>>>>>5>F>>>
o
A WNMGO6T304-EF | 6.5 [9.525/3.97|3.81| 0.4 0 % *
=3
g WNMGO06T308-EF | 6.5 |9.525/3.97(3.81| 0.8 O % *
o
E WNMGO06T312-EF | 6.5 |9.525/3.97|3.81| 1.2 O % *
=]
g’. WNMGO060404-EF | 6.5 9.525/4.76|3.81| 0.4 ® * *
% WNMGO060408-EF | 6.5 9.525(4.76|3.81| 0.8 o % *
For finishi
OrTINSING | \WNMG080404-EF | 87 | 12.7 |4.76|5.16| 0.4 O ex%x *
WNMGO080408-EF | 8.7 | 12.7 |4.76|5.16| 0.8 @) ® * *
NF WNEGO080404-NF | 8.7 |12.7 |4.76|5.16| 0.4 0 % @)
WNEGO080408-NF 8.7 | 12.7 |4.76|5.16| 0.8 O %
For finishing
WGM WNMG060408-WGM| 6.5 9.525/4.76|3.81| 0.8 * * *
WNMG060412-WGM| 6.5 9.525/4.76|3.81| 1.2 > > *
WNMG080408-WGM| 8.7 | 12.7 |4.76|5.16| 0.8 * * *
For semi-  |\\WWNMG080412-WGM| 8.7 | 12.7 |4.76|5.16 | 1.2 * * *
finishing
Wiper

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

Applicable tool

DWLNR/L PWLNR/L PWLNR/L

Kr:95° Kr:95° Kr:95°
1

Page  A170 A182 A219

-
-

A82



General Turning Inserts TURN’NG A

Cemented carbide and cermet inserts

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

(0 Good working condition () Normal working condition (%) Bad working condition \
8¢ s =[dsee C0LVBEO VLB 000V
()
, 2 [MIstainless steel Q VO VOVL QL
) - -
o Cast iron =
rz;d 5[3 © © ©
3 Non-ferrous metal O
= Heat resistant alloy, Tialloy il -
@ [9g
Dimensions(mm) Coated cemented carbide % %E Cemgn Lzt
3138 carbide
Inserts Type )
shape R R L PR R e
LGICIS lad I 553080000005 SS8a0000/0023828
AN NN DN DNDDIDDDODODDDAD|ZZO0O0Q0O
> > > > > > > > > > > > > >>>>>>>55FXFX>>>
WNMG060408-PM | 6.5 |9.525/4.763.81| 08| % @ O O * K
PM WNMGO060412-PM | 6.5 (9.525/4.76|3.81| 1.2 O O * *
. WNMGO080404-PM | 8.7 | 12.7 |4.76 |5.16| 0.4 O ®@ OO
-{‘}ﬁ WNMGO080408-PM | 8.7 | 12.7 |4.76 |5.16| 0.8 * @ %k * * k
e T L)
B \WWNMG080412-PM| 87 | 12.7 [476/516| 12| % @ * * *
For semi-
finishing | WNMGO080416-PM| 8.7 | 12.7 |4.76|5.16| 1.6 o 0
WNMGO080608-PM | 8.7 | 12.7 |6.35|5.16| 0.8 O
WNMGO06T304-DM | 6.5 [9.525/3.97 (3.81| 0.4 O
WNMGO06T308-DM| 6.5 [9.525|3.97|3.81| 0.8 O O
DM WNMGO06T312-DM| 6.5 [9.525|3.97|3.81| 1.2 (@)
"! WNMGO060408-DM | 6.5 [9.525/4.76 |3.81| 0.8 * ® k% @ [
@8 | WNMG060412-DM| 6.5 |9.525/4.76 3.81| 1.2 00
'\*‘\ﬁ'
W | \WNMG080404-DM| 8.7 | 127 |476(516| 04| K @ * o
For semi-
finishing | WNMG080408-DM | 8.7 | 12.7 |4.76|5.16| 0.8 | * @ %
WNMGO080412-DM| 8.7 | 12.7 |4.76|5.16| 1.2 * @ %
WNMGO080416-DM | 8.7 | 12.7 |4.76|5.16| 1.6 (@)
WNMGO06T304-EM | 6.5 |9.525/3.97|3.81| 0.4 O % *
WNMGO06T308-EM | 6.5 [9.525/3.97 (3.81| 0.8 O % *
EM
WNMGO06T312-EM | 6.5 |9.525/3.97 |3.81| 1.2 O % *
WNMGO060404-EM | 6.5 |9.525/4.76|3.81| 0.4 O % *
I WNMGO060408-EM | 6.5 |9.525/4.76|3.81| 0.8 ® % *
For semi- | WNMGO080404-EM | 8.7 | 12.7 |4.76 |5.16| 0.4 ® * *
finishing
WNMGO080408-EM | 8.7 | 12.7 |4.76|5.16| 0.8 ® % *
WNMGO080412-EM | 8.7 | 12.7 |4.76|5.16 | 1.2 ® % *

% Recommended grade (always stock available)

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

Applicable tool

DWLNR/L PWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95°
..r_,f""f’/
|
e
Page A170 A182 A219

Insert cm

A48-A49

Grade selection reference

A19/A34-A46

Chipbreaker seIectio@

A22-A33

Recommended cutting @D

A243-A245

A83
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A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

e WN D I:l(Negative inserts)

() Good working condition (*)Normal working condition (=) Bad working condition \
= [@stee ©0VLVEERE VLB ©00B
o
Ey M stainless steel & HOW VWOV Py
o g g g i
B mCast iron VLB © ®
= ,
o Non-ferrous metal O
= Heat resistant alloy, Ti alloy Wl <
@ o
Dimensions(mm) Coated cemented carbide %‘gé Cemep i
888 carbide
- Inserts Type o
g LIGICIS led| T 565000000 00B55SSS80000002%828
2 fva I i [ S S v i [ Y S o o o e e i e B s Jl o - - [ S M G M Bl W
2 S>> >>>>>>>>>>>>>>>>>>F>>>5>>
o
5 WNMGO080408-NM | 8.7 | 12.7 |4.76|5.16| 0.8 O % O
=3
g WNMG080412-NM | 8.7 | 12.7 |4.76|5.16| 1.2 O % O
,"_Es, For semi-
E finishing
% DR WNMG060408-DR | 6.5 |9.525/4.76|3.81| 0.8 O OO (@)
WNMG060412-DR | 6.5 |9.525/4.76(3.81| 1.2 O O (@) (@)
-
f“a“ﬂ WNMG080408-DR | 8.7 | 12.7 |4.76|5.16| 08 | O O % O o o
- iy
S |WNMG080412-DR | 8.7 127 [476/5.16| 12| O O % O o o
For roughing
WNMG080416-DR | 8.7 | 12.7 |4.76|5.16| 1.6 O O @)
WNMAO06T308 6.5 |9.525/3.97|3.81| 0.8 O @]
WNMA060404 6.5 [9.525/4.76|3.81| 0.4 O
Without
chipbreaker |WNMA060408 6.5 |9.525/4.763.81| 0.8 * O O O
WNMA060412 6.5 19.525/4.76|3.81| 1.2 @)
l‘ WNMAO080404 8.7 | 12.7 |4.76|5.16| 0.4 O O
WNMA080408 8.7 | 12.7|4.76|5.16| 0.8 * k @ %
WNMA080412 8.7 | 12.7|4.76|5.16| 1.2 * Kk @ %
WNMAO080416 8.7 | 12.7 |14.76|5.16| 1.6 *

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

Applicable tool

DWLNR/L PWLNR/L PWLNR/L

Kr:95° Kr:95° Kr:95°
1

Page  A170 A182 A219

-
-

A84



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e KN D I:l(Negative inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
r & (=[@see C0LVBEO VLB 000V
T ()
/E—‘[IW 3 M stainless steel C© WYL VWoQLLE V)
' brn & : NN
o Cast iron 2B E =
ssh( l—La - gm © © ©
( 12 7 |} Non-ferrous metal LE
=
R-type shown - Heat resistant alloy, Ti alloy il v
@ T4l
Dimensions(mm) Coated cemented carbide § %E Cemep et
3138 carbide
Inserts Type o "
shape T OIS R88S8S5835283859855 N _ 5
laf L [IW S bl 1 5 580383 00000SSSS8000000238828 £
NN @ODO@AZ(ZO0O0AQOAQA0 =
> > > > > > > > > > > > > >>>>>>>55FFX>>> 2
KNUX160405L11| 16 |16.159.525/4.76| 2.2 | 0.5 | O ® % O [ (@) g
=
=
KNUX160410L11| 16 |16.15/9.525/4.76| 2.2 | 1.0 [ ) O z
=
KNUX160405L12| 16 |16.15|9.525|4.76| 2.2 | 0.5 | O [ ] O %
=
KNUX160410L12| 16 |16.15|9.525|4.76/2.2 |1.0 O O @ O O %
U
£
KNUX160415L12| 16 |16.15|9.525|4.76| 2.2 | 1.5 O ]
— KNUX160405R11| 16 [16.15(9.525/4.76/ 2.2 | 05 @ @ O ® °
Profile turning| KNUX160410R11| 16 |16.15/9.525|4.76| 2.2 | 1.0 | O [ ) O O
KNUX160405R12| 16 |16.15|9.525/4.76| 2.2 | 0.5 | @ [ (@)
KNUX160410R12| 16 [16.15/9.525/4.76/ 2.2 1.0 O O @ (@) O [
KNUX160415R12| 16 |16.15|9.525|4.76| 2.2 | 1.5 O

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

Note: KNUX160405L11
LChipbreaker code: 11—Declining chipbreaker =~ 12— Straight chipbreaker

Applicable tool

CKJINR/L CKNNR/L
Kr:93° Kr:63°
Page A201 A201

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 85



A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -

s Heavy turning(Negative inserts) N
() Good working condition (*)Normal working condition (=) Bad working condition
L " Y Y Yeh " D o
< [Jsteel COLVLBBE VLB 000V
o
@ s .’.:V.MStainless steel © VL VOLYL (V'@
m —
B mCast iron o¢ © ©
20 790 3
& Non-ferrous metal O
LLL ] w2
I~ - Heat resistant alloy, Ti alloy W) <
@ oy
Dimensions(mm) Coated cemented carbide % §E Cemep e
8|38 carbide
Inserts Type o
shape R R8888808283858 50 .
LIIWES led| 1 65800000000 0BSS=S=s000000028828
NN OO DNDNOADNDNDNDDIDODDDNDDAZZO00AQ0A
S>> >>>>>>>>>>>>>>>>>>5>F>>>
175.32-191940-22 |19.05| 10 |19.05/6.35| 4.0 | @ [ ]
175.32-191940-227 |19.05| 10 {19.05| 7.2 | 4.0 ()

Inserts for
train wheel
hub

()
o
]
o
=
=
=
a
o
oo
]
=n
=
"
oo
]
a
(=)
1
]
3
I
)
=
2
I
=3
w

175.32-191940-24 |19.05| 10 |19.056.35| 4.0 | O

175.32-301940-24 | 30 | 10 {19.05/6.35| 4.0 |O [ ]

Inserts for
train wheel
hub

175.32-191940-25 |19.05| 10 {19.05|6.35| 4.0 ([ ]

=

Inserts for
train wheel
hub

175.32-191940-28 |19.05| 10 [19.05/6.35| 40 @ * @ O

Inserts for
train wheel
hub

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

A86



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e cc D D (Positive inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
= [stee COLVBBO VLB 000V
()
3 M stainless steel © VO VOLL Qe
o - -
o Cast iron &
gI::i © © ©
3 Non-ferrous metal O
= Heat resistant alloy, Ti alloy il v
@ o
Dimensions(mm) Coated cemented carbide % %E Cemep e
838 carbide
Inserts Type ) "
shape CEEYIER888880883838588 50 o-E g
LGICIS|ed r 5530300000055 SS80000/0028828 2
[va I i [ S S v [ QY o o e e e s e B s Bl - - [ S M G M Bl W o
> > > > > > > > > > >>>>>>>>>>>5>>>>> g
USF |CCGTO09T301R-USF| 9.7 |9.525/3.97| 4.4 | 0.1 0 O 2
=
=
E CCGT09T302R-USF| 9.7 |9.5253.97| 4.4 | 0.2 ® O g
=
CCGT09T304R-USF| 9.7 |9.525|3.97| 4.4 | 0.4 O O g
For extra =
finishing %
g
USF CCGTO09T301L-USF | 9.7 (9.525/3.97 | 4.4 | 0.1 @) I}
E CCGT09T302L-USF | 9.7 |9.525/3.97| 4.4 | 0.2
CCGTO09T304L-USF | 9.7 |9.525|3.97| 4.4 | 0.4
For extra
finishing
SF CCGT060202-SF | 6.4 | 6.35|2.38| 2.8 | 0.2
@ CCGT060204-SF | 6.4 | 6.35(2.38| 2.8 | 0.4 (@] O|0
CCGT09T304-SF | 9.7 |9.525(3.97| 4.4 | 0.4 (@) O|%
For extra
finishing
CCMTO060202-HF | 6.4 |6.35(2.38| 2.8 | 0.2 *x @ % () @] (@)
CCMTO060204-HF | 6.4 |6.35(2.38| 2.8 | 0.4 * ®@ O O (] (] [ ] ([ ]
HE CCMTO060208-HF | 6.4 |6.35|2.38| 2.8 | 0.8 *x @ (@) ([ (@] [ ]
"er' CCMTO09T302-HF | 9.7 |9.525(3.97| 4.4 | 0.2 ® O () ([ ] (@)
| /
ﬁ CCMTO09T304-HF | 9.7 |9.525/3.97| 4.4 | 0.4 * @ % O ([ ] ® O
For finishing | CCMT09T308-HF | 9.7 (9.525(3.97| 4.4 | 0.8 * ®@ O O ([ ] (@] O O (@) [ ] o O
CCMT120404-HF |12.9]/12.7 |4.76/5.56| 0.4 |@ O @ O ([ ] (@] (@)
CCMT120408-HF [12.9| 12.7 |4.76|5.56| 0.8 (@]

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

Applicable tool

SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
Page A183 A184 A220 A234 A235

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 87



A TU RNIN G General Turning Inserts

Cemented carbide and cermet inserts

e cc I:l I:l(Positive inserts)

(&) Good working condition (%) Normal working condition (%) Bad working condition \
280" 73 = [@stee ©0VLVEERE VLB ©00w
L 5
= M stainless steel O VWL VLLL ('
ad o mCastiron VLB © ®
3
= Non-ferrous metal O
= Heat resistant alloy, Ti alloy Wl <
3 95
Dimensions(mm) Coated cemented carbide % §E Cemep 2
8|38 carbide
- Inserts Type )
2 LGICIS |ed| I 5500000000 0SSSS80000/002888R
2 NN NN DNDODDNDONDOODO@ODZZO0O0AOAOAQ
2% S>>E>>S>>>>>>>>>>>>>>>>>>>>>>>
o
A CCMT060202-EF | 6.4 |6.35(2.38| 2.8 | 0.2 O e % *
g
g EF CCMT060204-EF | 6.4 | 6.35|2.38| 2.8 | 0.4 O e % *
o
8 CCMTO09T302-EF | 9.7 |9.525|3.97| 4.4 | 0.2 O @ % *
=]
§' CCMTO09T304-EF | 9.7 |9.525|3.97| 4.4 | 0.4 (@) o % *
3 CCMTO9T308-EF | 9.7 [9.525(3.97| 4.4 | 0.8 0O ex% o
For finishi
OrinSING | ¢ cMT120404-EF |12.9| 12.7 |4.76|5.56| 0.4 0O ex%x *
CCMT120408-EF |12.9| 12.7 |4.76|5.56| 0.8 (@] o X @)
CCMT060204-HM | 6.4 | 6.35 (2.38| 2.8 | 0.4 *x ® % O () [ ] [ ] [ ] [ ]
HM CCMT060208-HM | 6.4 | 6.35 (2.38| 2.8 | 0.8 *x ® O O ([ ] (@] (@) [ ]
: CCMTO09T304-HM | 9.7 |9.525(3.97| 44 |04 |@ * ® % ® [ J [ J [ J [ J
fja CCMTO09T308-HM | 9.7 [9.525|3.97| 4.4 | 0.8 * @ k% @ ([ ] [ ] [ ] ([ ]
_ CCMT120404-HM |12.9| 12.7 |4.76|5.56| 0.4 * ® O O (@] (@) (@)
For semi-
finishing CCMT120408-HM |12.9| 12.7 |4.76|5.56| 0.8 * @ % @ O ) [} [}
CCMT120412-HM |12.9| 12.7 |4.76|5.56| 1.2 O O (@)
CCMT060204-EM | 6.4 | 6.35|2.38/ 2.8 | 04 ® % *
EM CCMT060208-EM | 6.4 | 6.35 |2.38| 2.8 | 0.8 o * >
CCMTO09T304-EM | 9.7 |9.525|3.97| 4.4 | 0.4 ® X *
. CCMTO09T308-EM | 9.7 |9.525(3.97| 4.4 | 0.8 ® * *
CCMT120404-EM |12.9| 12.7 |4.76|5.56| 0.4 ® * *
For semi-
finishing | CCMT120408-EM |12.9| 12.7 |4.76|5.56| 0.8 ® % *
CCMT120412-EM |12.9| 12.7 |4.76|5.56| 1.2 o % *

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

Applicable tool

SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
Page A183 A184 A220 A234 A235

A88



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e cc D D (Positive inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
= [stee O0LLBVO VOB 000
()
3 M stainless steel Q© WO VWOLW ()
g mCastiron VLB © ®
=
o Non-ferrous metal O
= Heat resistant alloy, Ti alloy il v
3 T4l
Dimensions(mm) Coated cemented carbide g %E Cemep 15
3138 carbide
Inserts Type o "
shape PR RRR R S = R R <R Rl SR c > B > Bl P — - 5
LGICIS |ed 1 15500830000 0855SS80000/0023828 2
[ I o [ wa I o'a R w'a I ' [ o'a R ' i o'a [ ' R o a e a Qi a e a Qe a Qe a e e a I e Qe a Rl -l - A H O RE G B R s Iy | -
S>> > >>>>5>>>>>>>>>>>>>F>>>5>> 2
CCMT060204-HR | 6.4 |6.35|2.38/ 2.8 | 0.4 O @ OO0 (@) E
=
=
HR CCMT060208-HR |6.4 6.35|2.38/28(08| O ® @ ° ° <
=
‘-,5‘ CCMT09T304-HR | 9.7 [9.525(3.97| 4.4 | 0.4 e O o E
b o
| o
I | CCMTO09T308-HR | 9.7 [9.525(3.97| 44 | 08| * @ % @ e oo o ° £
v
=]
For roughing | CCMT120408-HR |12.9| 127 |4.76|5.56| 08 | X ® @ o e oeocoo0 O ee 8
CCMT120412-HR |12.9|12.7 |4.76|5.56| 1.2 O @ [ O [}
CCGX060202-LC | 6.4 |6.35|2.38| 2.8 | 0.2 *
LC CCGX060204-LC | 6.4 |6.35|2.38| 2.8 | 0.4 *
CCGX09T302-LC | 9.7 |9.525/3.97| 4.4 | 0.2 *
Q CCGX09T304-LC | 9.7 [9.525|3.97| 4.4 | 0.4 *
For Al | CCGX09T308-LC | 9.7 [9.525/3.97| 4.4 | 0.8 *
hini
machiting | ccGX120404-LC [12.9)12.7|4.76| 5.5 | 0.4 *
CCGX120408-LC |12.9|12.7 |14.76| 5.5 | 0.8 *
LH CCGX060202-LH | 6.4 |6.35|2.38| 2.8 | 0.2 *
r'“ﬂ CCGX060204-LH | 6.4 |6.35 |2.38| 2.8 | 0.4 xe®
)
CCGX060208-LH | 6.4 | 6.35|2.38| 2.8 | 0.8 *
For Al
machining | CCGX09T302-LH | 9.7 |9.5253.97| 4.4 | 0.2 *

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

Applicable tool

SCACR/L SCLCR/L SCLCR/L SCFCR
Kr:90° Kr:95° Kr:95° Kr:90°
~ -
-
Page A183 A184 A220 A234

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 89



A TU RN ' N G General Turning Inserts

Cemented carbide and cermetinserts -~

e cc I:l I:l(Positive inserts) ~

(20 Good working condition () Normal working condition (=) Bad working condition
280 73 = [@stee ©0VLVEERE VLB ©00w
d g s NP .
i z M stainless steel < Y LOLE O
o g g g i
ad = 8 mCast iron VLB © ®
3
S = Non-ferrous metal W&
2
- Heat resistant alloy, Ti alloy Wl <
3 95
Dimensions(mm) Coated cemented carbide % §E Cemep 2
8|38 carbide
- Inserts Type )
g LGICIS |ed 1 15658333000 00B55SS80000/0028828
2 NN DO DNDOAODDNDNDNDOODODDMDNZZO00A00A
2 S>> >>>>>>>>>>>>>>>>>5>>>>5>>
o
5 CCGX09T304-LH | 9.7 [9.525|3.97| 4.4 | 0.4 * @
=3
" LH CCGX09T308-LH | 9.7 [9.525(3.97| 4.4 | 0.8 *
a
E r.'" CCGX120402-LH [12.9] 12.7 |4.76|5.56| 0.2 O
5 - )
5 H CCGX120404-LH [12.9| 12.7 |4.76|5.56| 0.4 *
[}
z For Al CCGX120408-LH [12.9] 12.7 |4.76|5.56| 0.8 *
machining
CCGX120412-LH [12.9|12.7 |4.76|5.56| 1.2 @)
CCMW060204 6.4 /16.35/2.38/ 2.8 | 0.4 O @] o e
Without
chipbreaker CCMWO09T304 | 9.7 |9.525|3.97| 4.4 | 0.4 e) @) o0
o f CCMWO9T308 | 9.7 9.5253.97| 4.4 | 0.8 |O o 00
CCMW120404 12.9/12.7 |4.76|5.56| 0.4 [
CCMW120408 [12.9|12.7 |4.76|5.56| 0.8 (@) ® O

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

Applicable tool

SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90°

~

- -

Page  A183 A184 A220 A234 A235

A90



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e Dc D D (Positive inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
(55 [l C0LVEEO VLY EEETE
()
\ 7 3 M stainless steel Q@ VO VOVLE O
) g B i -
ad 3 mCastiron VLB © ®
3
7 Non-ferrous metal O
= Heat resistant alloy, Tialloy il -
D [O
Dimensions(mm) Coated cemented carbide § ‘§§ Cemep LSt
388 carbide
Inserts Type ) "
shape CEEYER888880883838588 50 - B g
LGICIS|ed| I 6500000000 BSSSS800000028828 2
AN NN DN NN DD DIDDDDODD@A|ZZO0O0A0O =
S>> >>>>>>>>>>5>>>>>>>>5>F>>> 2
DCGT0702005R-USF| 7.8 | 6.35 |2.38| 2.8 |0.05 ® O E
USF =
DCGTO070201R-USF | 7.8 | 6.35 [2.38| 2.8 | 0.1 ® O g
=
g DCGT070202R-USF | 7.8 | 6.35 |2.38| 2.8 | 0.2 ® 0 5
=
v
Forextra | DCGT11T301R-USF |11.6(9.525/3.97| 4.4 | 0.1 00 £
finishing =
DCGT11T302R-USF [11.6|9.525/3.97| 4.4 | 0.2 ® O o]
USF DCGT0702005L-USF| 7.8 | 6.35 |12.38| 2.8 |0.05 O O
DCGT070201L-USF | 7.8 | 6.35 |2.38| 2.8 | 0.1 O O
e DCGT070202L-USF | 7.8 | 6.35|2.38| 2.8 | 0.2 ® O
For extra DCGT11T301L-USF [11.6/9.525|3.97| 4.4 | 0.1 O O
finishing
DCGT11T302L-USF [11.6/9.525/3.97| 4.4 | 0.2 ® O
DCGT070202-SF | 7.8 |6.35|2.38| 2.8 | 0.2 @) O
SF DCGT070204-SF | 7.8 | 6.35(2.38| 2.8 | 0.4 o) o}
E DCGT070208-SF | 7.8 |6.35|2.38| 2.8 | 0.8 O
DCGT11T302-SF |11.6]9.525/3.97| 4.4 | 0.2 @) 0|0
For extra
finishing DCGT11T304-SF |11.6/9.525/3.97| 44 | 0.4 @)
DCGT11T308-SF |11.6/9.525/3.97| 4.4 | 0.8 @) OO0
DCMT070202-HF | 7.8 | 6.35|2.38| 2.8 | 0.2 * ® O
HF DCMT070204-HF | 7.8 |6.35(2.38| 2.8 | 0.4 * ® % O [} O O [
/ DCMT070208-HF |7.8|6.35|2.38| 2.8 | 0.8 O O O
r-'-'--»'- /| DCMT11T302-HF [11.6/9.525/3.97| 44| 02| % ® O ° o
For finishing | DCMT11T304-HF |11.69.525/3.97| 4.4 | 0.4 * ® % O ) O O |e| |O @)
DCMT11T308-HF [11.6/9.525|3.97| 4.4 | 0.8 * ® O O (@)

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

Applicable tool

SDACR/L SDJCR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:93° Kr:62°30' Kr:107°?// Kr:93° T Kr:95°
o .
= ra"l oy \/ \(/
; ; s
Page  A185 A186 A187 A221 A222 A223

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 91



A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

e D c I:l I:l (Positive inserts)

() Good working condition (*)Normal working condition (=) Bad working condition \
355 17 < [Psteel C0LLBBE VLB ©00B
o
\ = 2 M stainless steel Q VYW VOV L
ad 3 mCast iron VLB © ®
3
= Non-ferrous metal L
= Heat resistant alloy, Ti alloy v v <
ko=t
Dimensions(mm) Coated cemented carbide % ‘EE Cemep iz
8|38 carbide
- Inserts Type o
s shape $$§§§§§§§§§§§§§§853§§5 =
2 LPBICIS |ad| r 65808800000 =SSSS80000l0088888
I~ [ra e T o'a ' o' ' o' o' o' o' Y o'a N o'a R o'a I a'a N a'a I o a e a e a e a e a Bl =l - H O BN G I m R |
2 >>>>>>>>>>>>>>>>>>>>>>>>>>>
o
5 DCMT070202-EF | 7.8 |6.35|2.38| 2.8 | 0.2 O ® % *
g
g EF DCMT070204-EF | 7.8 |6.35(2.38| 2.8 | 0.4 @) ® % *
o
8 ’ DCMT11T302-EF |11.6(9.525(3.97| 4.4 | 0.2 o ex *
=]
E’. DCMT11T304-EF |11.6(9.525(3.97| 44 | 0.4 O ® % *
2 For finishing
o DCMT11T308-EF |11.6|9.525/3.97| 4.4 | 0.8 O ® * O
HM DCMT070204-HM | 7.8 | 6.35|2.38| 2.8 | 0.4 * ® k% © [ ] [} [
X DCMT070208-HM | 7.8 |6.35|2.38| 2.8 | 0.8 * @ % O O O
y i
___n’ DCMT11T304-HM |11.6(9.525/3.97| 44 |04 @ % ® % O [ [ [ [ [ J O ® O
For semi- DCMT11T308-HM |11.6(9.525/3.97| 44 | 0.8 |@ %« ® % @ [ [ J O
fnishing | o eMT11T312-HM | 11.6]9.525(3.97| 4.4 | 1.2 o
EM DCMT070204-EM | 7.8 |6.35 |2.38| 2.8 | 0.4 ® % *
' DCMT070208-EM | 7.8 | 6.35 (2.38| 2.8 | 0.8 ® % *
DCMT11T304-EM |11.6(9.525(3.97| 44 | 0.4 ® % *
F i-
fmishing | DCMT11T308-EM |11.6/9.525/3.97 4.4 | 0.8 o % *

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

Applicable tool

SDACR/L SDJCR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:93° Kr:62°30' Kr:107°:>,0'// Kr:93° g Kr:95°

L - A
Page A185 A186 A187 A221 A222 A223

A92



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

(0 Good working condition () Normal working condition (%) Bad working condition \
355 7o < [Dstee OOLVBBO VLB ©00®
()
g1.C DN 3 ] ?;* M stainless steel Q WO VWOLE O
3 - .
ad o Cast iron &
5|::3 © © ©
r § Non-ferrous metal (T
= Heat resistant alloy, Tialloy il -
@ o
Dimensions(mm) Coated cemented carbide % §E Cemep iz
8|38 carbide
Inserts Type ) "
shape s OO R98Y8S588385 Y55 N 5
LI@ICIS led r 558080 00000BSSSS80000/0023828 £
AN NN DN DN DD DIDDDODODO@DAD|Z[([ZO0A0O =
> > > > > > > > > > > > > > >>>>>>55¥>X>> > 2
HR DCMT11T304-HR |11.6|9.525/3.97| 4.4 | 0.4 O ®@ OO @] @] [ ] E
=
=
* DCMT11T308-HR |11.6(9.525|3.97| 4.4 | 0.8 ® ® kx O O O e [ J O o
=
_/ DCMT11T312-HR |11.6(9.525(3.97| 44 | 12| O @ £
=
For roughing %
g
LC DCGX070201-LC | 7.8 |6.35(2.38| 2.8 | 0.1 * 8
DCGX070202-LC | 7.8 |6.35(2.38| 2.8 | 0.2 *
@8/ Dcexo70204-LC | 7.8 635 238|258 | 0.4 *
For Al DCGX11T304-LC |11.6|9.525/3.97| 4.4 | 0.4 *
hini
machiniig | peGX11T308-LC |11.6(9.5253.97| 4.4 | 0.8 *
LH DCGX070202-LH | 7.8 |6.35(2.38| 2.8 | 0.2 *
DCGX070204-LH | 7.8 |6.35(2.38| 2.8 | 0.4 * O
‘-’ -
\‘ DCGX11T302-LH [11.6|9.525(3.97| 4.4 | 0.2 * O
For Al DCGX11T304-LH [11.6|9.525/3.97| 44 | 0.4 *x @
hini
Machiiing | DCGX11T308-LH |11.6(9.525(3.97| 4.4 | 0.8 *
Without DCMWO070204 7.816.35(2.38/ 2.8 | 0.4 @)
chipbreaker
E DCMW11T304 11.6|9.525|3.97| 4.4 | 0.4 [ J O [ J
J DCMW11T308 11.6]9.525/3.97| 4.4 | 0.8 O O [ J

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

Applicable tool

SDACR/L SDJCR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:93° Kr:62°30' Kr:107°;32"// Kr:93° T Kr:95°
= =2 2 / \),
e - s
Page A185 A186 A187 A221 A222 A223

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 93



A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

e RCI:' I:l(Positive inserts)

() Good working condition (*)Normal working condition (=) Bad working condition \
= [@stee ©0VLVEERE VLB ©00B
o
Ey M stainless steel © VL VOLLE Py
o -
o Cast iron s
[x o o
o Non-ferrous metal O
g.
- Heat resistant alloy, Ti alloy Wl <
[Ty
Dimensions(mm) Coated cemented carbide % §E Cemep i
8|38 carbide
- Inserts Type )
g shape E8L 58888880 BLB8858 Y bn = -B
2 L GICIS [ed 650000000 0BSSSS800000028828
I~ {oa [ e e e e I o ' [ o' o' o' Y o'a S 'a S 'a S 'a S o'a [y o a e a e a e a e B b~ - [ O BN G M & R R |
2 S>>>>>>>>>>>>>>>>>>>>>>>>>>>
o
= RCGT1204MO 12 | 12 | 476 | 44 o)
Z
& RCMT0803MO | 80 | 80 |3.18 | 3.36
o
8 RCMT10T3MO 10 | 10 |3.97 | 44 ¢}
=]
§' RCMT1204MO 12 12 | 476 | 44 O ® * * * @)
&
z RCMT1606MO 16 16 | 6.35| 55 |O [} [ *

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

( () Good working condition () Normal working condition (=) Bad working condition \
< [stee COVLVERERE VLB ©00B
o
a1.c Ey Ml stainless steel © VL VLOVLL QL
o S S S .
od I mCastiron QLVOB © ©
=
L % Non-ferrous metal ()}
=
- Heat resistant alloy, Tialloy Wl <
: : : E88 Cemented
Dimensions(mm) Coated cemented carbide % ‘gé .
3188 carbide
Inserts Type o
shape EO 88888808 B8S88 bE — .
L GICI S |ed 5580800000085 SS80000/0023828
NN ODODO@0NNZZO00A00A0
S>> >>>>>>>>>5>>>>>>>>>>5F>>>>>
LH RCGX0803MO-LH | 8.0 | 8.0 | 3.18 | 3.36 *
For Al
machining

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

Applicable tool

SRDCN SRGCR/L
Page  A199 A200

A94



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

) Good working condition () Normal working condition (=) Bad working condition \
¢ 9 ¢ g (= g
77 =[dstee COLVBBO VLB 000V
()
a1.c r i .’;*MStainlesssteeI Q VL VOLYL )
D) Qd]:k 2 ; 23 () (1) () (2
\N LT 8 [cestion 0V © ©
— S Non-ferrous metal O
L &
Heat resistant alloy, Tialloy il -
@ 9
Dimensions(mm) Coated cemented carbide %%E Cemep et
8|38 carbide
Inserts Type ) "
shape F YL SS8Y53 8838808855 _2xx 5
LGCl S lad 5500838000005 SS80000/0023828 2
[ o'a I I o'a QY Y o'a [ R 'a [ a'a R ' R o a R s Qo a i s Qe a s a Qe a s a e a Qe s -l - A HO RE G N o R I | -
>>>>>>>>>>>>>>>>>>>>>>>>>>> 2
RCMX0803MO | 8.0 | 8.0 | 3.18 | 3.3 e O o g
=
=
RCMX1003MO 10 | 10 |318 | 36 @ © @ 0 0 o
=
=
RCMX1204MO 12 12 476 | 44 |O [ ] [ JON | §
=
RCMX1606MO 16 16 | 635 | 55 @ [ ] @] ® O ‘qé
v
=]
RCMX2006MO 20 20 | 635] 65 |[O % @ O O O [ OGN | 8
RCMX2507MO 25 25 | 794 | 7.2 * ® O O O [ J
RCMX3209MO 32 32 1952 95 |O O @ OO (]

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

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuttingpa{met;sj

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 95



A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

a sc I:l I:l(Positive inserts) ~

() Good working condition (L) Normal working condition (=) Bad working condition
90 < [Fstee C0LLBBO VLB OO0
o
21.C_ |/~ 1 — 2 M stainless steel ® O VOO O
TPt oo [t & [cestion 00O © ©
\\ / é i
~ - — T Non-ferrous metal O
r L S| =
- Heat resistant alloy, Ti alloy Wl <
3 TE
Dimensions(mm) Coated cemented carbide g'gé Cemep 15
3138 carbide
- Inserts Type 7o)
g shape EO8LR5E8E888880BLB83858 Y ne - -
£ LIGICIS |adr 5500880000 0BSSSS800000028828
I~ {oa [ e e e ' I ' ' o' o' o' o' S ' N o'a S o'a B o'a [ a'a e a e a e a e B b~ - [ O RN G R & R Ry |
2 >>>>>>>>>>>>>>>>>>>>>>>>>>>
o
g HF SCMTO09T302-HF 9.525(9.525/3.97| 44 |0.2| O O o
g
g “f SCMTO09T304-HF [9.525/9.525|3.97| 4.4 | 0.4 L N N6
o {
8 W | SCMTO09T308-HF |9.525/9.525(3.97| 44 | 08| @ O ¢} ® O (] )
2
é" For finishing
% EF SCMTO09T302-EF |9.525|9.525|3.97| 4.4 | 0.2 e} ® % *
SCMTO09T304-EF [9.525|9.525|3.97| 4.4 | 0.4 @) o X *
SCMTO09T308-EF |9.525/9.525/3.97| 4.4 | 0.8 (@] ® * O
For finishing
HM SCMT09T304-HM |9.525|9.525|3.97| 4.4 | 0.4 (Ol ) [ ] [ J [ ]
SCMT09T308-HM |9.525|9.525/3.97| 4.4 | 0.8 [ 3N JON ) O [ J ® 0O
5 ¢
x.i SCMT120404-HM | 12.7 | 12.7 |4.76|5.56| 0.4 (O ) O [ ]
i,
W | ScMT120408-HM | 127 | 127 |476/556 08| @ @ 0O @ O ° ° o
For semi-
finishing | SCMT120412-HM | 12.7 | 12.7 |4.76|5.56| 1.2 O O @) )
EM SCMT09T304-EM (9.525(9.525(3.97| 4.4 | 0.4 ® X *
SCMT09T308-EM |9.525/9.525/3.97| 4.4 | 0.8 ® % *
SCMT120404-EM | 12.7 | 12.7 |4.76|5.56| 0.4 ® % *
SCMT120408-EM | 12.7 | 12.7 |4.76/5.56| 0.8 ® % *
For semi-
finishing | SCMT120412-EM | 12.7 | 12.7 |4.76|5.56| 1.2 ® * *

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

Applicable tool

SSBCR/L SSDCN SSKCR/L SSSCR/L SSKCR/L

Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
V . 1

Page A193 A193 A194 A194 A224

A96



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e sc D D (Positive inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
90 o g OOLLELREO VLB ©006
()
olc [~ T« —] & M stainless steel Q VL VOLOVLL O
£ % -
§ ad T mCastiron © © ©
=i 3
A — 7 Non-ferrous metal O
r L S| =
T T Heatresistantalloy, Tialloy O &
kol
Dimensions(mm) Coated cemented carbide % §E Cemep izt
8|38 carbide
Inserts Type o "
shape COEYERE88888085833858 Y50 - B g
L@GIC S ed r 550000000085 SS8000000288828 2
[ o'a I I o'a R Y o'a [ R 'a [ w'a I ' Y o a R Qo a i na Qe a s a Qe a Qs a e a R a s -l - A HO RN G N o R | -
> > > > > = > > > > > > > > > >>>>>55>>>> > g
LC SCGX09T304-LC |9.5259.525(3.97| 4.4 | 0.4 * g
=
=
@3 SCGX09T308-LC |9.525/9.525/3.97| 4.4 | 0.8 * z
=
H SCGX120408-LC | 12.7 | 12.7 |4.76| 5.5 | 0.8 * T"E
For Al E
machining 5
=]
LH SCGX09T302-LH [9.525/9.525/3.97| 4.4 | 0.2 @) 3
SCGX09T304-LH [9.525/9.525/3.97| 4.4 | 0.4 O
H
,. SCGX09T308-LH (9.525/9.525(3.97| 4.4 | 0.8 *
SCGX120404-LH | 12.7 | 12.7 |4.76|5.56| 0.4 @)
For Al
machining SCGX120408-LH | 12.7 | 12.7 |4.76|5.56| 0.8 *
SCMTO09T304-HR |9.525(9.525(3.97| 4.4 | 0.4 * @ [ ) (] (@)
HR SCMTO09T308-HR (9.525|9.525/3.97| 4.4 | 0.8 * O ® Y ®
":QF SCMT09T312-HR [9.5259.525(3.97| 4.4 [ 12| *
L
_ SCMT120404-HR | 12.7 | 12.7 |4.76|5.56| 0.4 O e (@)
For roughing | SCMT120408-HR | 12.7 | 127 |4.76/5.56 0.8 | % ® O ® o ce e
SCMT120412-HR | 12.7 | 12.7 |4.76|5.56| 1.2 O O [ )
SCMTO09T304 |9.525/9.525|3.97| 44|04 |0 [ ]
All round
SCMT120404 12.7 1 12.7 |14.76|5.56| 0.4 O @)
u SCMT120408 12.7 | 12.7 |4.76|5.56| 0.8 | O [ ) O
Without SCMW060204 |6.35|6.35(|2.38| 2.8 | 0.4 @)
chipbreaker
SCMWO09T304 |9.525/9.525/3.97| 4.4 | 0.4 O O
SCMWO09T308 |9.525/9.525/3.97| 4.4 | 0.8 |O [ )
———
SCMW120408 12.7 112.7 |14.76|5.56| 0.8 | @ [ ]

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

Applicable tool

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

s r = = .
Page A193 A193 A194 A194 A224
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A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

a Tc I:l I:l(Positive inserts) ~

() Good working condition (LX) Normal working condition (=) Bad working condition
= [@stee C0LLBBO VOB ©006
o
7 M stainless steel Q@ VYV VLOVLYW il
o g iy i
8 mCast iron VLB © ®
=
& Non-ferrous metal O
= Heat resistant alloy, Ti alloy v v <
@ 9
Dimensions(mm) Coated cemented carbide §§E Cemep Lzt
888 carbide
a Inserts Type o
2 LIGICIS |ad 1 155003000 000B55SS80000/0028828
a [ [ s R S o W (2 0 v i v i o e e e M v e e B e o f =l - S F S IR S M= Wi e R )
2 S>> >>>>>>>>>>>>>>>>>>5>F>>>
o
= USF TCGT110301R-USF| 11 |6.35|3.18| 2.8 | 0.1 ® O
=3
g TCGT110302R-USF| 11 [6.35(3.18| 2.8 | 0.2 ® O
e .
8
2 For extra
s finishing
2
[}
# USF TCGT110301L-USF| 11 | 6.35|3.18| 2.8 | 0.1 ® O
TCGT110302L-USF| 11 | 6.35|3.18| 2.8 | 0.2
-
For extra
finishing
TCGTO06T102-SF | 6.4 |3.97 |1.98| 22| 0.2 @)
TCGTO06T104-SF | 6.4 | 3.97 |[1.98| 2.2 | 0.4 @) O
SF TCGT090202-SF | 9.6 | 5.56 (2.38| 2.5 | 0.2 O
TCGT090204-SF | 9.6 | 5.56 (2.38| 2.5 | 0.4 O O
TCGT090208-SF | 9.6 | 5.56 (2.38| 2.5 | 0.8 @]
For extra TCGT110302-SF | 11 | 6.35(3.18| 2.8 | 0.2 O
finishing
TCGT110304-SF | 11 |6.35|3.18| 2.8 | 04 O [e}le)
TCGT110308-SF | 11 |6.35(3.18| 2.8 | 0.8 O

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

Applicable tool

STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:91° Kr:91° Kr:60° Kr:91°
> > >
- .
Page A195 A195 A196 A197
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

a Tc I:l I:l(Positive inserts) ~

() Good working condition (%) Normal working condition (%) Bad working condition
< [Fsteel ©0LLBBO Ve ©00e
o
Ey M stainless steel © VO OVOOLE QO
) - -
B Cast iron &
2[:3 © © ©
= Non-ferrous metal (D} ty
=
- Heat resistant alloy, Ti alloy il v
kol
Dimensions(mm) Coated cemented carbide § §E Cemep Lt
3188 carbide
Inserts Type o) "
shape CEE¥ER888880883838588 50 .- B g
LIGICIS |led | I 65000880000 BSSSS8000000238888 2
[ o'a [ wa I o'a S 'a I 'a [ w'a o' [ a'a I ' R o a S o a [ w a QR a e R o a s a e Qe a ll =l - L O R G N R o Y | =
S>> > >>>>5>>>>>5>>>>>>>>>>>>>> 2
TCMTO6T104-HF | 6.4 (397 (198/22|04| O g
=
=
TCMTO06T108-HF | 6.4 |3.97 |1.98/ 2.2 | 0.8 @) Y
=
2
TCMT090202-HF | 9.6 | 5.56 |2.38| 2.5 | 0.2 * @ O O E
=
HE TCMT090204-HF | 9.6 |5.56 |2.38| 2.5 | 0.4 * @ O *q-',._f
U
£
TCMT090208-HF | 9.6 | 5.56 |2.38| 2.5 | 0.8 O O 3
. TCMT110202-HF | 11 |6.35|2.38| 2.8 | 0.2 [ ] [ O
Fril—e- LA
| TCMT110204-HF | 11 |6.35|2.38/2.8 |04 |@ % @ ° e |O
For finishi
OrtineSNiNg | rCcMT110208-HF | 11 |6.35(2.38/28 08| O @ O ° o o o
TCMT16T302-HF |16.5|9.525/3.97| 4.4 | 0.2 @)
TCMT16T304-HF |16.5(9.525(3.97| 4.4 | 0.4 o0 O [ J [ ]
TCMT16T308-HF |16.5(9.525(3.97| 4.4 | 0.8 O e O O

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

Applicable tool

STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:91° Kr:91° Kr:60° Kr:91°
5 »
- .
Page A195 A195 A196 A197 A225
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A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

a Tc I:l I:l(Positive inserts) ~

() Good working condition (L) Normal working condition (=) Bad working condition
= [@stee ©0VLVEERE VLB ©00B
o
7 M stainless steel Q VWY VOVLYW il
o mCast iron VLB © ®
: ,
o Non-ferrous metal O
= Heat resistant alloy, Ti alloy Wl <
@ oy
Dimensions(mm) Coated cemented carbide % §E Cemep e
8|38 carbide
- Inserts Type )
£ LOICIS led 1 55000880000 BSSSS8a00000088888
I~ [ra oo I o'a o' o' o' o' o' N o'a Y o'a Y o'a N o'a R a'a Jn'a R o a I e a R e a e a R e s e s B =l - H O BN G B m R R |
2 S>> >>>>>>>>>>>>>>>>>>>>>>>>>
o
s TCMT090202-EF | 9.6 | 5.56 |2.38| 2.5 | 0.2 0O % *
Z
g EF TCMT090204-EF | 9.6 | 5.56 |2.38| 2.5 | 0.4 O e % *
o
§ TCMT110202-EF | 11 | 6.35|2.38| 2.8 | 0.2 O ® % *
=]
g’. TCMT110204-EF | 11 [ 6.35|2.38| 2.8 | 0.4 O ® % Y
% TCMT110208-EF | 11 | 6.35|2.38| 2.8 | 0.8 O ® X O
For finishi
OriNSING | TCMT16T304-EF |16.5(9.525(3.97| 4.4 | 0.4 o ex% s
TCMT16T308-EF |16.5/9.525/3.97| 4.4 | 0.8 (@] ® * O
TCMT090204-EM | 9.6 | 5.56 (2.38| 2.8 | 0.4 o % *
TCMT090208-EM | 9.6 | 5.56 |2.38| 2.8 | 0.8 ® * *
EM TCMT110204-EM | 11 | 6.35 |2.38| 2.8 | 0.4 ® % *
TCMT110208-EM | 11 [6.35|2.38/ 2.8 | 0.8 ® % *
TCMT110212-EM | 11 [ 6.35|2.38| 2.8 | 1.2 ® * *
Forsemi- | TCMT16T304-EM |16.59.525|3.97| 4.4 | 0.4 ® * *
finishing
TCMT16T308-EM [16.5/9.525|3.97| 4.4 | 0.8 ® X *
TCMT16T312-EM |16.5/9.525/3.97| 4.4 | 1.2 ® * *

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

Applicable tool

STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:91° Kr:91° Kr:60° Kr:91°
Page A195 A195 A196 A197 A225
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e Tc I:l I:l (Positive inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
s sldsee COLVBBO VLB 000V
()
é M stainless steel Q@ VO VOVLE O
B mCastiron VLB © ®
3
@
d N 5 Non-ferrous metal (SN
7 Z
- Heat resistant alloy, Tialloy il <
T2y
Dimensions(mm) Coated cemented carbide % %E Cemep et
8|38 carbide
Inserts Type o
shape E8EEERE88380BL883808 b5 o -E
LIGIC/S|ad 1 5500800000 0BSSSS80000/0/028828
[ra e T o'a o' o' o' o' o' o' o' Y o'a N o'a N o'a S a'a B a'a I o a e a e a e a e a Bl =l - H O BN G i R |
> > > > > > > > >>>>>>>>>>>>>5>>>>>
TCMT090204-HM | 9.6 | 5.56 |2.38| 2.5 | 0.4 * @ O @) [
HM TCMTO090208-HM | 9.6 | 5.56 |2.38| 2.5 | 0.8 (el } O
TCMT110204-HM | 11 | 6.35 |2.38| 2.8 | 0.4 * ® O O [ ] [ J [ J [ J O
[~} TCMT110208-HM | 11 | 6.35 233/ 2.8 | 08| * ® O °
TCMT16T304-HM |16.5/9.525(3.97| 4.4 | 0.4 * ® k% @ [} O [}
For semi-
finishing TCMT16T308-HM |16.5/9.525(3.97| 4.4 | 0.8 * @ X @ [ O
TCMT16T312-HM (16.5/9.525/3.97| 4.4 | 1.2 [ ] [ ) (@)
TCMT090204-HR | 9.6 | 5.56 |2.38| 2.5 | 0.4 O
TCMT090208-HR | 9.6 | 5.56 [2.38| 2.5 | 0.8 O )
HR TCMT110204-HR | 11 | 6.35|2.38| 2.8 | 0.4 )
TCMT110208-HR | 11 | 6.35 (2.38/ 2.8 | 0.8 (@]
_,H__.__,ﬂ_ TCMT16T304-HR (16.5/9.525|3.97| 4.4 | 0.4 (Ol )
'
For roughing | TCMT16T308-HR |165/9.525(3.97| 4.4 [ 08| @ ® @ o o
TCMT16T312-HR (16.5/9.525|3.97| 4.4 | 1.2 O e O
TCMT220408-HR | 22 | 12.7 |4.76| 5.5 | 0.8 O e @] [ ]
TCGX090202-LC | 9.6 | 5.56 |2.38| 2.5 | 0.2 *
LC TCGX090204-LC | 9.6 | 556 |2.38/ 25| 0.4 *
TCGX110202-LC | 11 | 6.35 |2.38| 2.8 | 0.2 *
b
W‘]_‘ TCGX110204-LC | 11 | 6.35|2.38/ 2.8 | 0.4 *
é Ay
TCGX110208-LC | 11 | 6.35(2.38| 2.8 | 0.8 *
For Al
machining | TCGX16T304-LC |16.5/9.525|3.97| 4.4 | 0.4 *
TCGX16T308-LC |16.5/9.525(3.97| 4.4 | 0.8 *

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

Applicable tool

STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:91° Kr:91° Kr:60° Kr:91° s
Page A195 A195 A196 A197 A225

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g
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A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

a Tc I:l I:l(Positive inserts) ~

() Good working condition (L) Normal working condition (=) Bad working condition
6 s =t ©0VLVEERE VLB ©00B
o
A .’.}MStainless steel < DO VOLYW (V'@
o mCast iron VLB © ®
: ,
o Non-ferrous metal O
= Heat resistant alloy, Ti alloy Wl <
@ [9g
Dimensions(mm) Coated cemented carbide % %E Cemep e
38138 carbide
- Inserts Type o)
g shape EO8LR58E888880BLB885 8 ne =B
2 LIGICIS |ed 1 65008380000 BSSSS800000028888
I~ {oa [ e e [ e e (o I e [ o' (o' [ o' Y o'a S ' S 'a S 'a S o a [y o a e a e a e a e B b~ - [ O RN G R & R R |
2 S>>>>>>>>>>>>>>>>>>>>>>>>>>
o
= TCGX090202-LH | 9.6 | 5.56 |2.38| 2.5 | 0.2 *
g
: TCGX090204-LH | 9.6 | 5.56 |2.38| 2.5 | 0.4 *
2
8 LH TCGX110202-LH | 11 | 6.35|2.38| 2.8 | 0.2 *
=]
g’. &. TCGX110204-LH | 11 | 6.35|2.38/ 2.8 | 0.4 *
173 .1‘
3 H TCGX110208-LH | 11 | 6.35 [2.38| 2.8 | 0.8 *
For Al TCGX16T302-LH |16.5/9.525(3.97| 4.4 | 0.2 O
machining
TCGX16T304-LH |16.5/9.525/3.97| 4.4 | 0.4 *
TCGX16T308-LH |16.5/9.525/3.97| 4.4 | 0.8 *
TCMT220408 22 [12.7 |4.76/ 55| 0.8 |O o @) O @)
All round
r. b,
TCMW110204 11 | 6.35|2.38/ 2.8 | 0.4 O O ® O
Without
chipbreaker TCMW16T304 |16.5/9.525|3.97| 4.4 | 0.4
"i' TCMW16T308 16.5|9.525|3.97| 4.4 | 0.8 @)
W TCMW16T312  [16.59.5253.97| 4.4 |12 |O o
TCMW220408 22 | 12.7 |14.76/ 55|08 |O O O

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

Applicable tool

STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:91° Kr:91° Kr:60° Kr:91°
Page A195 A195 A196 A197 A225

A102



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

(0 Good working condition () Normal working condition (%) Bad working condition \
< [steel COLVBBO VLB 000V
()
3 M stainless steel Q WO VWOLE O
) - -
B Cast iron =
5[:3 © © ©
o Non-ferrous metal O
= Heat resistant alloy, Tialloy il -
@ O
Dimensions(mm) Coated cemented carbide % §E Cemep et
8|38 carbide
Inserts Type o "
shape TR RE888808L2383858 Y bs — g
LGICIS|ed  r 6500000000 0SSSS80000002888R 2
NN NN ADNIDDNDDODDNMOAZZOO0AOAOAN -
S>> > > > > > > > >>>>>>>>>>>5>>>>> g
VCGT080201R-USF| 8 |4.76 |2.38| 2.3 | 0.1 olf® 3
USF Bt
=
w VCGT080202R-USF| 8 |4.76 |2.38| 2.3 | 0.2 ® O g
=
VCGT110301R-USF | 11 | 6.35(3.18| 2.8 | 0.1 ® O E
For extra =
finishing | yCGT110302R-USF | 11 | 6.35 [3.18| 2.8 | 0.2 ® O %
£
VCGT080201L-USF | 8 |4.76 |2.38| 2.3 | 0.1 (ONe) 3
USF
w VCGT080202L-USF | 8 [4.76 |2.38| 2.3 | 0.2 O O
VCGT110301L-USF | 11 |6.35|3.18| 2.8 | 0.1 O O
For extra
finishing | vCGT110302L-USF | 11 | 6.35 3.18| 2.8 | 0.2 e O
SF VCGT110302-SF | 11 |6.35(3.18| 2.8 | 0.2 @) O|%
ﬂ.ﬂ VCGT110304-SF | 11 | 6.35(3.18| 2.8 | 0.4 @) Ol%
For extra
finishing
VCGT110304-HF | 11 |6.35|3.18/ 2.8 | 0.4 [}
HF
_
b e
For finishing
VCGT160408-NF |16.5/9.525/4.76| 4.4 | 0.8 ® %
NF
For finishing

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

Applicable tool

SVQCR/L SVUCR/L SVVCN SVJCR/L
Kr:107°30' Kr:93° g Kr:72°30' Kr:93°

\l
\

Page  A226 A227 A191 A192

Insert code key Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g
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A TU RNIN G General Turning Inserts

Cemented carbide and cermet inserts

e vc D I:l(Positive inserts)

(&) Good working condition (%) Normal working condition (%) Bad working condition \
= [@stee C0LLBBO VOB ©006
S
.’;* Ml stainless steel © O (D)) (e FAEA
o .
o Cast iron LOEE =
é|::3 (ST © ©
& Non-ferrous metal O
= Heat resistant alloy, Ti alloy Wl <
@ 95
Dimensions(mm) Coated cemented carbide g §E Cemep Lt
3188 carbide
Inserts Type o
shape E8EEEB8E3883880B8BL833858% R0 =-B
LIGICIS ad I 5530000000055 SS80000002388R
NN DO DO DD DNDNDDODDODDODMDNAZZO00AQ0A
> > > > > > > > >>>>>>>>>>>>>5>>>>>
VCGX110301-LC | 11 | 6.35|3.18| 2.8 | 0.1 *
VCGX110302-LC | 11 | 6.35|3.18| 2.8 | 0.2 *
LC VCGX110304-LC | 11 | 6.35 |3.18/ 2.8 | 0.4 *
VCGX110308-LC | 11 | 6.353.18| 2.8 | 0.8 *
VCGX160404-LC [16.6/9.525(4.76| 4.4 | 0.4 *
For Al
machining VCGX160408-LC [16.6/9.525(4.76| 4.4 | 0.8 *
VCGX160412-LC |16.69.525/4.76| 4.4 | 1.2 *
VCGX220530-LC | 22 | 12.7 |5.56| 5.5 | 3.0 *
VCGX110202-LH | 11 | 6.35|2.38| 2.8 | 0.2 @)
VCGX110204-LH | 11 | 6.35|2.38| 2.8 | 0.4 *
VCGX110301-LH | 11 | 6.35|3.18| 2.8 | 0.1 *
LH VCGX110302-LH | 11 | 6.35|3.18| 2.8 | 0.2 *
VCGX110304-LH | 11 | 6.35|3.18/ 2.8 | 0.4 * @
TR i
i VCGX110308-LH | 11 | 6.35|3.18| 2.8 | 0.8 @)
For Al | VCGX160402-LH |16.6/9.5254.76| 4.4 | 0.2 *
hini
machining | v cGX160404-LH |16.69.525/4.76| 4.4 | 0.4 * O
VCGX160408-LH |16.6/9.525/4.76| 4.4 | 0.8 * O
VCGX160412-LH |16.6/9.525|4.76| 4.4 | 1.2 * @
VCGX220530-LH | 22 | 12.7 [5.56| 5.5 | 3.0 * @
* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
Applicable tool
SVQCR/L SVUCR/L . SVVCN SVJCR/L
Kr:10:’.?V Kr:93° o Kr:72°30' Kr:93°
Page A226 A227 A191 A192
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

/— wc I:l I:l(Positive inserts) ‘ ~

() Good working condition () Normal working condition (=) Bad working condition
5 [Jsee COLLEEO VOB 000
()
2 Mistainiessstee 0 B VoL Lo
3 . . . . .
3 mCastiron VLB © ®
g .
% || Non-ferrous metal Y&
s.
- Heat resistant alloy, Ti alloy il v
. : : T3y ment
Dimensions(mm) Coated cemented carbide EIgE €0 ©! ed
388 carbide
Inserts
Type C N AN NN AN NT @O NN |2 £
shape mm&&ggeggggeegggomm§eg = — = oy
L@GICI S |edr 5500300000055 SS8a0000/0023888 2
AN NN AN N AN DDDDD@ZZ0O00AAQ0Q o
>>>>>>>>>>>>>>>>>>>>55>>>>> g
53 WCMX040208R-53 | 4.3 | 6.35 (2.38| 3.1 | 0.8 o O @] §
=
=
(\. WCMX06T308R-53 | 6.5 |9.525/3.97| 3.7 | 0.8 | @ (@) O O :
=
=
.\ WCMX080412R-53 | 8.7 | 12.7 [4.76| 4.3 | 1.2 O §
- 3
£
<
£
7
S

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

Applicable tool

SWACR/L
Kr:90°

Page  A198

Insert cm Grade selecti@ Chipbreaker seIectio@ Recommended cuttingpa{met;a
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A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -~

e VB I:l I:l(Positive inserts)

() Good working condition (*)Normal working condition (=) Bad working condition \
= [@stee ©0VLVEERE VLB ©00B
o
Ey M stainless steel & HOW VWOV Py
o mCast iron VLB © ®
: ,
o Non-ferrous metal O
= Heat resistant alloy, Ti alloy Wl <
@ [o
Dimensions(mm) Coated cemented carbide §‘§§ Cemep e
888 carbide
- Inserts Type o)
2 LGICIS led| 1 5500800000 0BSSSS80000/0028828
I~ [ra oo Y o'a o' o' o' o' o' N o'a Y o'a Y o'a N o'a R a'a Ja'a R o' I e a e a e a e s e s B =l - H O BN G I m R R |
2 >>>>>>>>>>>>>>>>>>>>>>>>>>>
o
2 SF VBGT110302-SF | 11 |6.35|3.18| 2.8 | 0.2 o) 0|0
g
& _ VBGT110304-SF | 11 |6.35|3.18| 2.8 | 0.4 o) o|o
% For extra
E finishing
% VBMT110302-EF | 11 | 6.35|3.18| 2.8 | 0.2 O o * *
EF VBMT110304-EF | 11 |6.35(3.18| 2.8 | 0.4 o e % *
WELSls | VBMT110308-EF | 11 |6.35(3.18) 2.8 | 0.8 0O ex o
VBMT160404-EF |16.5/9.525/4.76| 4.4 | 0.4 (@) o * *
For finishing
VBMT160408-EF |16.5/9.525/4.76| 4.4 | 0.8 (@] ® % O
HF VBMT110202-HF | 11 | 6.35|2.38| 2.8 | 0.2 ) e) (]
® VBMT110204-HF | 11 | 6.35|2.38| 2.8 | 0.4 [ ] (@] O
- VBMT110208-HF | 11 |6.35(2.38| 2.8 | 0.8 ° o
For finishing
NF VBET160404-NF |16.5(9.525|4.76| 4.4 | 0.4 ® %
VBET160408-NF |16.5/9.525/4.76| 4.4 | 0.8 o *
For finishing

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

Applicable tool

SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°

,,. 2 f/
Page A188 A189 A190 A228 A229
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General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e VB D I:l(Positive inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
= [stee COLVBBO VLB 000V
IS5
.’.3 M stainless steel Q WO VWOLE O
3 - .
o Cast iron &
5|::3 © © ©
3 Non-ferrous metal O
s.
- Heat resistant alloy, Ti alloy il v
@[Ty
Dimensions(mm) Coated cemented carbide % §§ Cemep i
8|38 carbide
Inserts Type ) "
shape TN rInR8838358338s8855 — - 5
LGICIS|ed r 650083800 00BSSSS80000/0028828 £
NN NN NN DDONOO@OAZ[ZO0AAQAQ =
S x> > > > > > > > >>>>>>>>>>55FXF5>5 > 2
EM VBMT110304-EM | 11 | 6.35 3.18| 2.8 | 0.4 ® % * g
=
=
- VBMT110308-EM | 11 | 6.35|3.18| 2.8 | 0.8 ® % * z
Snonal 2 =
g
For semi- E
finishing 5
£
HM VBMT160404-HM [16.5|9.525/4.76| 4.4 | 0.4 * ® kX @ [ J [ J [ J (@) I}
o VBMT160408-HM |16.5(9.525(4.76| 4.4 | 0.8 *x ® &k @
S g
VBMT160412-HM [16.5|9.525/4.76| 4.4 | 1.2 o O @] O O O
For semi-
finishing
HR VBMT160404-HR |16.5/9.525/4.76| 4.4 | 0.4 ® O e
‘ - | VBMT160408-HR |16.5/9.525/4.76| 4.4 | 0.8 (Ol NON J @)
VBMT160412-HR |16.5/9.525/4.76| 4.4 | 1.2 O
For roughing | VBGT160408-HR |16.5(9.525(4.76| 4.4 | 0.8 O

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

Applicable tool

SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
: g > ‘?/
-~ : E
Page A188 A189 A190 A228 A229

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g
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A TU RN ' N G General Turning Inserts

Cemented carbide and cermetinserts -

/— c P I:l I:l (Positive inserts)

() Good working condition () Normal working condition (=) Bad working condition \
= [@stee ©0VLVEERE VLB ©00B
o
.?;5 M stainless steel © VL VOLY )
m . S S
8 mCast iron VLB © ®
=
o Non-ferrous metal W&
g.
- Heat resistant alloy, Ti alloy Wl <
@ [T
Dimensions(mm) Coated cemented carbide % SE Cemep e
38138 carbide
- Inserts Type o)
g shape EO8LR58E888880BLB83858 Y nn . -B
2 LIGICIS|ed|r 5503000000005 SS80000/008888R
a DO NN NN DNNDNINDDNDDDDODNZZO00O0OA
2 S>> > >>>>5>>>>>>>>>>>>>F>>>5>>
o
= CPGT060202-SF | 6.4 | 6.35|2.38| 2.8 | 0.2 o) o}
= SF
= CPGT060204-SF | 6.4 | 6.35|2.38| 2.8 | 0.4 (@) O
o
E CPGTO09T304-SF | 9.7 |9.525|3.97| 4.4 | 0.4 @] OO
:
=3 For extra
§ finishing
w

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

Applicable tool

SCLPR/L
Kr:95°

Page A230

A108



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e D P D D (Positive inserts)

(0 Good working condition () Normal working condition (%) Bad working condition \
= [stee COLVBBO VLB 000V
()
Ey M stainless steel Q WO VWOLE O
7 : -
B Cast iron R
5|::3 © © ©
3 Non-ferrous metal O
= Heat resistant alloy, Ti alloy il v
@ 9
Dimensions(mm) Coated cemented carbide % %E Cemep e
8138 carbide
Inserts Type o) "
shape COEY5RE88888085833858 50 =B g
LGICIS |ad|r 65000880000 BSSSS8a00000088828 2
[ [ o'a R [ o'a R O o'a [ I o'a [ ' I ' [ o a R s Qo a i e Qe a s a Qe a s a e a R a B -l - H O RN G N o R | -
S>> > > > > > >>>>>>>>>>>>>5>>>>> g
USF |DPGT0702005R-USF| 7.8 | 6.35 |2.38| 2.8 |0.05 00 3
=
=
5 DPGTO070201R-USF | 7.8 |6.35|2.38| 2.8 | 0.1 o)e! §
=
DPGT11T301R-USF |11.6|9.525/3.97| 4.4 | 0.1 ® O E
For extra <
finishing ]
g
USF  |DPGT0702005L-USF| 7.8 | 6.35|2.38| 2.8 [0.05 00 8
e DPGT070201L-USF |7.8 |6.35|2.38| 2.8 | 0.1
DPGT11T301L-USF |11.6|9.525/3.97| 4.4 | 0.1 O O
For extra
finishing
SF DPGT070202-SF 7.816.35|2.38| 2.8 | 0.2 O e}
DPGT070204-SF 7.8 6.35(2.38| 2.8 | 0.4 O O
EDPGTO7OZOS-SF 7.8(6.35|2.38/ 2.8 0.8 (@]
For extra DPGT11T304-SF 11.6]9.525|3.97| 4.4 | 0.4 (@] O
finishi
MY DPGT11T308-SF  [11.6/9.525(3.97| 4.4 | 0.8 o

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

Applicable tool

SDQPR/L SDUPR/L

Kr:1 07;&_/- Kr:93° /'/‘
ro) ()

Page A231 A232

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 109



A TU RN ' N G General Turning Inserts

Cemented carbide and cermetinserts -~

e s P I:l I:l (Positive inserts) ~

(20 Good working condition () Normal working condition (=) Bad working condition
90 a1 [Jstee C0LLBBE VLB 0008
Z s 9 o RPN .
2.C_ | \\ | 2 Mstainless steel O OO OOV O
U od _ 8 mCast iron VLB © ©
\\ // 3
r L S g' Non-ferrous metal (D]
=
- Heat resistant alloy, Ti alloy Wl <
B (2
Dimensions(mm) Coated cemented carbide § TE Cemep Lt
3|38 carbide
- Inserts Type )
g shape EOLR5E8E888880BLB8858 kb -
2 LGICIS |ed| 1 15500000000 BSSSS800000028828
I~ {a [ e e e ' I 'a o' o' o' o' o' S 'a N o'a S o'a B o'a I a'a e a e a e a e B -l - [ O BN G M o R a Ry |
2 S>>>>>>>>>>>>>>>>>>>>>>>>>>>
o
o
= SPMWO09T304 |9.525/9.525/3.97| 4.4 |04
g Without © ©
2 chipbreaker | gpMWOOT308 |9.525/9.5253.97| 4.4 | 0.8 |@ °
o
2 . SPMW120408 | 12.7 | 12.7 |4.76|5.56| 0.8 ° o
=]
8 ——
=
2
=3
w

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

A110



General Turning Inserts TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Cemented carbide and cermet inserts

e T P I:l I:l (Positive inserts) ~

() Good working condition () Normal working condition (=) Bad working condition
60 s =L ©OLVBRO VLB 000V
()
A —  Z Mistainless steel © OO VOLE ©C
' SmCastiron Q @ © ©
ad 3
of 7 Non-ferrous metal Y&
11 g
- Heat resistant alloy, Ti alloy il v
@ [O
Dimensions(mm) Coated cemented carbide g ‘§§ Cemep Lt
388 carbide
Inserts Type o "
shape CEERER8888808583858 50 — . g
LIGICIS |ed r 558833300 000SSSS80000/0028888 2
Moo OoOM0NMOoO0OMO0M0MM0MmMMMZ|Z000A0A0 -
> > > > x> > > > > > > > > >>55>>> > > g
TPGT090202-SF | 9.6 | 5.56 |12.38| 2.5 | 0.2 @) 0] g
SF =
TPGT090204-SF | 9.6 | 5.56 |2.38| 2.5 | 0.4 O O % §
=
A TPGT090208-SF | 9.6 | 5.56 |12.38| 2.5 | 0.8 O O ‘f’aa
o
TPGT110302-SF | 11 |6.35|3.18| 2.8 | 0.2 O O E
For extra TPGT110304-SF | 11 |6.35|3.18| 2.8 | 0.4 O O %
finishing ©
TPGT110308-SF | 11 |6.35|3.18| 2.8 | 0.8 O
TPGH090202L 9.6 |5.56 [2.38| 2.8 | 0.2 [ ) O
TPGH090204L | 9.6 | 5.56 |2.38| 2.8 | 0.4 o [ J
Forextra | TPGH110302L | 11 |6.35(3.18(3.18] 0.2 o °
finishing | tpGH110304L | 11 |6.35|3.18/3.18| 0.4 ° e O

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

Applicable tool

STUPR/L

Kr:93° f
-F‘!'-F‘/-F
T

Page A233

e T B I:l I:l (Positive inserts) - / ~

() Good working condition (%) Normal working condition (=) Bad working condition
9 y y py y Y Y
\ — %‘ Ml stainless steel O WK LOVE O
) SR .
' B mCastiron VLB © ©
ad 3
5o %’ Non-ferrous metal (L}
=
~  Heatresistantalloy, Tialloy Wl <
@ 9y
. . . 22 Cemented
Dimensions(mm) Coated cemented carbide El5E .
838 carbide
Inserts Type o
shape EEERERE8888S0BLE8858 Y bb B
L@GICIS |adr 5500000000 0SSSS80000002388R
N DO DN NN DODDDNDNDNDODODDNDDNDNDZZO0O0AO0AQ
S>> >>>>5>>>>5>>>>>>>>>>5>>>>>
TBGH060102L | 6.4 |3.97 [1.59| 2.2 | 0.2 * *
TBGH060104L | 6.4 | 3.97 [1.59| 2.2 | 0.4 *
For extra
finishing

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

Insert cm Grade seIecti@ Chipbreaker seIectio@ Recommended cuhing@g

A48-A49 A19/A34-A46 A22-A33 A243-A245 A 111



A TU RNIN G General Turning Inserts

Cemented carbide and cermetinserts -

a VP I:l I:l(Positive inserts) ~

() Good working condition (L) Normal working condition (=) Bad working condition
< [Psteel ©0VLVEERE VLB ©00B
o
.’.:V.MStainless steel Q VO VLOLY il
m =
B | s4Castiron W ~
4K © © @
& Non-ferrous metal O
g.
- Heat resistant alloy, Ti alloy Wl <
T |5
Dimensions(mm) Coated cemented carbide % ‘§E Cemep et
8|89 carbide
a Inserts Type 5
2 shape OB E8888808338888s8 8o _-=-=
g LIGICIS ed | 1 15 588830000006 SSSS8000al0028828
= NN DO D0 DNDDADDNDDNDODOONZZO0OO0O0AO
a > > > > >>>>>>>>>>>>>>>>>5>5>>>>>
o
n:,’: USF VPGT080201R-USF| 8 |4.76 (2.38| 2.3 | 0.1 O O
(=5
(]
o - VPGT080202R-USF| 8 |4.76 [2.38| 2.3 | 0.2 O O
2 ————
8 VPGT110301R-USF| 11 |6.35|3.18| 2.8 | 0.1 ® O
% For extra
g finishing
Z
[}
@ USF VPGT080201L-USF| 8 [4.76|2.43| 2.3 | 0.1 ® O
wVPGTOSOZOZL-USF 8 |4.76 (243|231 0.2
VPGT110301L-USF | 11 |6.35|3.18| 2.8 | 0.1 O O
For extra
finishing

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

A112
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A TU RN ' N G General Turning Inserts

PCBN&PCD inserts code key

Insert shape

o

—_—

A B c
D E <:> H
fs5° / .
K L M
O JAN
P S T
80° Others
" w Z

Tolerance class

O\
ANIVANE
@1.C S
Code Nose height M [Inscribed circle| Thickness S Code Nose height M |Inscribed circle | Thickness S
Tolerance(mm) [Tolerance(mm) | Tolerance(mm) Tolerance(mm) [Tolerance(mm) | Tolerance(mm)

A +0.005 +0.025 +0.025 J +0.005 +0.05-+0.13| +0.025
F +0.005 +0.013 +0.025 K +0.013 +0.05-+0.13| +0.025
C +0.013 +0.025 +0.025 L +0.025 +0.05-+0.13| £0.025
H +0.013 +0.013 +0.025 M | £0.08-+0.18 | +0.05-+0.13 +0.13
E +0.025 +0.025 +0.025 N | £0.08-+0.18 |+0.05-+0.13| +0.025
G +0.025 +0.025 +0.13 U | £0.13-+0.38 | £0.08-+0.25| +0.13

\ y,

( Clearance angle of main cutting edge

Clearance Clearance
Code angle Code angle
A B

\»an \-E5°
| [ |,

~Hee7e 15°
E F

20° 25°
30° ~-0°
Other
P - (o} clearance

1 angle

|\ J

A114

Chipbreaker and clamping system

Code Withmghout Section plane of insert

N Without E
>65°

B With
> 65°

A
<65°

w With
<65°

Q With

X Special

& J




General Turning Inserts TURN’NG A

******************************************************************** PCBN&PCD inserts code key

Insert shape Code | Nose radius(mm)
Diameter
of IC (o3 D S T \' w :II::' 00 No radius
(mm) ﬂ ‘g‘ ‘IZI‘ é g Q Thickness is defined as height from bottom of 02 0.2
— — - = = insert to the highest part of cutting edge. .
3.97 06
Insert Insert
5.0 SRCe thickness(mm) SRce thickness(mm) 04 04
5.56 09
6o 02 2.38 06 6.35 08 0.8
6.35 06 07 11
a0 i T2 2.58 T6 6.75 12 1.2
>
9.525 09 11 09 16 16 | 06 e 318 o 704 16 16 B
10.0 <
12.0 20 2.0 S
T3 09 g
1227 12 15 | 12 | 22 | 22 | o8 397 952 £
15.875 16 15 27 24 24 Z
04 . T9 5 i =
16.0 19 476 972 S
19.05 33 32 2 ]
e 19 T4 4.96 1 1.1 3 )
20.0 =)
25.0 25 25 05 5 56 12 1270 X Others =
254 25 ) i Diameter
31.75 T5 595 of insert Round insert
32 L ’ ) \_ (Metric) J
> ?

12 04 08[T]020[2002
|

— B\ .
Type of cutting edge Chamfer width Chamfer angle Number of cutting

Type of . X
Code cutting edge Diagram W ] Code | Number Diagram
Sharp W m / Unspeci- | Single O
F edges fied edge
010 0.10 040 0.40 05 5° o
) ouble O
E Honing | 2/ 015 | 0.15 | 045 | 0.45 10 10° 2 | edges
020 0.20 050 0.50 15 15° Three
i 3
T | Chamfering| 77777 025 | 025 | 100 | 1.00 20 20° edges @
Chamfering 030 0.30 200 2.00 25 25° Four
S - m 4 O
+honing 035 0.35 30 30° edges
\ J
CNGA120408 ISO standard code
YCBO11 YCB012 YCB121 YCB211 YZB121 YZB221 YZB231
Type of cutting edge T S T S S T T
Chamfer angle 15° 20° 20° 25° 20° 20° 20°
Chamfer width 0.15 0.10 0.20 0.15 0.10 0.20 0.25

A115



A TURN’N G General Turning Inserts

PCBN&PCD inserts - -------- oo

PCBN&PCD inserts overview PCBN&PCD inserts overview

Grade Grade
SLLLYRNELREQ SLLLYRNELROQ
CNGA120404 |O O O O DNGN110404 O % O
| - ’ CNGA120408 |O O O O ' DNGN110408 O % O
< A120 | CNGA120412 (ONONONO) A123
% 7 | CNGA120404-2 |k * * * SNGA120402 |O O O O
? - / CNGA120408-2 | % * * % ) ’ SNGA120404 |O O O O
2 A120 | CNGA120412-2 |O O O O SNGA120408 |O O O O
CNGA120404-2 00O A124 |SNGA120412 (O O O O
l@' ; CNGA120408-2 00O SNGA120402-2 (O O O O
A120 | CNGA120412-2 00O ) SNGA120404-2 |k * * *
CNGN120404 O % O SNGA120408-2 | % * * *
. CNGN12T608 O %O A124 | SNGA120412-2 (O O O O
A121 | CNGN120712 O %O SNGA120402-4 (O O O O
DNGA150404 |O O O O F'W SNGA120404-4 (O O O O
DNGA150408 |O O O O H SNGA120408-4 (O O O O
DNGA150412 |O O O O A124 | SNGA120412-4 (O O O O
J DNGA150602 |O O O O = B | SNGA120404-4 00O
DNGA150604 |O O O O c SNGA120408-4 00O
DNGA150608 |O O O O A124 | SNGA120412-4 O OO
A122 | DNGA150612 |O O O O SNGN120404 O % O
DNGA150404-2 | % * * %k SNGN120408 O %O
DNGA150408-2 | % * * %k - SNGN12T612 O %O
DNGA150412-2 |O O O O SNGN150716 O % O
- / DNGA150602-2 |O O O O A125 | SNGN150720 O % O
DNGA150604-2 |O O O O TNGA160402 (O O O O
DNGA150608-2 |O O O O - TNGA160404 (O O O O
A122 | DNGA150612-2 |O O O O h TNGA160408 (O O O O
DNGA150404-2 00O A126 | TNGA160412 |O O O O
DNGA150408-2 00O - TNGA160402-3 (O O O O
- J | DNGA150412-2 00O - TNGA160404-3 |k * * %
DNGA150604-2 00O B | TNGA160408-3 | % * * *
DNGA150608-2 00O A126 | TNGA160412-3 (O O O O
A122 | DNGA150612-2 000 * Recommended grade

% Recommended grade

A116



General Turning Inserts TURN’NG A

PCBN&PCD inserts

PCBN&PCD inserts overview

PCBN&PCD inserts overview

Grade Grade
_ - Inserts ~CO- N __. .
shpe | PP EESESgsEsEc e | MR itEnggEiss
SLLLYRNL L SLLLIRNL L
. TNGA160404-3 00O CCGW060204 |O O O O * O % O
; - ; TNGA160408-3 000 CCGW060208 |O O O O * O % O
A126 | TNGA160412-3 00O ﬁ CCGWO09T304 |O O O O * O % O
VNGA160402 (O O O O \ CCGWO09T308 |O O O O * O % O
= VNGA160404 (O O O O CCGW120404 |O O O O
— VNGA160408 (O O O O CCGW120408 |O O O O * O % O
A127 |VNGA160412 |O O O O A130 | CCGW120412 |O O O O
VNGA160402-2 (O O O O CCGW060204-2 |O O O O
o VNGA160404-2 | * * %k CCGW060208-2 |O O O O
u VNGA160408-2 % * * * = | CCGWO09T304-2 % * * %
~N .
A127 | VNGA160412-2 (O O O O CCGW09T308-2 |k * * *
WNGA080404 (O O O O — CCGW120404-2 |k * * *
. - WNGA080408 (O O O O CCGW120408-2 |k * * *
A128 | WNGA080412 |[O O O O A130 | CCGW120412-2 [O O O O
- WNGA080404-3 |k *k * CCGN120404 * Kk *k
I - . WNGA080408-3 |k * * %k . CCGN12T608 * k Kk
A128 | WNGAO080412-3 | O O O O A131 | CCGN120712 * Kk K
* WNGA080404-3 00O CCGW09T304-2 00O
i = ) WNGA080408-3 00O CCGW09T308-2 00O
A128 | WNGA0B0412-3 0co0o B | ccowoorsiz2 0o0o
WNGN060304 O% O & CCGW120404-2 00O
WNGN080408 O % O CCGW120408-2 00O
WNGN080412 O % O A130 | CCGW120412-2 00O
RNGN090300 O% O CCMX060202 * O % O
RNGN120400 O % O CCMX060204 * O % O
RNGN120700 O % O a CCMX060208 * O % O
A129 | RNGN150700 O %O \ CCMX09T304 * O % O
* Recommended grade CCMX09T308 * O % O
A131 | CCMX120408 * O % O

% Recommended grade

A117
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A TURN’N G General Turning Inserts

PCBN&PCD inserts - -------- oo

PCBN&PCD inserts overview PCBN&PCD inserts overview

Grade Grade
— = Inserts - — . . = =
shepe | PP EESESSAESEE | ghpe | DR EESEIgEEias
S N SLLLYRNLLOQ
DCGW070202 |[O O O O * O % O = m |SCGW120404-4 (O O O O
DCGW070204 (O O O O *x O % O .ﬁ' SCGW120408-4 |O O O O
- ! ./ DCGWO070208 (O O O O A134 | SCGW120412-4 (O O O O
% DCGW11T304 (O O O O *x O % O B _ B | SCGW120404-4
(@)
N
5‘?,' A132 |DCGW11T308 |O O O O *x O % O SCGW120408-4 00O
2 DCGW070202-2 |O O O O A134 | SCGW120412-4
DCGW070204-2 O O O O “ SCMX120404 *x O % O
: “/’1 DCGW070208-2 O O O O SCMX120408 * O % O
DCGW11T304-2 | % * * * hm3’4 SCMX120412 * O % O
A132 | DCGW11T308-2 |k * * % TCGW090204 (O O O O *x O % O
DCGN110404 * Kk ok TCGW090208 (O O O O * O % O
' DCGN110408 * * TCGW110202 (O O O O *x O % O
A133 TCGW110204 |O O O O * O % O
DCGW11T304-2 000 “ TCGW110208 (O O O O *x O % O
DCGW11T308-2 00O h TCGW110304 (O O O O * O % O
P ’ DCGW11T312-2 000 TCGW16T304 (O O O O * O % O
DCGW11T304-2 000 TCGW16T308 (O O O O *x O % O
A132 | DCGW11T308-2 O 0O A135 | TCGW16T312 |O O O O * O % O
DCMX070202 *x O % O TCGW090204-3 | O O O O
DCMX070204 *x O % O TCGW090208-3 | O O O O
4 ‘/ DCMX11T304 * O % O TCGW110202-3 (O O O O
A132 | DCMX11T308 *x O % O TCGW110204-3 |k * * %
SCGW120404 (O O O O * O % O b TCGW110208-3 | % * * %
I“ SCGW120408 |O O O O *x O % O b TCGW110304-3 |% * * %
A134 |SCGW120412 (O O O O *x O % O TCGW16T304-3 |k * * %
= |SCGW120404-2 |k * * * TCGW16T308-3 | % * * %
l“ SCGW120408-2 |k * * * A135 | TCGW16T312-3 |O O O O
A134 | SCGW1204122 [ O O O O % Recommended grade

% Recommended grade

A118



General Turning Inserts TURN’NG A

PCBN&PCD inserts

PCBN&PCD inserts overview

PCBN&PCD inserts overview

Grade Grade
- HAEREHRE 090909090 BAHEERE
SLLLYRNL L SLLLIRNL L
TCGW090204-3 00O VBGW160404 (O O O O * O % O
TCGW090208-3 00O @ VBGW160408 (O O O O *x O % O
TCGW090212-3 00O A137 | VBGW160412 O O O O *x O % O
+* TCGW110304-3 00O VBGW160404-2 |k * * *
. - p TCCW103083 000 hﬁuﬂ VBGW160408-2 |k * * *
TCGW110312-3 00O A137 | VBGW160412-2 (O O O O
TCGW16T304-3 00O VBMX160404 *x O % O
TCGW16T308-3 00O t...:..--' VBMX160408 *x O % O
A135 | TCGW16T312-3 00O A137 | VBMX160412 *x O % O
TCMX090204 *x O % O VCGW160404 *x O % O
TCMX090208 *x O % O ll...:_..-- VCGW160408 *x O % O
TCMX110202 *x O % O A138 | VCGW160412 *x O % O
TCMX110204 *x O % O VCMX160404 * O % O
o TCMX110208 *x O % O "-:--"" VCMX160408 *x O % O
S TCMX110304 *x O % O A138 | VCMX160412 *x O % O
TCMX16T304 *x O % O RCGN090300 * Kk Kk
TCMX16T308 *x O % O RCGN120400 * Kk Kk
A136 | TCMX16T312 * O % O RCGN120700 * Kk k
* Recommended grade A138 | RCGN150700 * Kk Kk

% Recommended grade
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A TU RNIN G General Turning Inserts

PCBN&PCD inserts - -------- oo

s CNDD (Negative inserts) ~
() Good working condition () Normal working condition (<) Bad working condition
g m Super hard material (DERS) ©
B
m - .
o m Cast iron © © © B
g
3 .
2 Non ferrous metal w QO W &
Dimensions(mm) Grade
-
% Inserts shape Type - 8 g |t g sl & 5 =
= = TN N &= = =
& 21.c S od r a |8 8 @ & n & /8 3 & 8
e O (&) O (&) N N N O o o o
= > > > > |> > > |> > > >
=
§ CNGA120404 12.7 4.76 5.16 0.4 25 o O O O
H ! CNGA120408 12.7 4.76 5.16 0.8 24 o O O O
CNGA120412 12.7 4.76 5.16 1.2 23 O O O O
~ | CNGA120404-2 12.7 4.76 5.16 0.4 25 |k Kk Kk K
- f CNGA120408-2 | 127 | 476 | 516 | 08 | 24 |k * * *
CNGA120412-2 12.7 4.76 5.16 1.2 23 O O O O
CNGA120404-2 12.7 4.76 5.16 0.4 2.5 o O O
- CNGA120408-2 | 127 | 476 | 516 | 08 | 24 o o0 o
CNGA120412-2 12.7 4.76 5.16 1.2 2.3 o O O

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

Type of cutting edge

YCBO11 YCB012 YCB121 YCB211 YZB121 YZB221 YZB231
Negative inserts
T01515 S01020 S02020 T01525 S01020 T02020 T02025
Positive inserts
Applicable tool
DCLNR/L PCLNR/L MCLNR/L PCLNR/L
Kr:95° Kr:95° Kr:95° Kr:95°

- ’

Page  A164 A171 A172 A214
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e CNDD (Negative inserts)

General Turning Inserts TURN’NG A

PCBN&PCD inserts

(L Good working condition

+*) Normal working condition

(%) Bad working condition

\

80 S m Super hard material © © (D)
3 .
o mCastiron © © © e
g
3 N
o Non ferrous metal O O O 6
Dimensions(mm) Grade
Inserts shape Type - &N - = = = |- N <= <
S 5 ¢ 5§/ ¥ 8/ ¥ § B
g1.Cc S r O @ m @O|lm @ @&/ @ a9 a o
(&) (&) o O N N N o O (&) O
> > > F|> > > |3 > > >
CNGN120404 12.7 4.76 0.4 O % O
CNGN12T608 12.7 6.75 0.8 O % O
CNGN120712 12.7 7.94 1.2 O % O
% Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
Type of cutting edge
YCBO011 YCBO012 YCB121 YCB211 YZB121 YZB221 YZB231
Negative inserts
T01515 S01020 S02020 T01525 S01020 T02020 T02025
Positive inserts

PCBN&PCD inserts



A TU RNIN G General Turning Inserts

PCBN&PCD inserts - -------- oo

e D N I:l I:l (Negative inserts)

() Good working condition () Normal working condition (<) Bad working condition \
g m Super hard material ©w © (T}
B
@ - an
® m Cast iron © © O
]
B ~
2 Non ferrous metal WO W &
Dimensions(mm) Grade
é Inserts shape Type - 8 5 tlgt © sl © g =
= = -l N &= = =
£ glc | S | ed | r | la ® & n &z & §/8 3 & 38
e O (&) O (&) N N N O o O o
o > > > > | > > >|> > > >
=
§ DNGA150404 12.7 4.76 5.16 0.4 25 O O O O
DNGA150408 12.7 4.76 5.16 0.8 21 o O O O
DNGA150412 12.7 4.76 5.16 1.2 20 O O O O
o ’ DNGA150602 127 | 635 | 5.16 0.2 27 |O O O O
DNGA150604 12.7 6.35 5.16 0.4 25 O O O O
DNGA150608 12.7 6.35 5.16 0.8 21 O O O O
DNGA150612 12.7 6.35 5.16 1.2 2.0 O O O O
DNGA150404-2 12.7 4.76 5.16 0.4 2.5 * Kk Kk &k
DNGA150408-2 12.7 4.76 5.16 0.8 2.1 *x * K k
DNGA150412-2 12.7 4.76 5.16 1.2 2.0 O O O O
./ DNGA150602-2 12.7 6.35 5.16 0.2 27 o O O O
DNGA150604-2 12.7 6.35 5.16 0.4 25 O O O O
DNGA150608-2 12.7 6.35 5.16 0.8 21 O O O O
DNGA150612-2 12.7 6.35 5.16 1.2 2.0 O O O O
DNGA150404-2 12.7 4.76 5.16 0.4 25 o O O
DNGA150408-2 12.7 4.76 5.16 0.8 21 o O O
- ’ DNGA150412-2 12.7 4.76 5.16 1.2 2.0 o O O
DNGA150604-2 12.7 6.35 5.16 0.4 225) o O O
DNGA150608-2 12.7 6.35 5.16 0.8 2.1 o O O
DNGA150612-2 12.7 6.35 5.16 1.2 2.0 o O O

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
Type of cutting edge

YCBO11 YCB012 YCB121 YCB211 YZB121 YZB221 YZB231
Negative inserts
T01515 S01020 S02020 T01525 S01020 T02020 T02025
Positive inserts
Applicable tool
DDJNR/L PDJNR/L PDNNR/L PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:62°30'

Kr:93° -

Page  A165 A173 A174 A215 A216
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General Turning Inserts TURN’NG A

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff PCBN&PCD inserts

e DNI:”:' (Negative inserts) ~

(22)Good working condition (1) Normal working condition (<) Bad working condition
55°
S m Super hard material O © ©
g1C = )
S,
@™ - a3
o mCastiron © © © e
r 2
g o e .
o Non ferrous metal W O W &
Dimensions(mm) Grade
w
Inserts shape Type c N = | © =] & = « 5
S o ¥ 5/ ¥ 2/ ¥ § B g
a1.c S r M @ @@ @ |m @@ @@/ a a a o 2
O O O @) N N N O O O O O
> > > F|> > > |3 > > > 5
DNGN110404 9.525 4.76 0.4 O % O 2
=%}
' DNGN110408 9.525 4.76 0.8 O % O

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

Type of cutting edge
YCBO011 YCBO012 YCB121 YCB211 YZB121 YZB221 YZB231

Negative inserts
T01515 S01020 S02020 T01525 S01020 T02020 T02025

Positive inserts

A123



A TU RNIN G General Turning Inserts

PCBN&PCD inserts - -------- oo

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

() Good working condition (1) Normal working condition  (:<) Bad working condition \
\?00 S m Super hard material W © (D)
gic_ [~ 1 z
§ od ® mCastiron © © © ®
|a$¢\ - z
5] : f
r 2 Non ferrous metal W O O &
Dimensions(mm) Grade
5 Inserts shape Type - 8 5 tlgt © sl © g =
Z = B= hull I D =
& g9IC | S | ed | r | la |8 8 » |z & /8 & 3 8
S O O O O|N N N|O O O O
o > > > > | > > >|> > > >
=
§ SNGA120402 12.7 4.76 5.16 0.2 2.7 o O O O
. SNGA120404 12.7 4.76 5.16 0.4 25 o O O O
SNGA120408 12.7 4.76 5.16 0.8 23 O O O O
SNGA120412 12.7 4.76 5.16 1.2 21 o O O O
SNGA120402-2 12.7 4.76 5.16 0.2 2.7 o O O O
o SNGA120404-2 127 | 476 5.16 0.4 25 | Kk ok Kk Kk
SNGA120408-2 12.7 4.76 5.16 0.8 2.3 * Kk Kk Kk
SNGA120412-2 12.7 4.76 5.16 1.2 21 o O O O
SNGA120402-4 12.7 4.76 5.16 0.2 2.7 o O O O
r .‘ SNGA120404-4 | 127 | 476 | 516 | 04 25 |O O O O
H SNGA120408-4 | 127 | 476 | 516 | 08 23 |O O O O
SNGA120412-4 12.7 4.76 5.16 1.2 21 o O O O
SNGA120404-4 12.7 4.76 5.16 0.4 25 o O O
[ L]
c SNGA120408-4 12.7 4.76 5.16 0.8 23 o O O
i l SNGA120412-4 12.7 4.76 5.16 1.2 21 o O O

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

Type of cutting edge

YCBO11 YCB012 YCB121 YCB211 YZB121 YZB221 YZB231
Negative inserts
T01515 S01020 S02020 T01525 S01020 T02020 T02025
Positive inserts
Applicable tool
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L —_PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° - Kr:75°
= . -
-

Page  A166 A175 A176 A1T77 A178 A217
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General Turning Inserts TURN’NG A

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff PCBN&PCD inserts

e SNDD (Negative inserts)

() Good working condition () Normal working condition  (:<) Bad working condition \
90
S m Super hard material Y © @
g1C =
S,
3 . -
o mCastiron © © © e
3
Q
3 N
o Non ferrous metal W OO O &
Dimensions(mm) Grade
Inserts shape Type - N = |- « <l & = < 5
S 5 ¥ /Y ¥ Q15 ¥ § B Z
al.c S r @ @ m o nm @ @& 8 a a a 2
(&) (&) o O N N N o O (&) O O
> > > S| > > > |> > > > 5
SNGN120404 127 476 0.4 O % O 5
=%}
SNGN120408 12.7 4.76 0.8 O % O
SNGN12T612 12.7 6.75 1.2 O % O
SNGN150716 15.875 7.94 1.6 O % O
SNGN150720 15.875 7.94 2.0 O % O

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

Type of cutting edge

YCBO11 YCBO12 YCB121 YCB211 YZB121 YZB221 YZB231

Negative inserts

T01515 S01020 S$02020 T01525 S01020 T02020 T02025

Positive inserts

A125



A TU RNIN G General Turning Inserts

PCBN&PCD inserts - -------- oo

e TNI:”:' (Negative inserts) ~
() Good working condition () Normal working condition (<) Bad working condition
S g m Super hard material ©w © ©
=
1 S,
m - .
® m Cast iron © © © e
odH :
i 2 ’
[ Non ferrous metal L QO W
Dimensions(mm) Grade
-
= Inserts shape Type - N - = |- = = | =T N < <
= S 5 ¢ 3| ¥ %1 ¥ § &
g 9IC | S | @d | r | la | @ @ @® @|lad @ @@/ a a Qo
e O (&) O (&) N N N O o o o
= > > > > |> > > |> > > >
=
§ TNGA160402 9.525 4.76 3.81 0.2 25 O O O O
TNGA160404 9.525 4.76 3.81 0.4 25 o O O O
. -~ TNGA160408 9.525 4.76 3.81 0.8 22 O O O O
TNGA160412 9.525 4.76 3.81 1.2 2.0 o O O O
- TNGA160402-3 9.525 4.76 3.81 0.2 25 O O O O
- TNGA160404-3 9.525 | 4.76 3.81 0.4 25 |k Kk ok ok
. ' TNGA160408-3 9.525 4.76 3.81 0.8 2.2 * Kk Kk Kk
TNGA160412-3 9.525 4.76 3.81 1.2 2.0 O O O O
TNGA160404-3 9.525 4.76 3.81 0.4 25 o O O
* TNGA160408-3 9.525 4.76 3.81 0.8 2.2 o O O
_ TNGA160412-3 9.525 4.76 3.81 1.2 2.0 o O O

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

Type of cutting edge

YCBO11 YCB012 YCB121 YCB211 YzB121 YzB221 YZB231
Negative inserts
T01515 S01020 S02020 T01525 S01020 T02020 T02025
Positive inserts
Applicable tool
DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:91° Kr:91° Kr:60° Kr:90° Kr:90°
= e -
Page A167 A179 A180 A181 A218
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General Turning Inserts TURN’NG A

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff PCBN&PCD inserts

e VNDD (Negative inserts) ~
() Good working condition 1) Normal working condition  (:<) Bad working condition
g m Super hard material © © ©
2
3 . -
o mCastiron © © © e
3
Q
3 N
) Non ferrous metal O O O 6
Dimensions(mm) Grade
Inserts shape Type - N - = = = | =T N <= < 5
S o ¥ /Y 8 815 ¥ ¥ o =
gIc | S | @ed | r | la |®@ @ @m™m @o|lm @@ @@l a a a o 2
(&) (&) o O N N N o O (&) O O
> > > S| > > > |> > > > 5
VNGA160402 9.525 4.76 3.81 0.2 3.3 o O O O %
=%}
VNGA160404 9.525 4.76 3.81 0.4 2.8 o O O O
o
v VNGA160408 9525 | 476 | 3.81 0.8 25 |O O O O
VNGA160412 9.525 4.76 3.81 1.2 2.0 o O O O
VNGA160402-2 9.525 4.76 3.81 0.2 3.3 o O O O
. o . VNGA160404-2 9.525 4.76 3.81 04 2.8 * Kk Kk Kk
VNGA160408-2 9.525 4.76 3.81 0.8 2.5 *x *x * K
VNGA160412-2 9.525 4.76 3.81 1.2 2.0 o O O O

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

Type of cutting edge

YCBO11 YCBO12 YCB121 YCB211 YZB121 YZB221 YZB231

Negative inserts

T01515 S01020 S02020 T01525 S01020 T02020 T02025

Positive inserts

Applicable tool

DVVNN DVJNR/L
Kr:72°30' Kr:93°
Page  A168 A169
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(@)
=
Z
2
=l
(@)
o
5
73

[}

=
&

A TU RNIN G General Turning Inserts

PCBN&PCD inserts

s WNDD (Negative inserts) ~
() Good working condition (1) Normal working condition  (:<) Bad working condition
80°
- g m Super hard material © © ©
2
aIc = -
a _ Q’dj_ ® m Cast iron © © O
3
r Y )
2 Non ferrous metal O QO O &
Dimensions(mm) Grade
Inserts shape Type - N T - = = | T N = <
S o5 ¥ 1Y ¥ 25 ¥ § &
dgl1.Cc S ad r la M M m o | m @@ o 8 o a 1
o (@] o (@] N N N o (@] o (@]
> > > > |> > > |> > > >
WNGA080404 12.7 4.76 5.16 0.4 3.3 o O O O
WNGA080408 12.7 4.76 5.16 0.8 2.8 o O O O
_ WNGA080412 12.7 4.76 5.16 1.2 2.8 o O O O
WNGAO080404-3 12.7 4.76 5.16 0.4 33 |k Kk Kk ok
Y
- WNGA080408-3 12.7 4.76 5.16 0.8 2.8 * Kk Kk Xk
H WNGA080412-3 12.7 476 5.16 1.2 28 |O O O O
WNGA080404-3 12.7 4.76 5.16 0.4 &3 o O O
-
- WNGA080408-3 12.7 4.76 5.16 0.8 2.8 o O O
u WNGA080412-3 | 127 | 476 | 516 1.2 2.8 0O O O

Type of cutting edge

% Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order

YCBO11 YCBO012 YCB121 YCB211 YzB121 YzB221 YZB231
Negative inserts
T01515 S01020 S02020 T01525 S01020 T02020 T02025
Positive inserts
Applicable tool
DWLNR/L PWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95° -
-r“ff
-
- k]
-
Page A170 A182 A219
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General Turning Inserts TURN’NG A

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff PCBN&PCD inserts

s WNDD (Negative inserts) ~

(0 Good working condition () Normal working condition (<) Bad working condition
80
S m Super hard material © © ()
;
21.C 2 o
o Cast iron © © Y O
s [
Q
B :
= Non ferrous metal © QO VW G
Dimensions(mm) Grade
w
Inserts shape Type - N T |- = =|T o9 = < 5
S 5 ¢ 5| § /s ¥ ¥ & g
al.c S r O @ m @O|lm @@ @&a| @ o a o 2
O (&) (&) O N N N o &) o O O
> > > >|> > >|> > > > 5
WNGN060304 9.525 3.18 04 O % O 5
=%}
WNGNO080408 12.7 4.76 0.8 O % O
WNGN080412 12.7 4.76 1.2 O % O

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

s RNI:”:' (Negative inserts) ~

(0 Good working condition () Normal working condition  (:<) Bad working condition
oIC § m Super hard material ©w © w
el
o _ _
8 Castiron (N
g[:3 © © ®
g ,
= Non ferrous metal QL Q© O G
Dimensions(mm) Grade
Inserts shape Type - N = |- = | o9 < <
S 5 ¥ 5/Y § %3 ¥ § B
dg1.Cc S M M m M| m @ @ 8 o a 1
O (&) &) O N N N o (&) o O
> > > > | > > >|> > > >
RNGN090300 9.525 3.18 O % O
RNGN120400 12.7 4.76 O % O
RNGN120700 12.7 7.94 O % O
RNGN150700 15.875 7.94 O % O
* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
Type of cutting edge
YCBO011 YCB012 YCB121 YCB211 YZB121 YZB221 YZB231
Negative inserts
T01515 S01020 S02020 T01525 S01020 T02020 T02025
Positive inserts

A129



A TU RNIN G General Turning Inserts

PCBN&PCD inserts - -------- oo

e CCI:”:l (Positive inserts)

(0 Good working condition () Normal working condition (<) Bad working condition \
i /‘\80070_} g m Super hard material ©w © (D)
la - ﬁdIL : g m Castiron © © Y O
S 5 Non ferrous metal © 0 O 6
Dimensions(mm) Grade
é Inserts shape Type T 8 5 o|ls s sl & 5 ¢
o > > > > | > > >|> > > >
% CCGW060204 6.35 2.38 2.8 0.4 25 o O O O * O % O
. CCGW060208 6.35 2.38 2.8 0.8 2.4 o O O O *x O % O
CCGW09T304 9525 | 3.97 4.4 0.4 25 |O O O O * O *x O
ﬁ CCGWO09T308 9.525 3.97 4.4 0.8 2.4 O O O O * O % O
o CCGW120404 127 | 476 | 55 0.4 25 |O O O O
CCGW120408 12.7 4.76 5.5 0.8 2.4 o O O O * O % O
CCGW120412 12.7 4.76 55 1.2 23 O O O O
CCGW060204-2 6.35 2.38 2.8 0.4 25 o O O O
CCGW060208-2 6.35 2.38 2.8 0.8 24 O O O O
n‘ CCGWO09T304-2 | 9525 | 3.97 | 44 0.4 25 | K% K K Kk
. CCGW09T308-2 9.525 3.97 4.4 0.8 24 *x * * *k
CCGW120404-2 12.7 4.76 515 0.4 25 * Kk Kk Xk
CCGW120408-2 127 4.76 5.5 0.8 24 |k Kk Kk ok
CCGW120412-2 12.7 4.76 515 1.2 23 o O O O
CCGWO09T304-2 9.525 3.97 4.4 0.4 25 o O O
CCGWO09T308-2 9.525 3.97 4.4 0.8 24 o O O
- CCGWO09T312-2 9.525 3.97 4.4 1.2 23 o O O
& CCGW120404-2 12.7 4.76 o5 0.4 25 o O O
CCGW120408-2 12.7 4.76 5.5 0.8 24 o O O
CCGW120412-2 12.7 4.76 5.5 1.2 23 o O O

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

Type of cutting edge

YCBO11 YCB012 YCB121 YCB211 YZB121 YZB221 YZB231
Negative inserts
T01515 S01020 S02020 T01525 S01020 T02020 T02025
Positive inserts
Applicable tool
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° ' KR90° Kr:95°
-~ ; -
E] - i < -
-
Page  A183 A184 A220 A234 A235
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General Turning Inserts TURN’NG A

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff PCBN&PCD inserts

s CCI:”:l (Positive inserts) ~

(0 Good working condition () Normal working condition (<) Bad working condition
S m Super hard material © © ()
g
™ . -
B Cast iron Y &S
s [ © © ®
Q
B :
= Non ferrous metal w QO W &
Dimensions(mm) Grade
Inserts shape Type - N = |- = | o9 < < 5
S 5 ¥ /Y § Q15 ¥ § B =
dl.Cc S od r la @ @ m M| m @ @& 8a a a a 2
O (&) (&) (&) N N N o &) o O O
> > > > | > > >|> > > > s
CCMX060202 6.35 2.38 2.8 0.2 25 x O % O %
=%}
CCMX060204 6.35 2.38 238 0.4 253 *x O % O
“ CCMX060208 635 | 238 | 28 0.8 24 *x O % O
Semmw | CCMX09T304 9525 | 397 | 44 04 25 * O * O
CCMX09T308 9.525 3.97 4.4 0.8 2.4 * O % O
CCMX120408 12.7 4.76 5.5 0.8 24 * O % O
% Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
Applicable tool
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° o Kroo° Kr:95°
’ P e —
- = i & -
- g
Page A183 A184 A220 A234 A235

s CCI:”:l (Positive inserts) ~

() Good working condition  (t*) Normal working condition (<) Bad working condition
S m Super hard material v ) ")
~
3.
]
B mCastiron © © »
:
5}
= Non ferrous metal O Q O @
Dimensions(mm) Grade
Inserts shape Type e & = ]l e e ]l o = «
522 2 8/ Yy g/g 2 8§ &
dg1.C S r @M @ MO O|m @ @8 o a o
O O O O|]N N N|O O ©O O
> > > > > > > |> > > >
CCGN120404 12.7 4.76 0.4 *x kK
CCGN12T608 12.7 6.75 0.8 *x Kk %k
CCGN120712 12.7 7.94 1.2 *x ok %k

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

A131



A TU RNIN G General Turning Inserts

PCBN&PCD inserts - -------- oo

e DCDD (Positive inserts)

(30 Good working condition (1) Normal working condition  (:<) Bad working condition \
A55: i S m Super hard material Y © )
21C 7; B 3
o
la - 5 gdL B m Cast iron © © » O
S 2 P
o Non ferrous metal o O LA IR N
Dimensions(mm) Grade
é Inserts shape Type T 8 5 o|ls 5 sl & 5 ¢
& 21.c S od r a |8 8 @ & n & J/ 8 3 3 8
S O O O O|]N N N|O O O O
© > > > > | > > > |> > > >
=
§ DCGW070202 6.35 2.38 2.8 0.2 27 |O O O O *x O *x O
DCGW070204 6885 2.38 2.8 0.4 2.5 o O O O * O % O
“ f DCGW070208 6.35 2.38 2.8 0.8 21 o O O O
DCGW11T304 9.525 3.97 4.4 0.4 25 o O O O * O % O
DCGW11T308 9.525 3.97 4.4 0.8 21 o O O O * O *x O
DCGW070202-2 6.35 2.38 2.8 0.2 2.7 o O O O
DCGW070204-2 6.35 2.38 2.8 0.4 2.5 o O O O
'ﬂ /. DCGW070208-2 6.35 2.38 2.8 0.8 21 o O O O
DCGW11T304-2 | 9.525 | 3.97 44 0.4 25 *x Kk Kk ok
DCGW11T308-2 9.525 3.97 4.4 0.8 21 *x K Kk K
DCGW11T304-2 9.525 3.97 4.4 0.4 2.5 O O O
DCGW11T308-2 9.525 3.97 4.4 0.8 2.1 o O O
Q DCGW11T312-2 9.525 3.97 4.4 0.8 2 o O O
DCGW11T304-2 9.525 3.97 4.4 0.4 2.5 o O O
DCGW11T308-2 9.525 3.97 4.4 0.8 2.1 o O O
DCMX070202 6.35 2.38 2.8 0.2 27 *x O % O
DCMX070204 6.35 2.38 2.8 0.4 25 * O % O
DCMX11T304 9.525 3.97 4.4 0.4 25 * O % O
DCMX11T308 9.525 3.97 4.4 0.8 21 * O % O
% Recommended grade (always stock available) @ Available grade (always stock available) OMake-to-order
Type of cutting edge
YCBO11 YCB012 YCB121 YCB211 YzZB121 YzZB221 YZB231
Negative inserts
T01515 S01020 S02020 T01525 S01020 T02020 T02025
Positive inserts
Applicable tool
SDACR/L SDJCR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:93° Kr:62°30' Kr:107°30' o Kr:93° Kr:95°
% / /
- ".‘ -
Page A185 A186 A187 A221 A222 A223
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General Turning Inserts TURN’NG A

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff PCBN&PCD inserts

s DCI:”:' (Positive inserts) ~
(2 Good working condition () Normal working condition  (:<) Bad working condition
L]
55 S m Super hard material ©® © @
7° Ey
3 ) )
® Castiron © © Y
: [
Q
B p
) Non ferrous metal D QO W B
Dimensions(mm) Grade
w
Inserts shape Type - N T |- = = | =T N < < 5
S o & 5/8 § %/ ¥ § % £
dgl1.Cc S r O @ m @O|lm @ @&/ @ a9 a o a
(&) O o O N N N o O (&) O O
> > > F|> > > |3 > > > 5
DCGN110404 9.525 476 0.4 * Kk K 5
=%}
' DCGN110408 9.525 4.76 0.8 *x Kk K

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

Type of cutting edge
YCBO11 YCB012 YCB121 YCB211 YzB121 YZB221 YZB231
Negative inserts
T01515 S01020 S02020 T01525 S01020 T02020 T02025
Positive inserts
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A TU RNIN G General Turning Inserts

PCBN&PCD inserts

e SCDD (Positive inserts)

() Good working condition (D

Normal working condition

(<) Bad working condition

90’
i g m Super hard material ©w © (D)
gic .\\ [ el
S ) )
Y Qd]: g m Cast iron @ @ © @
la 9
[0]
r S o Non ferrous metal D O O &
Dimensions(mm) Grade
Inserts shape Type - 8 5 tlgt © sl © g =
T B = S BE S BBl © pa
a1.c s ad r a 8 8 @ Almx & &/8 & & 8
O O O O|N N N|O O O O
> > > > | > > > | > > X
SCGW120404 12.7 4.76 5.56 0.4 25 O O O O * O % O
. SCGW120408 12.7 4.76 5.56 0.8 2.3 O O O O * O % O
SCGW120412 12.7 476 5.56 1.2 2.1 O O O O * O % O
- SCGW120404-2 12.7 4.76 5.56 0.4 25 * Kk Kk k&
. SCGW120408-2 12.7 4.76 5.56 0.8 2.3 * Kk * X
SCGW120412-2 12.7 4.76 5.56 1.2 2.1 o O O O
SCGW120404-4 12.7 476 5.56 0.4 25 O O O O
™
ﬁ SCGW120408-4 12.7 476 5.56 0.8 2.3 O O O O
SCGW120412-4 12.7 476 5.56 1.2 21 O O O O
SCGW120404-4 12.7 4.76 5.56 0.4 25 O O O
SCGW120408-4 12.7 4.76 5.56 0.8 2.3 o O O
SCGW120412-4 12.7 4.76 5.56 1.2 2.1 O O O
SCMX120404 12.7 4.76 4.4 0.4 25 * O % O
SCMX120408 12.7 4.76 4.4 0.8 2.3 * O % O
SCMX120412 12.7 4.76 4.4 1.2 2.1 *x O % O

Type of cutting edge

% Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order

YCBO11 YCB012 YCB121 YCB211 YZB121 YZB221 YZB231
Negative inserts
T01515 S01020 S02020 T01525 S01020 T02020 T02025
Positive inserts
Applicable tool
SSBCR/L SSSCR/L SSKCR/L
Kr:75° Kr:45° Kr:75°
Page  A193 A193 A194
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General Turning Inserts TURN’NG A

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff PCBN&PCD inserts

e TCI:”:' (Positive inserts)

(2 Good working condition () Normal working condition  (:<) Bad working condition \
g% i g m Super hard material W © ©
sic /N 77 s -
o mCastiron © © © e
2 AL od 3
r ; gi Non ferrous metal D O O 6
Dimensions(mm) Grade
Inserts shape Type - 8 3 s = S| & § ¢ E
> > > >|> > > |> > > > z
TCGW090204 556 | 2.38 25 0.4 25 |O O O O * O *x O 5
TCGW090208 5.56 2.38 25 0.8 22 |O O O O *x O % O =
TCGW110202 6.35 2.38 2.8 0.2 25 O O O O * O % O
TCGW110204 6.35 2.38 238 0.4 25 O O O O *x O % O
.* TCGW110208 6.35 2.38 2.8 0.8 2.2 O O O O * O % O
TCGW110304 6.35 3.18 2.8 0.4 2.5 O O O O * O % O
TCGW16T304 9.525 3.97 4.4 0.4 25 O O O O * O % O
TCGW16T308 9.525 3.97 4.4 0.8 2.2 O O O O * O % O
TCGW16T312 9.525 3.97 4.4 1.2 2.0 O O O O * O % O
TCGW090204-3 5.56 2.38 25 0.4 25 O O O O
TCGW090208-3 5.56 2.38 25 0.8 2.2 O O O O
TCGW110202-3 6.35 2.38 2.8 0.2 25 o O O O
) TCGW110204-3 | 635 | 238 | 28 | 04 | 25 | % * * %
. . ‘ TCGW110208-3 6.35 2.38 2.8 0.8 22 *x Kk Kk %k
TCGW110304-3 6.35 3.18 2.8 0.4 25 * Kk * K
TCGW16T304-3 | 9.525 | 3.97 4.4 0.4 25 [k Kk Kk Kk
TCGW16T308-3 9.525 3.97 4.4 0.8 2.2 * Kk Kk K
TCGW16T312-3 9.525 3.97 4.4 1.2 2.0 O O O O
TCGW090204-3 5.56 2.38 25 0.4 2.5 o O O
TCGW090208-3 5.56 2.38 25 0.8 2.2 O O O
TCGW090212-3 5.56 2.38 25 1.2 2.2 O O O
d TCGW110304-3 6.35 2.38 2.8 0.4 25 O O O
. a ' TCGW110308-3 6.35 2.38 2.8 0.8 2.2 O O O
TCGW110312-3 6.35 3.18 2.8 1.2 22 o O O
TCGW16T304-3 9.525 3.97 4.4 0.4 25 O O O
TCGW16T308-3 9.525 3.97 4.4 0.8 22 O O O
TCGW16T312-3 9.525 3.97 4.4 1.2 2.2 O O O

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

Applicable tool

STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:91° Kr:91° Kr:60° Kr:91°
Al
Page A195 A195 A196 A197 A225
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A TU RNIN G General Turning Inserts

PCBN&PCD inserts - -------- oo

e TCDD (Positive inserts)

() Good working condition (1) Normal working condition (<) Bad working condition \
60°
S, S m Super hard material W © (D)
] z
m - .
-] ® mCastiron © (@) © B
ody-fi—tr 3
I
7T g !
‘*7'0“ o Non ferrous metal QL QO W &
Dimensions(mm) Grade
é Inserts shape Type T 8 3 olgs 5 sl & 5 ¢
& 21.c S od r a |8 8 @ & n & /8 3 & 8
o o (@] o (@] N N N O o O o
S > > > > | > > > | > > X
=
& TCMX090204 5.56 2.38 25 0.4 2.5 * O % O
TCMX090208 5.56 2.38 25 0.8 2.0 *x O % O
TCMX110202 6.35 2.38 2.8 0.2 25 * O % O
TCMX110204 6.35 2.38 2.8 0.4 25 * O % O
pase] TCMX110208 635 | 238 2.8 0.8 2.0 * O *x O
e TCMX110304 63 | 318 | 28 | 04 | 25 * O % O
TCMX16T304 9.525 3.97 4.4 0.4 2.5 * O *x O
TCMX16T308 9.525 3.97 4.4 0.8 2.0 * O % O
TCMX16T312 9.525 | 3.97 4.4 1.2 2.0 * O % O
% Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
Type of cutting edge
YCBO11 YCB012 YCB121 YCB211 YZB121 YZB221 YZB231
Negative inserts
T01515 S01020 S02020 T01525 S01020 T02020 T02025
Positive inserts
Applicable tool
STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:91° Kr:91° Kr:60° Kr:91°
- - -
jrr
Page A195 A195 A196 A197 A225
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General Turning Inserts TURN’NG A

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff PCBN&PCD inserts

s VBI:' I:l (Positive inserts) ~
(2 Good working condition () Normal working condition  (:<) Bad working condition
/\350 . g m Super hard material V) © @
gIC S 5= 1] z
la Qd ] o m Cast iron © © O ®
I~ > — g
g ,
o Non ferrous metal W OO O &
Dimensions(mm) Grade
Inserts shape Type - N = |- = <l & = < 5
S o ¥ 5/ ¥ 2/ ¥ § B g
agl.c S ad r la A @@ m O|lm o o|aa a a 1 2
O O O O|]N N N|O O O O 3
> > > > | > > >|> > > > 5
VBGW160404 9.525 4.76 4.4 0.4 2.8 o O O O * O % O %
=%}
VBGW160408 9.525 4.76 4.4 0.8 2.5 o O O O * O % O
hlﬁl’ VBGW160412 9525 | 476 4.4 1.2 20 |O O O O * O % O
VBGW160404-2 9.525 4.76 4.4 0.4 2.8 *x Kk Kk %k
o VBGW160408-2 9.525 4.76 4.4 0.8 2.5 *x Kk Kk Kk
S VBGW160412-2 | 9525 | 476 44 1.2 20 |O O O O
VBMX160404 9.525 4.76 4.4 0.4 2.8 * O % O
VBMX160408 9.525 4.76 4.4 0.8 25 * O % O
VBMX160412 9.525 4.76 4.4 1.2 2.0 * O % O

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

Type of cutting edge
YCBO11 YCB012 YCB121 YCB211 YZB121 YZB221 YZB231
Negative inserts
T01515 S01020 S02020 T01525 S01020 T02020 T02025
Positive inserts
Applicable tool
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93° |
-:-F'"F'H-F-F
-h n‘ M & y
Page A188 A189 A190 A228 A229
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A TU RNIN G General Turning Inserts

PCBN&PCD inserts - -------- oo

e VCI:”:l (Positive inserts)

() Good working condition () Normal working condition (<) Bad working condition \
s S m Super hard material © © ©
m - -
o m Cast iron © © O
3
B ~
2 Non ferrous metal WO W &
Dimensions(mm) Grade
-
8 Inserts shape Type - N - |- = = |T o9 = <
z S 3 ¥ 5|8 38 %/ ¥ 9 %
g al1.c S od r la O @ mm O | m o @ @ o a
e O (&) O (&) N N N O o O o
o > > > > | > > >|> > > >
=
§ VCGW160404 9.525 4.76 4.4 0.4 2.8 * O % O
E VCGW160408 9.525 4.76 4.4 0.8 25 * O % O
VCGW160412 9.525 | 4.76 44 1.2 2.0 *x O *x O
VCMX 160404 9.525 | 4.76 44 0.4 2.8 *x O % O
VCMX160408 9.525 | 4.76 44 0.8 25 *x O % O
VCMX160412 9.525 4.76 4.4 1.2 2.0 *x O % O

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

Applicable tool

SVVCN SVJCR/L
Kr:72°30' Kr:93°
/ 2

Page A191 A192

e RCI:”:' (Positive inserts)

() Good working condition (%) Normal working condition (<) Bad working condition \
o = Super hard material YO D)
e 7 ’%m ~ -
el
S ) )
o m Cast iron © © v @
5
S o)
o Non ferrous metal W O U @
Dimensions(mm) Grade
Inserts shape Type - A - == = = | SN <« <
S 5 & 8|Y § gl ¥ § &
a1.C S r M @ O M| m M @m|aa a a o
o (@] o (@] N N N (@] (@] O (@]
> X > | > > > | > > >
RCGN090300 9.525 3.18 * Kk Kk
RCGN120400 12.7 4.76 *x kX
RCGN120700 12.7 7.94 *x kX
RCGN150700 15.875 7.94 *x ok Xk

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
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General Turning Inserts TURN ’ N G

------------------------------ PCBN&PCD inserts

Abnormal failure

Abnormal failure and solutions for cast iron machining

Solution

Breakage occurring on chamfer of rake
face

Breakage - ——
Edge crashing when finishing grey cast

iron

Enlarge chamfered negative rake angle

Abrasion occurring when machining
nodular cast iron

Change to dry cutting

/:\s] =101y 1| Abrasion under dry cutting conditions

Reduce cutting speed

Abrasion occurring when machining grey
cast iron

Change to dry cutting; increase cutting speed

Poor surface finish

Increase cutting speed; increase nose radius; reduce feed rate

Surface

. Bad cylindricity and coaxialit
quality ylindricity xiality

Reduce nose radius; improve stability; change to positive insert

Burrs

Change to positive insert; reduce chamfer width

Abnormal failure

Abnormal failure and solutions for hardened steel

Solution

Cutting edge breakage

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

=IEELET N Flaking and crater wear on rake face

Reduce cutting speed

Thermal cracks

Change to dry cutting; reduce cutting speed

Wear occurring on chamfer of rake face

Abrasion
Rapid wear when finishing grey cast iron

Reduce cutting speed

Vibration
Poor surface

Reduce chamfered negative rake angle; reduce nose radius; reduce
feed rate; improve stability

Surface
quality

finish
Tool mark

Increase nose radius; reduce feed rate; change to dry cutting;
increase cutting speed

Bad cylindricity and coaxiality

Reduce nose radius; improve stability; change to positive insert
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A TU RN ' N G General Turning Inserts

Ceramic inserts

A140

/

Ceramic inserts code key

\

Insert shape Tolerance class

I\'ss" I hsz" I 50°
A B C
'E ‘= <:> Code | Nose height M lnscribed circle Thickness S Code | Nose height M nscribed circle Thickness S
D E H Tolerance(mm) [Tolerance(mm) | Tolerance(mm) Tolerance(mm) [Tolerance(mm) | Tolerance(mm)
555° / ‘ 86° A +0.005 +0.025 +0.025 J +0.005 +0.05-+0.13| £0.025
K L M F +0.005 +0.013 +0.025 K +0.013 +0.05-+0.13| +0.025
Q A (o +0.013 +0.025 +0.025 L +0.025 +0.05-+0.13| £0.025
P S T H +0.013 +0.013 +0.025 M | £0.08-£0.18 |+0.05-+0.13| +0.13
E 50° Others E +0.025 +0.025 +0.025 N | £0.08-£0.18 | +0.05-#0.13| +0.025
Vv . w Z G +0.025 +0.025 +0.13 U | £0.13-£0.38 | +0.08-+0.25| +0.13
AN J
®

!

Clearance angle of main cutting edge

Clearance Clearance
Code angle Code angle
A B

\.:30 | 50
| = |o

—H—7° 15°
E F

20° 25°
o A= |«
30° ~-0°
Other
P 0 clearance
11° angle

Chipbreaker and clamping system

Code OO Section plane of insert
hole
>65°
>65°
c With
A |
<65°
<65°
S (=]
X S Special

cnfcla




General Turning Inserts TURN’NG A

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Ceramic inserts

Length of cutting edge

Insert shape Code | Nose radius(mm)
Diameter
of IC c D S T v w 00 No radius
(mm) Q Q Q 'A' g Q» Thickness is defined as height from bottom of
— insert to the highest part of cutting edge. 02 0.2
3.97 06
Insert Insert
5.0 ERel thickness(mm) e thickness(mm) 04 04
5.56 09
5.0 02 2.38 06 6.35 08 0.8
6.35 7 1 Fry
0 0 L T2 2.58 T6 6.75 12 1.2 =
8.0 3
9.525 09 11 09 16 16 06 S
16 1.6 >
i 03 3.18 07 7.94 £
12.0 20 2.0 £
12.7 12 15 12 22 22 08 I 3.97 09 9.52 E
15.875 16 15 27 24 2.4 I
ha 16 04 4.76 T9 9.72 3
19.05 19 19 33 32 3.2
556 T4 4.96 1 11.11 o
X ers
250 ...28..)..25 05 5.56 12 12.70
25.4 25 Diameter
31.75 of insert Round insert
2 Ll . (Metric) )

I

Eﬁml

pe of cutting edge ‘ Chamfer width (mm)

Code curﬁynr;eez; . | Picture W |
N g
E Honing W
010 0.10 040 0.40 05 5°
T Chamfering Wil g 015 0.15 045 0.45 10 10°
‘ 020 0.20 050 0.50 15 15°
s C'l?,’;‘;?nr;"g Zp 025 | 025 | 100 | 1.00 20 20°
030 0.30 | 200 2.00 25 25°
F |sheredges| ZZZT 035 | 0.35 30 30°
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A TU RN ' N G General Turning Inserts

Ceramicinserts

( ) Good working condition\
() Normal working condition (=) Bad working condition
5 = . .
_,'3 ﬂ Steel @ ® @ ®
(1]
3
5
§ m Castiron @ @ @ @ @ @
=
Dimensions(mm) Grade
P Inserts shape Type o o o
] S =) S
g L @1.c S od r S 2 S
2. < z =z
5 (3] &) &)
=
g CNGA120404T02020 12.9 12.7 4.76 5.16 0.4 *
CNGA120408T02020 12.9 127 4.76 5.16 0.8 *
’ CNGA120412T02020 12.9 127 4.76 5.16 1.2 *
CNGA160608T02020 16.1 15.875 6.35 6.35 0.8 *
CNGA160612T02020 16.1 15.875 6.35 6.35 1.2 *
CNGA160616T02020 16.1 15.875 6.35 6.35 1.6 *

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

Applicable tool

DCLNR/L PCBNR/L PCLNR/L PCLNR/L
Kr:95° Kr.75° Kr:95° Kr:95°
: -
Page A164 A171 A172 A214
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General Turning Inserts TURN’NG A

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Ceramic inserts

/ ) Good working condition\
(1) Normal working condition (=) Bad working condition
g (~ ) N ~ A o
_,.3 ﬂ Steel © (N © ®
ﬁ
:
% [[§ castiron © 0O ©6
o
Dimensions(mm) Grade
Inserts shape Type o . o ”
S =] S 5
L gl.Cc S ad r S = g 2
< =z pd R
CNGN120404T02020 12.9 12.7 4.76 - 0.4 * E
S
CNGN120408T02020 12.9 12.7 4.76 - 0.8 * @) *
CNGN120412T02020 12.9 12.7 4.76 - 1.2 * @) *
CNGN120708T02020 12.9 12.7 7.94 - 0.8 * @) *
CNGN120712T02020 12.9 12.7 7.94 - 1.2 * O *
CNGN120716T02020 12.9 12.7 7.94 - 1.6 * O *
CNGN160408T02020 16.1 15.875 4.76 - 0.8 *
CNGN160412T02020 16.1 15.875 4.76 - 1.2 * O *
CNGN160416T02020 16.1 15.875 4.76 - 1.6 * *
CNGN160612T02020 16.1 15.875 6.35 - 1.2 *
CNGN160616T02020 16.1 15.875 6.35 - 1.6 * @) *

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

Applicable tool

CCLNR/L
Kr:95°

U -

Page A202

A143



A TU RN ' N G General Turning Inserts

Ceramicinserts

( ) Good working condition\
) Normal working condition (%) Bad working condition
_,'3 ﬂ Steel @ ® @ ®
(1]
3
=
% [ castiron © 0O ©6
S 3
Dimensions(mm) Grade
o Inserts shape Type o . -
] =) o =]
g L gl.Cc S ad r S e S
= 5 z 2
§ CNGX120712T02020 12.9 12.7 7.94 - 1.2 *
\ CNGX120716T02020 12.9 12.7 7.94 - 1.6 *
-

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

Applicable tool

JCLNR/L
Kr:95°
Page A206
( 2 Good working condition\
(&) Normal working condition (=) Bad working condition
5 g ﬂ Steel © ® © B
agIC Wv‘ "5
3
[a)
]
(7~ 1 :
T a DY D
. E 5 m Cast iron @ @ (—) @ @ QD)
Dimensions(mm) Grade
Inserts shape Type o - -
S S S
L a1.C S ad r S =4 <
< b= =z
(&) O (@]
DNGA150604T02020 15.5 12.7 6.35 5.16 0.4 *
. DNGA150608T02020 15.5 12.7 6.35 5.16 0.8 *
- fl' DNGA150612T02020 15.5 12.7 6.35 5.16 1.2 *
DNGA150616T02020 15.5 12.7 6.35 5.16 1.6 *

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

Applicable tool

DDJNR/L PDJNR/L PDNNR/L PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:62°30' Kr:93°
r™ -
X
Page  A165 A173 A174 A215 A216
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General Turning Inserts TURN’NG A

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Ceramic inserts

( ) Good working condition\
(1) Normal working condition (=) Bad working condition
A 5 g ﬂ Steel @ & @ (]
@1C y 3 = =
ﬁ
/s 3
£ 3 YR o
A ngastlron @ @(_)@ @ @
Dimensions(mm) Grade
Inserts shape Type S o - %)
S S S 5
L agl.c S ad r S S I z
g R
' :
DNGN150408T02020 15.5 12.7 4.76 - 0.8 * * * §
DNGN150412T02020 15.5 12.7 4.76 - 1.2 * * *

f DNGN150704T02020 15.5 12.7 7.94 - 0.4 * * *
DNGN150708T02020 15.5 12.7 7.94 - 0.8 * * *
DNGN150712T02020 15.5 12.7 7.94 - 1.2 * * *
DNGN150716T02020 15.5 12.7 7.94 - 1.6 * * *

% Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
Applicable tool
CDJNR/L
Kr:93°
Page A203
/ ) Good working condition\

(L) Normal working condition (<) Bad working condition

© © oo

© 00 06

|eLSew ada1dy10/

e
s o
2
o
=)

Dimensions(mm) Grade

Inserts shape Type o . -
o o o
L gl.c S ad r S 2 8
< z z
S O O

DNGX150712T02020 15.5 12.7 7.94 - 1.2 *

\ / DNGX150716T02020 15.5 12.7 7.94 - 1.6 *

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

Applicable tool

JDJNR/L
Kr:93°

>
Page A206
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A TU RN ' N G General Turning Inserts

CeramiC INSEItS -~~~ -~~~ -~ - - -~ -l

\

) Good working condition\

) Normal working condition (%) Bad working condition
90’ 5 . .
N 2 [ steel © @ © e
aglIc // = B,
~ \ 2
oa] :
\. % ] o N
; \_L/ %mCastiron @ @@@ @ @
Dimensions(mm) Grade
a Inserts shape Type . o =
] S S o
g L gl.c S ad r e = S
= < z z
= O O O
§ SNGA120404T02020 12.7 12.7 4.76 5.16 0.4 *
. SNGA120408T02020 12.7 12.7 4.76 5.16 0.8 *
SNGA120412T02020 12.7 12.7 4.76 5.16 1.2 *
SNGA120416T02020 12.7 12.7 4.76 5.16 1.6 *
% Recommended grade (always stock available) @ Available grade (always stock available) OMake-to-order
Applicable tool
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
Page  A166 A175 A176 A177 A178 A217
( O Good working condition\
(L) Normal working condition (=) Bad working condition
OE an o
_,'-5 B Steel @ (c) @ (O)
3
o
:
g’{ m Castiron @ @ Q_’) @ @ @
&,
Dimensions(mm) Grade
Inserts shape Type =) = =
L @l.c s od r < = S
(&) (@] O
SNGX120708T02020 12.7 12.7 7.94 - 0.8 *
0 SNGX120712T02020 12.7 12.7 7.94 - 1.2 *
I SNGX120716T02020 12.7 12.7 7.94 - 1.6 *

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

Applicable tool

JSDNN
Kr:45°

\

Page A207
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General Turning Inserts TURN’NG A

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Ceramic inserts

( () Good working condition\
(1) Normal working condition (=) Bad working condition
g (~ A o (A o
_,.3 ﬂ Steel © (N © ®
ﬁ
=
% [[§ castiron © 0O ©6
o
Dimensions(mm) Grade
Inserts shape Type o o o 2
L gl.c s ad r 8 S S 2
5 5 2 <
SNGN090308T01020 9.525 9.525 3.18 - 0.8 * g
(o]
SNGN090312T01020 9.525 9.525 3.18 - 1.2 *
SNGN120404T02020 12.7 12.7 4.76 - 0.4 * O *
SNGN120408T02020 12.7 12.7 4.76 - 0.8 * (@] *
SNGN120412T02020 12.7 12.7 4.76 - 1.2 * *
SNGN120416T02020 12.7 12.7 4.76 - 1.6 *
SNGN120704T02020 12.7 12.7 7.94 - 0.4 *
SNGN120708T02020 12.7 12.7 7.94 - 0.8 * O *
SNGN120712T02020 12.7 12.7 7.94 - 1.2 *
_ SNGN120716T02020 12.7 12.7 7.94 - 1.6 *
SNGN150708T02020 15.875 15.875 7.94 - 0.8 * O *
SNGN150712T02020 15.875 15.875 7.94 - 1.2 * O *
SNGN150716T02020 15.875 15.875 7.94 - 1.6 *
SNGN190708T03020 19.05 19.05 7.94 - 0.8 *
SNGN190712T03020 19.05 19.05 7.94 - 1.2 *
SNGN190716T03020 19.05 19.05 7.94 - 1.6 *
SNGN190724T03020 19.05 19.05 7.94 - 2.4 *
SNGN191024T04020 19.05 19.05 10.05 - 24 *
SNGN251024T10015 254 254 10.05 - 2.4 *

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

Applicable tool

CSRNR/L
Kr:75°

Page A204

A147



A TU RN ' N G General Turning Inserts

Ceramicinserts —— -

/ ) Good working condition\
L) Normal working condition (=) Bad working condition
_,'3 ﬂ Steel @ (o) @ @
g
5
% [ castiron © 0O ©6
o
Dimensions(mm) Grade
A Inserts shape Type o . o
o S o S
g L al.c S od r S e S
3 3 5 5
§ TNGA160404T01020 16.50 9.525 4.76 3.86 0.4 *
TNGA160408T02020 16.50 9.525 4.76 3.86 0.8 *
. TNGA160412T02020 16.50 9.525 4.76 3.86 1.2 *
— TNGA220408T02020 22.00 12.7 4.76 5.16 0.8 *
TNGA220412T02020 22.00 12.7 4.76 5.16 1.2 *
TNGA220416T02020 22.00 12.7 4.76 5.16 1.6 *

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

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:91° Kr:91° Kr:60° Kr:90° Kr:90°

o =
Page A167 A179 A180 A181 A218
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General Turning Inserts TURN’NG A

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Ceramic inserts

( ) Good working condition\
(L) Normal working condition (X Bad working condition
S =
o n )
_,.3 ﬂ Steel @ () @ (]
g
5
"-_‘3', m Castiron @ @ @ @ @ @
o
Dimensions(mm) Grade
Inserts shape Type o o o )
3 S 1S3 5
L al.c S od r (=) S S @
< P4 z =
] o O E
TNGN160404T02020 16.50 9.525 4.76 - 0.4 * §
TNGN160408T02020 16.50 9.525 4.76 - 0.8 * (@] *
TNGN160412T02020 16.50 9.525 4.76 - 1.2 * *
TNGN160708T02020 16.50 9.525 7.94 - 0.8 * (@] *
TNGN160712T02020 16.50 9.525 7.94 - 1.2 *
W | TNGN160716T02020 | 1650 9.525 7.94 - 16 *
TNGN220408T02020 22.00 12.7 4.76 - 0.8 * (@] *
TNGN220412T02020 22.00 12.7 4.76 - 1.2 * *
TNGN220416T02020 22.00 127 4.76 - 1.6 * (©] *
TNGN220712T02020 22.00 12.7 7.94 - 1.2 *
TNGN220716T02020 22.00 12.7 7.94 - 1.6 *

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

Applicable tool

CTJNR/L
Kr:93°

L/

Page A202
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General Turning Inserts

(0 Good working condition
(L) Normal working condition (<) Bad working condition
CE> ) )
_,.3 ﬂ Steel © () © ®
m
B
=
§ m Castiron @ @ Q_D @ @ @
o
Dimensions(mm) Grade
o Inserts shape Type o o =
] S S S
g L dl.Cc S ad r S =) Q
A < P4 z
= (&) o (&)
§ WNGA080408T02020 8.69 12.7 4.76 5.16 0.8 *
[ WNGAO080412T02020|  8.69 12.7 476 5.16 12 *
B | WNGA080416T02020| 869 12.7 4.76 5.16 16 *
% Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
Applicable tool
DWLNR/L PWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95;//f/'
>
- -
L)
Page  A170 A182 A219

/

() Good working condition
() Normal working condition (=) Bad working condition
S, =
I an AN
_,'% ﬂ Steel @ @ @ (C)
-+
:
§ m Cast iron @ @ @ @ @ @
=
Dimensions(mm) Grade
Inserts shape Type o o o
o o o
L al.C S []o] r S e Q
< z =
(&) &) &)
RNGN090400T02020 9.53 4.76 - *
RNGN120400T02020 12.7 4.76 - - * O *
RNGN120700T02020 12.7 7.94 - * O *
\ i RNGN150700T02020 15.875 7.94 --- - * O *
RNGN190700T03020 19.05 7.94 * ) *
RNGN251000T05020 25.40 10.05 *

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

Applicable tool

CRDNN

\

Page A205
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double-clamping tool holder



A TURN 'N G General Turning Tools

Applications sketch map of turningtools ------------------------ooooo e

@ External and internal turning

External turning

Tool holder type
DTINR/LOO DSBNR/LOO PCBNR/LOO PSBNR/LOO PSSNR/LOO PTGNR/LOO PTTNR/LOO
SCACR/LOO SSBCR/LOO SSSCR/LOO STACR/LOO STGCR/LOO STTCR/AOO SWACR/LOO

Bemal f&‘,‘:,ien’éd Tool holder type Profile turning Tool holder type
DCLCR/LOO DWLNR/LOO DVVNNOO PDNNR/LOO PSDNNOO  SDNCNOO
E - PCLNR/LOO PWLNR/LOO SVVBNOO SVVCNOO  SSDCNOO  SRDCNOO
SCLCR/LOO CKNNR/LOO

>
=]
=
=
=%}
=1
S
=
w
w
=
a
(=g
(o]
=
=]
Y
<
o
=8
(=g
5]
=5
2.
S
aQ
(=g
S
S
@

_|I

A152

Profile turning Tool holder type End surface turning Tool holder type
DDJNR/LOO DVJNR/LOO PDJINRLOO SRGCR/LOO PSKNR/LOO PTFNR/LOO
E—r—— - |SDACR/LOO SDJCR/LOO SVABR/LOO ==I‘ SSKCR/LOO STFCR/LOO
SVJBR/LOO SVJCRALOO CKJINR/LOD ——
g
_2 e!
wa
. G N b\ b\
'g’g'f SO-PSKNR/LO | SO-PCLNR/AO | SO-PDSNR/ALO | SO-PDUNR/LO | SO-SDQCRLO | SO-SDZCR/LO
71| SO-PTFNRAO | SO-PWLNRILO SO-SDUCR/LO | SO-SDQPR/LO
33 SO-SCFCRO SO-SCLCRILO SO-SDUNR/LO | SO-SVQBR/LO
| SO-SSKCRLO | SO-SCLPRLO SO-SDUPR/LO | SO-SVQCRILO
g. SO-STFCR/LO SO-SVUBR/LO
=" | SO-STUPRILO SO-SVUCR/LO

—
g g8
EER
g3 g
% § g." N b\ AN
23S
g ~ | CO-STUPRLO CO-SCLPR/LO CO-SDUPR/LO | CO-SDQPR/LO
==3 CO-SVUCRILO | CO-SVQCR/LO




@ Parting, grooving and threading tools

General Turning Tools
Applications sketch map of turning tools

CEGMCENE  QECS26/32N

LENTLEIELEY G EYE QZS026/32

QECODORY/LO the Little Squirrel series
QzQOR/LO

ZQSOR/LO

QTORO

Precise grooving and turning  QECDOIR/L025 tsf;ilglttle Squirrel
External recess and profilng ~ QXCIDOIR/LOI-45 L1 99

External grooving for hard-to- QEOSOR/LO DNthe.LittIe Squirrel
B series

machine materials

External parting,

grooving, turning and

profilin

Y External threading tools ZSER/LO

End surface grooving,

Internal threading tools ZSIR/LO

Internal grooving, CO-QODRILO the Little Squirrel
turning Sl

turning

A153
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A154

How to select external turningtools-------—-----------------------ooo

/ How to select external turning tools \

Hl Explanation of external turning tools detailed table

@ Listed according to clamping types.

—=o Approach angle of tools

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

Inserts type

Corresponding tool holders of insert CN[] []

¢ Specification chart

Application chart &———
The arrow shows suitable applications
such as external turning, profiling and
end turning, etc.

D-type clamping

Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type
R{L|a|b|L|h|s]|e # ﬂ r"- ALY w 9
DCLNRJ/L| 1616H09 | A | A | 16 | 16 | 100 [ 16 | 20 | 24
2020K09 | A | A | 20 | 20 | 125 | 20 | 25 | 24 [CM5X22C| CO9BM | WH30L | C1RA |SM5x8.65XA1| SPR6
2525M09 | A | A | 25 | 25 | 150 | 25 | 32 | 24
2020K12 | A | A | 20 | 20 [ 125 | 20 | 25 | 28
2525M12 | A | A | 25 | 25 | 150 | 25 | 32 | 28 |CM6x25C| C12BM | WHA4OL | C2RA | SM6X10XA1 | SPR4
3225P12 | A | A | 32 | 25 [ 170 | 32 | 32 | 28
AStock available /\Make-to-order
Applicable inserts
S P For semi- q For heavy For cast iron PCBN&PCD
Rt hediishing finishing Forroughing o chining machining inserts
DR HPR Without chipbreaker | Without chipbreaker
Double | P
5\;’: ’Q\ H ' £
_— A% A57 J A57 Bl A120
DR Vithou: chipheaker
Single- || - |
3 AS6 Bl A120
Without chipbreaker
Inserts sh ol N
nserts shape [ - -
A56 L_ilmzo

side
ER

Single- -
swded A56

DCLNR/LOOH/K/MO9  CNDO090300  CNOO090300

DCLNR/LOOK/M/P12  CNOO120400 CNOO120400

CNOO120400

CNOO120400  CNOO120400 CNOO120400

adAy 4apjoy 0oL

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

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



A156-A159
A160-A161
A162-A201
A162-A170
A171-A182
A183-A200
A201
A202-A207

External Turning Tools

External turning tools overview

External turning tools code key

Detailed table of external turning tools
External turning tool holders by D type clamping
External turning tool holders by P type clamping
External turning tool holders by S type clamping
External turning tool holders by C type clamping

Detailed table of external turning tools (ceramic)
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A TURN 'N G General Turning Tools

External turning tools overview -------------oooooo oo

> . Applicable
o 3 Turning type workpiece shape
) =
o
.3_ g External | End surface | External and end Profile Profile Profile Short, Thick | Thin, Long
‘g Tool type :‘ turning turning surface turning turning turning turning Page
< @
g 2 [ I R e
5 3 | E | E =
<
DCLNR/L
. 95 © © A164
e g
= DDJNR/L
E
& 93 © © © A165
g
g DSBNR/L
2
= = 75 © © A166
DTGNR/L
n ‘ PRI ) © © | ae7
DVVNN
n 72.5 © © A168
DVJNR/L
* 93 © © © | A189
DWLNR/L
' 95 @ @ A170
PCBNR/L
4 75 @ @ A171
-
PCLNR/L
. 95 © © A172
P PDJNR/L
g 93 © © © | A173
PDNNR/L
63 @) © A174
- w

© Recommended © Available

A156



General Turning Tools

External turning tools overview

> . Applicable
o 3 Turning type workpiece shape
[ =
3 3 . . .
g_ g External Entd sqrface Extt:frnaletmdlend tProflle tProflle tProflle Short, Thick | Thin, Long
@ Tool type o urning urning suriace turning urning urning urning Page
(]
3 8 —
g - - [ 1= |
2 | —
g
PSBNR/L
- 75 © © A175
PSDNN
. 45 © © A176
PSKNR/L
=3 75 © © A177
PSSNR/L
- 45 © © A178
o
P PTFNR/L
- ' 91 © © © A179
PTTNR/L
43 60 | © © A180
PTGNR/L
- 90 © © © | A181
PWLNR/L
’ 95 © © A182
SCACRI/L
- 90 © © © | At83
P."
SCLCR/L
s ’ 95 © © © A184
SDACR/L
’ 90 © © © | a8
© Recommended © Available

A157
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A TURN 'N G General Turning Tools

External turning tools overview -------------oooooo oo

> . Applicable
o = Turning type workpiece shape
QO -
3 2
-g_ % Iix:ir:al Entd an:ace Ext;rn:;ztandgnd tPrzf:!Ie tProﬁle tProﬁle Short, Thick | Thin, Long
@ TOOI type = urning urning surface turning urning urning urning Page
(] =
2 s M v
a 2 ] | e — |
BN D= ) B= =0 (=0 D=t
o
SDJCRI/L
g . 93 © © © | atse
g SDNCN
=
®
5 iiill 62.5 © © © | A187
2
2 SVJBRIL
[s’]
=
3 93 © © © A188
SVABRI/L
& 90 © © © A189
SVVBN
y 72.5 © © © A190
SVVCN
:; sy 72.5 © © © A191
SVJCRIL
i‘|lll 93 ®) © © | A192
SSBCRI/L
qIIIII 5| © ®) A193
SSDCN
45 © © A193
SSKCRIL
ﬁilll 75 © © A194
SSSCRIL
> IR ° | |-

© Recommended ©) Available

A158



General Turning Tools

External turning tools overview

> . Applicable
[2) = Turning type workpiece shape
[} =
o
-3_ o External | End surface | Extenalandend |  Profile Profile Profile Short. Thick | Thin. Lon
3 |Tool type :‘ turning turning surface turning turning turning turning ’ ) 9 Page
e S
z - M= [ .
(] —_ e ——— |
1 0= =0 0= b=t B0
.
STACRI/L
p 90 © © © | A195
STFCR/L
5 91 © © A195
STGCRI/L
g | © © © A196
STTCR/L
s ’ 60 © © A197
SWACRI/L
> g | © © © A198
=
SRDCN
l © © A199
SRGCR/L
g © © A200
CKJNR/L
y 93 © © A201
CKNNR/L
I | 63 © © A201
© Recommended © Available

A159
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A TURN 'N G General Turning Tools

External turning tools code key -~~~ -~~~ --ooo oo

' Clampin W Clearance angle of B ;. i tomeio

insert
\ o
& — .
D — double clamping (o3 D
L - Left-hand
i :70 c
g Q
% P — Hole clamping R . s ~ T D %I
0%. P
g R - Right-hand
| e o] o
§_ A )
% S — Screw on T \Y
= N o ?
= —
C — Top clamping w N L_/ﬂ z P N- Right and left hand
J .

! !

o

Tool holder style and approach angle

A B (o3 D E G H
90°
J K L M N P Q

107°30"

P 117°30”
50° 62°30’
95°

60° 120°

60° 72°30

=
)Y




General Turning Tools

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff External turning tools code key

Width of tool holder (mm)

12 12 12 12
16 16 16 16
20 20 20 20
25 25 25 25
32 32 32 32
40 40 40 40
50 50 50 50
. )

e

Length of tool holder (mm)

= » 3 0 9 2 X I

B

100
125
150
170
180
200
250
300

Length of cutting edge

C D R

S
Inserts shape D

—

Inscribed circle (mm)

Length of cutting edge(mm)

5.556 09
6.350 06 07 11
9.525 09 1 09 09 16 16 06
12.700 12 15 12 12 22 22 08
15.875 16 19 15 15 27
19.050 19 19 19 33
25.400 25 25 25 44
32.000 32

A161
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Clamp Clamp

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

 =type Idouiole-clamping
25 tool holder

With newly developed double-clamping

structure, D-type turning tools have high

clamping rigidity and high positioning

accuracy, achieving easy and secure
Tool body clamping of inserts. It is the best choice
for the clamping of straight hole negative
inserts.

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

lug boss on

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

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

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



WV Compared with lever-clamping:

® Accurate locating ensures more stable machining accuracy. @ High clamping rigidity effectively improves
resistance to breakage of insert.
L. - - D-type clamping P -
Machlnlng Stablhty Lever-clamping _ Normal wear of inserts
80.04 9
Y= Q.
o E 8003 —A 7 300( - GEE——
35 I ,/ \ 8 reakage or inserts
T T 80.02 @
°5 [\
3 2 s001 Y2 A\ 3 200 £ N
2 S o0 —~—" g § g
8 8 7900 / ® g 3
. >
Eo v/ \ P E 100 = 5
g 3 79.98 P \ / 5] 3
3 S 7007 3 ~
<= ¥ Q
7996 L L L L L g 0
0 1 2 3 4 5 6 =

Workpiece sampling location

v Compared with similar products of company A:

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

Tool holder: DCLNL3225P12

Insert: YBC252/CNMG120408-DR

Cutting material: 45" steel

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

Force evenly distributed, firm
clamping, high locating accuracy.

After 60 minutes of cutting

Z2CC-CT Similar product of
company A

Similar product of
company A




TURN 'N G General Turning Tools

External turning tools -~~~ - - oo

Corresponding tool holders of insert CN[ ][] Db-type clamping

Kr:95° _
h a
95°
e
L
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring

™
>
=
I
1
=
8,
-
1=
5
2.
=

aQ
-
S
=R
@

Py
=
[
o

e Ocm v o

DCLNR/L| 1616H09 | A | A | 16 | 16 | 100 | 16 | 20 | 24
2020K09 | A | A | 20 | 20 | 125 | 20 | 25 | 24 |CM5X22C| CO9BM | WH30L | C1RA |SM5x8.65XA1| SPR6
2525M09 | A | A | 25 | 25 | 150 | 25 | 32 | 24
2020K12 | A | A | 20 | 20 | 125 | 20 | 25 | 28
2525M12 | A | A | 25 | 25 | 150 | 25 | 32 | 28 |CM6X25C| C12BM | WH40L | C2RA | SM6X10XA1 | SPR4

3225P12 | A | A | 32 | 25 | 170 | 32 | 32 | 28

A Stock available /\Make-to-order

Applicable inserts

Application For finishing e

finishing

For heavy For cast iron PCBN&PCD
machining machining inserts
Without chipbreaker Without chipbreaker

WGM DR == HPR
Wiper I:J_‘;?dbe‘e ,ﬁl ' [ Y
A52 A53 — A5G A57 A57 A120

Without chipbreaker

DR ) )
Sir]g\e- - - Yy

For roughing

A53 A56 A120
SF ER Without chipbreaker
-
Inserts shape Doydb\e J
A52 A54| % A56 A120
EF ER
Single- =5 ?
side

A52 A54 A56

Lol
-
Single-
side
A53 A55 A55

DCLNR/LOOH/K/M09  CNOO0903000  CNOO0903010

DCLNR/LOOK/M/P12 CNOO120400  CNOO120400  CNOO120400  CNOO120400 ~ CNOO120400  CNOO120400

adA) Japjoy |00l

A164



General Turning Tools

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff External turning tools

Corresponding tool holders of insert DN ][] b-type clamping

Kr:93° -
h a
S b
) ‘v
o3

e L 2

(=}

2

B

=

=

Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring E

Type E

RLabthe,*"V(-W@g
DDJNR/L| 1616H11 | A | A | 16 | 16 | 100 | 16 | 20 | 30
2020K11 A | A2 20 | 125 | 20 25 30

CM5x22C| D11BM | WH30L | C1RA |SM5x8.65XA1| SPR6
2525M11 A | A |25 25 | 150 | 25 32 30
3225P11 | A | A | 32 | 25 | 170 | 32 | 32 | 30
2020K15 | A | A | 20 | 20 | 125 | 20 | 25 | 35
2525M15 | A | A | 25 | 25 | 150 | 25 | 32 | 35 |CM6X25C| D15BM | WH40L | C2RA | SM6X10XA1 | SPR4

3232P15 | A | A | 32 | 32 | 170 | 32 | 40 | 35

A Stock available /\Make-to-order

Applicable inserts

Application For finishing For semi-finishing For roughing Fr%;f:i?r:i:gn PCBN&PCD inserts
DF . “ : WGM DR p—— Without chipbreaker Without chipbreaker
ECy Wiper ’ Dodbe ﬂ -/ o ’
A59 A61 A63 Ab4 A122
WGF PM ‘ — DR S Without chipbreaker
Wiper ﬂ 7 Smg\e - - -
A59 not] ¢ P A A122
T— Without chipbreaker
SF DM a ER e
Inserts shape - Doudble -
-8l
ABO A62| ¢ AB3 ' A122
EF : EM
&." & .5
ABO A2 S AB3
NF ﬂ NM g LR -
A0 Ae2 °° A3
DDJNR/LOCOH/K/IM/P11 DNOO110400 DNOO1104003 DNOO1104003
DDJNR/LOOK/M/P15 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600

adAy Japjoy |00
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TURN 'N G General Turning Tools

External turning tools -~~~ - - oo

Corresponding tool holders of insert SN[ [] b-type clamping

DSBNRIL
Kr:75°
|

)
g L
(2]
g Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
2.
= Type
g RIL|a|lb|L|h|s|e o** = f“ £ m @
DSBNR/L| 1616H09 | A | A | 16 | 16 | 100 | 16 | 13 | 26 |CM5x22C| S09BM | WH30L C1RA |SM5x8.65XA1| SPR6
2020K12 | A | A | 20 | 20 | 125 | 20 | 17 | 34
2525M12 | A | A | 25 | 25 | 150 | 25 | 22 | 34 |CM6X25C| S12BM | WH40L | C2RA | SM6X10XA1 | SPR4
3225P12 | A | A | 32 | 25 | 170 | 32 | 22 | 34

3232P15 | A | A | 32 | 32 | 170 | 32 | 27 | 41 |CM6X25C| S15BM | WH40L C3RA SM6X10XA2 | SPR4

A Stock available /\Make-to-order

Applicable inserts

N . For semi- . For heavy For cast iron PCBN&PCD
HEpEEe HeniEling finishing T VT machining machining inserts
DF = v PM DR HPR Without chipbreaker Without chipbreaker
e ———
codlll | iy Doudble ""ﬁ","\ H '} “»
= s s - et
Ae6| °" L A68 A70 [N JA124
B A65 i
EF E : DM DR . Without chipbreaker
e - -
AB5 /66 | A124
SF EM B = ER (— Without chipbreaker
i &l ' L |
Inserts shape E'ﬂ' § -«L_ Doudble ‘ﬂ':, -
AB5 a7 °%* 2124
NM ER ¥ W\thout.ch\pbre.aker
Single-
B e -
A67 H A124
LR
Single-
side
DSBNR/LCICIHO9 SNOO090300 SNOO090300 SNOO090300

DSBNR/LOOK/M/P12  SNOO120400  SNOO120400  SNOO120400  SNOO120400  SNOO120400  SNOO120400

DSBNR/LOOP15 SNOO150600  SNOO150600  SNOO150600 SNOO150600  SNOO150600

adAy Japjoy j00L
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General Turning Tools

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff External turning tools

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

Kr:91° .
h a
b
S ©
91°
e
L g
2
g
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring E
Type g
RLabthefA(-W@g

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

2020K16 | A | A | 20 | 20 | 125 | 20 25 | 25 |CM5X22C| T16BM WH30L C1RA | SM5Xx8.656XA1| SPR6

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

A Stock available /A\Make-to-order

Applicable inserts

Application For finishing For semi-finishing For roughing F;;Z?}?rtﬂ:gn PCBN&PCD inserts
Without Without
DF N WGM EouRble /\ ch‘ipboriaker ch‘ipbor:aker
- Wiper e A - -
Em——  A73 A74 NG —— A78 B 7126
" Without -
WGF PM o) DR ch‘ipbor:aker
Wiper - Single-
Inserts shape - Without
SF DM i 4 y ER chipbreaker *
Dotgbele rF -y
— =Sl
AT3 a7 — A6 b 126
EF EM LR :
Single- e
A74 NG A75
DTGNR/LOOH/K/IM16 TNOO160400 TNOO160400 TNOO160400 TNOO160400 TNOO1e0400

adAy Japjoy |00
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TURN 'N G General Turning Tools

External turning tools

Corresponding tool holders of insert VN[ ][ ]

D-type clamping

Kr:72°30'
h a
S =
-L b \’
7230’
e
L
Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type Stock
a | b | L|h|s|e , T r" - w @
DVVNN 2020K16 A 20 20 | 125 | 20 10 44
CM5x22C | V16BM WH30L C6RA | SM5X8.65XA1| SPR6
2525M16 A 25 25 | 150 | 25 | 125 | 44
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing PCBN&PCD inserts
DF PM —— Without chipbreaker
= "“'--.._.'_.,-’-"' in
e 5 AT9 A80 Sy A127
EF DM Without chipbreaker
<= S, s
AT79 A80 Al27
Inserts shape
SF E EM E
A79 A80
NF NM
E A79 @ A80
DVVNNOOK/M16 VNOO160400 vNOO160400 vNOO160400

adA} Japjoy |00L
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General Turning Tools

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff External turning tools

Corresponding tool holders of insert VIN[][] b-type clamping
DVJNRIL
- o 1
Kr:93 h a
s ® e
93’ ‘\v/
e
L
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring 2
=
Type 2
RLabthe,-ﬂ--f"qw@E
DVJNRI/L| 2020K16 | A | A | 20 | 20 | 125 | 20 | 25 | 41 i
CM5x22C | V16BM WH30L C6RA | SM5X8.65XA1| SPR6
2525M16 A | A 25 25 150 | 25 32 41

A Stock available /\Make-to-order

Applicable inserts

Application For finishing For semi-finishing PCBN&PCD inserts
DF PM Without chipbreaker
ﬁ A79 - A80 “ A127
EF DM Without chipbreaker
<= == s
A79 A80 A127
Inserts shape
A79 A80
Vo e
A79 A80
DVJNR/LOOK/M16 vNOO160400 vNOO160400 vNOO160400

adAy Japjoy |00
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TURN 'N G General Turning Tools

External turning tools -~~~ - - oo

Corresponding tool holders of insert WINI[_][] Db-type clamping

Kr:95° 5
h a
b
' S -
95° /
7 : L
[}
g Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
2
i Type
g RIL|a|b|L|h|s|e g** 6 f“ €N w @
DWLNR/L| 1616H06 | A | A | 16 | 16 | 100 | 16 | 25 | 25
2020K06 | A | A | 20 | 20 | 125 | 20 | 25 | 24 |CM5x22C| WO06BM | WH30L | C1RA |SM5x8.65XA1| SPR6
2525M06 | A | A | 25 | 25 | 150 | 25 | 32 | 24
2020K08 | A | A | 20 | 20 | 125 | 20 | 25 | 31
2525M08 | A | A | 25 | 25 | 150 | 25 | 32 | 31 |CM6Xx25C| WO8BM | WH40L | C2RA | SM6X10XA1 | SPR4

3225P08 | A | A | 32 | 256 | 170 | 32 | 32 | 31

A Stock available /A\Make-to-order

Applicable inserts

Application For finishing For semi-finishing For roughing e ca.stllron PCBN&PCD inserts
machining
DF WGM DR P ) Without Without
‘._ Wiper A Double _"ﬁ'; chipbreaker chipbreaker = il§
g A82| % e Ag4 s B 125
WGF PM Without -
Wiper -'\" chipbreaker -y
A81 5 A128
SF DM i Without *
Inserts shape A i chipbreaker g
s
A81 A83 Sl 125
"a." A
A82 A83
Y-
A82 A84
DWLNR/LOOH/K/MO06 WNOO0e0400 WNOOo06e0400 WNOOoe040O WNODO060400
DWLNR/LOOK/M/P08 WNO[OJo8o4OOd WNO[O0804001 WNO[OJo8o4OOd WNO[0804001 WNO[O080400

adAy Japjoy |00L

A170




General Turning Tools

**************************************************************************** External turning tools

Corresponding tool holders of insert CN ][] p-type clamping

Kr:75° _
h a
s 6@ b
a1 (9])
75"e
L
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin

]
)
<)
2
©0

R=
=
£
3
2

=
=
£
%
g
=

)

Type
iasinlils o B b K

PCBNR/L | 2020K12 | A | A | 20 | 20 | 125 | 20 | 17 | 27

2525M12 | A | A | 25 25 | 150 | 25 22 27 LEM8 X 21 C12AP WH30L L4 SP4

3232P12 | A | A | 32 | 32 | 170 | 32 | 27 | 27

2525M16 | A | A | 25 | 25 | 150 | 25 | 22 33

LEM8X25 C16AP WH30L L5 SP5
3232P16 A | A | 32 32 | 170 | 32 27 33
3232P19 A | A | 32 32 | 170 | 32 27 38
LEM10Xx27 C19AP WH40L L6 SP6
4040819 A | A | 40 40 | 250 | 40 35 38
404082507 | A | A | 40 40 | 250 | 40 35 50 C25AP-07
LEM12 X 36A WH50L L8 SP8
404082509 | A | A | 40 40 | 250 | 40 35 50 C25AP
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing e hgayy For ca§t.iron
machining machining

=}
T

o

PM

— Without
IDDOEEQ I 4 HPR ' chlwpbor:aker '
,‘d =3
A52 A53 A56 A57 d A57

/_
DM == DR o
o Single- = _r

A52 == VAR I S

EF ER
In Doubl )
serts shape ouble -,
A52 A54 A56
NF e ER G
& 5 5
A53 A5 % A56
-
A55
_, PCBNRILOOK/M/P12  CNOO120400 CcNOO120400 CcNOO120400 CcNOO120400 CNOO120400
[e]
(o]
~ PCBNRILOOM/P16 CNOO160600 CcNOO160600 CcNOO1606000 CNOO1606000 CcNOO160600
[e]
= PCBNR/LOOP/S19 CcNOO190600 CcNOO1906000 CNOO1906000 CcNOO190600
(0]
= PCBNR/ILOOS2507 CNOO250700
©
®  PCBNR/LLOCIS2509 CNOO250900
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TURN 'N G General Turning Tools

External turning tools -~~~ - - oo

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

PCLNRIL
Kr:95°

95;
e . r'd

&
z R-type shown
B
g Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
=.
& Type
g RiL|la|b | L|h|s]|e b
=N
PCLNR/L | 1616H09 | A | A | 16 16 | 100 | 16 20 20
2020K09 A | A 20 20 125 | 20 25 22 LEM6 X 13.4A CO09AP WH25L L3 SP10
2525M09 A | A 25 25 | 150 | 25 32 22
2020K12 A | A 20 20 125 | 20 25 28
2525M12 A | A 25 25 150 | 25 32 28 LEM8X21 C12AP WH30L L4 SP4
3232P12 A | A 32 32 170 | 32 40 28
2525M16 A | A 25 25 | 150 | 25 32 33
LEM8 X 25 C16AP WH30L L5 SP5
3232P16 A | A 32 32 170 | 32 40 33
3232P19 A | A 32 32 170 | 32 40 38
LEM10X 27 C19AP WH40L L6 SP6
40405819 A | A | 40 40 | 250 | 40 50 38
4040S2507 | A | A 40 40 | 250 | 40 50 49 C25AP-07
LEM12 X 36A WH50L L8 SP8
4040S2509 | A | A 40 40 | 250 | 40 50 49 C25AP
A Stock available /\Make-to-order
Applicable inserts
N — For semi- ; For heavy For cast iron PCBN&PCD
aeplicaion R finishing Al (R machining machining inserts
DF WGM DR | HPR Without chipbreaker Without chipbreaker
g.@.28."8. 5. =
A52 A53| S m— A5p A57 A57 A120
WGF PM == DR . Without chipbreaker
/ E
WlperE L._- Sm_g\e- - a
A52 J ps3) st W g A120
3 —_ Without chipbreaker
SF ~ DM b ER wc"' -
Inserts shape e il Double i
A52 A54| Side A56 A120
EF EM s ER ©
A52 = A54| side A56
NF == NM [FE=i LR
¥ I
5.8 .o
A53 A55 A55
4 PCLNR/LOOH/K/M09  CNOO090300 CNOOo090300
o
© PCLNR/LOOK/M/P12 CNOO120400 CNOO120400 CNOO1204003 CNOO1204003 CNOO120400 CNOO120400
3 PCLNR/LOCIM/P16 CNOO160600 CNOO160600 CNOO1e60600 CNOO1e0600 CNOO160600
o
o PCLNR/LOOP/S19 CcNOO190600 cNOg190600 CcNOO190600 CNOO190600
g PCLNR/LOIIS2507 CNOO2507000
®  PCLNR/LOOS2509 CNOO2509000
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General Turning Tools

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff External turning tools

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

PDJNRIL
Kr:93° _

- s b
] o/® \/
gy

e

R-type shown

Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin

e R(L| a thegf"ﬁ/r"b.

PDJNR/L | 1616H11 | A | A | 16 | 16 | 100 | 16 | 20 | 25

o

]
)
<)
2
©0

R=
=
£
3
2

=
=
£
%
g
>

)

2020K11 A | A | 2 20 | 125 | 20 25 25 LEM6 X 13.4A D11AP WH25L L3 SP3

2525M11 | A | A | 25 | 25 | 150 | 25 | 32 | 30

2020K15 | A | A | 20 | 20 | 125 | 20 | 25 | 35

2525M15 | A | A | 25 25 | 150 | 25 32 35 LEM8 X 21 D15AP WH30L L4B SP4

3232P15 | A | A | 32 | 32 | 170 | 32 | 40 | 35

2020K15-3 | A | A | 20 20 | 125 | 20 25 35

2525M15-3 | A | A | 25

N

5 | 150 | 25 32 35 LEM8 X 21 D15AP WH30L L4 SP4

3232P15-3 | A | A | 32

w

2 | 170 | 32 40 35

A Stock available /\Make-to-order

Applicable inserts

Application For finishing For semi-finishing For roughing e EEE T

machining PCBN&PCD inserts

Without chipbreaker Without chipbreaker

DF WGM DR
- Wiper ’ Double A - L]
A59 AB1| % ff AB3 —/ A64 by A122

Q L
>
2

3

WGF DR ~ Without chipbreaker
Wiper Single- - J i
A59 AB1| S AB3 b A122
SF DM ER — Without chipbreaker
Inserts shape g - / Double /-f - }
AB0 AG2| Sde AB3 A122
EF EM ER e
& . 5
ABO AB2| sde AB3
NF NM LR ;
A0 Ae2| % A3
E_" PDJNR/LOCOH/K/IM11 DNOO110400 DNOO110400 DNOO1104003
% PDJNR/LOOK/M/P15 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600
% PDJNR/LOOK/M/P15-3 DNOIO150400 DNOO150400 DNOO150400 DNOIO150400
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TURN 'N G General Turning Tools

External turning tools -~~~ - - oo

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

PDNNRIL
Kr:63°
a
b
L <
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin

™
>
=
I
1
=
2
-
1=
5
2.
=

aQ
o
S
=5
@

1y

2525M15 | A | A | 25 25 | 150 | 25 | 125 | 37 LEM8 X 21 D15AP WH30L L4B SP4

Type
RLabtheg,ﬁf"'b

PDNNR/L | 2020K15 | A | A | 20 | 20 | 125 | 20 8 37

3232P15 | A | A | 32 | 32 | 170 | 32 16 | 37

2020K15-3 | A | A | 20 | 20 | 125 | 20 8 37

2525M15-3 | A | A | 25 25 | 160 | 25 | 125 | 37 LEM8 X 21 D15AP WH30L L4 SP4

3232P15-3 | A | A | 32 32 | 170 | 32 16 | 37

A Stock available /\Make-to-order

Applicable inserts

Application For finishing For semi-finishing For roughing L sl PCBN&PCD inserts
machining
DF PM ) . DR p—— V\I:w_tl:]out 3} V\éithout B}
‘/, Doudble ,.f\ﬁ . ﬁ chipbreaker - chipbreaker -
g O AB3 — o4 0
SF DM DR N Without
g - Single - g chipbreaker - i
AB0 -_— ) d AB3 A122
EF EM ER —— dtpout
Inserts shape ﬁ y Double w chipbresker g
ABO Ae2| % AB3 A122
NF NM ER e
r By Y
ABO A62 % AB3
LR g
side
A63
PDNNR/LOOK/M/P15 DNOO1506003 DNOO150600 DNOO1506003 DNOO150600 DNOO1506003
PDNNR/LOOK/M/P15-3 DNOO150400 DNOO150400 DNOO150400 DNOO150400

adAy Japjoy j00L
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General Turning Tools

External turning tools

Corresponding tool holders of insert SN[ ][]

PSBNRIL

P-type clamping

Kr:75° e
hF\ .
s__ Ry/e) b
75°e
e
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type
etlinlis o B B
1616H09 | A | A | 16 16 | 100 | 16 13 21
PSBNR/L LEM6 X 13.4A S09AP WH25L L3 SP3
2020K09 A | A 20 20 | 125 | 20 17 23
2020K12 A | A 20 20 | 125 | 20 17 28
2525M12 A | A 25 25 | 125 | 25 22 28
LEM8X 21 S12AP WH30L L4 SP4
3225P12 A | A 32 25 | 170 | 32 22 28
3232P12 A | A 32 32 | 170 | 32 27 28
2525M15 | A | A 25 25 | 150 | 25 22 35
LEM8X 25 S15AP WH30L L5 SP5
3232P15 A | A 32 32 | 170 | 32 27 35
3232P19 A | A 32 32 | 170 | 32 27 40
LEM10X27 S19AP WH40L L6 SP6
4040819 A | A 40 40 | 250 | 40 35 40
4040S2507 | A | A 40 40 | 250 | 40 35 48 S25AP
LEM12X36A WH50L L8 SP8
4040S2509 | A | A 40 40 | 250 | 40 35 48 S25AP-09
A Stock available /A\Make-to-order
Applicable inserts
L P For semi- n For heavy For cast iron PCBN&PCD
QEicEiey egtni=ing finishing Fer i machining machining inserts
. Without chipbreaker Without chipbreaker
"Ee Y] R MR -
.-—..Z.n—-" S s -O!Jdee —— =
B A65 o6 AB8 AT0 - A2 A124
EF E 3 DM DR : Without chipbreaker
L e DS s o
' AB5 I /66 s A124
SF EM [ = ER [~— Without chipbreaker
e rl -~ ™
Inserts shape ﬁﬂ'i - Dautl = N -
AB5 a67| °* AB9 2124
NM ER Wlthou;chlpbraaker
Single-
e -
A67 " - | A124
LR
Single-
side
6' PSBNR/LOCIH/K09 SNODO0903000 SNOOo090300 SNODO0903000
© PSBNR/LOOK/M/P12  SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400
g PSBNR/LOCIM/P15 SNOO150600 SNOO150600 SNOO150600 SNOO150600 SNOO150600
(=1
@ PSBNR/LOCIP/S19 SNOO190600 SNOO190600 SNOO190600 SNOO190600
< PSBNR/LOCS2507 SNOO250700 SNOO250700
©
®  PSBNR/LOCS2509 SNOO250900 SNOO250900

A175
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TURN 'N G General Turning Tools

External turning tools -~~~ - - oo

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

Kr:45°
h E \ a
45
e
L
=
[}
g Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
@ Type Stock
eltnlls o® B W
PSDNN | 1212F09 A 12 | 12 | 80 | 12 | 6 | 21 LEM5X 12B — WH20L L3B —
1616H09 A 16 | 16 | 100 | 16 8 | 23 | LEM6X13.4A S09AP WH25L L3 SP3
2020K12 A 20 20 | 125 | 20 10 30
2525M12 A 25 | 25 | 150 | 20 | 125| 30 LEM8 X 21 S12AP WH30L L4 SP4
3232P12 A 32 | 32 [ 170 | 32 | 16 | 40
2525M15 A 25 | 25 | 150 | 25 | 125 | 40
LEM8X 25 S15AP WH30L L5 SP5
3232P15 A 32 | 32 [ 170 | 32 | 16 | 40
3232P19 A 32 32 | 170 | 32 16 40
LEM10X 27 S19AP WH40L L6 SP6
4040819 A 40 40 | 250 | 40 20 40
A Stock available /\Make-to-order
Applicable inserts
s _ For semi- - For heavy For cast iron PCBN&PCD
AplEEie FEr TS T finishing PO FOUEITE, machining machining inserts
DF AL PM . DR - HPR Without chipbreaker Without chipbreaker
:@: _.. Dogdb\e t-ﬁ-: E i -
ol A65 R . AB8 AT0 A2 A124

DR Without chipbreaker

EF g==g§ DM = -
Q - sirgle- EEE Acg «r
e A65 — Ace i 0 A124

Without chipbreaker

SF EM s ER (7=
Inserts shape ﬁﬂ' § ‘ Double ﬂ:- F.1
AG5

A7 % A9 B 2124

NM ER | Without.chipbre.aker
n Single- r
A67| % A70 Bl A124

LR
Singler a
side AG7

§| PSDNNCOCIF/HO9 SNOO090300  SNODO0903010 SNOO090300
% PSDNNOOK/M/P12 SNOO120400  SNOO120400  SNOO120400 SNOO120400  SNOO120400  SNOO120400
g PSDNNOCOM/P15 SNOO150600  SNOO150600  SNOO150600 SNOO150600  SNOO150600
§ PSDNNOCP/S19 SNOO1906000  SNOO190600 SNOO1906000  SNOMO1906010
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General Turning Tools

Corresponding tool holders of insert SN[ ][]

P-type clamping

External turning tools

Kr:75°
h a
| o a° b
l . L
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type
tleeltntls o B B
PSKNR/L | 1616H09 | A | A | 16 | 16 | 100 | 16 | 20 | 17
LEM6 X 13.4A S09AP WH25L L3 SP3
2020K09 | A | A | 20 20 | 125 | 20 25 20
2020K12 A | A 20 20 | 125 | 20 25 26
2525M12 A | A 25 25 | 150 | 25 32 26 LEM8 X 21 S12AP WH30L L4 SP4
3232P12 A | A 32 32 | 170 | 32 40 26
2525M15 A | A 25 25 | 150 | 25 32 32
LEM8 X 25 S15AP WH30L L5 SP5
3232P15 A | A 32 32 | 170 | 32 40 32
3232P19 A | A | 32 32 | 170 | 32 40 36
LEM10X 27 S19AP WH40L L6 SP6
4040S19 A | A | 40 40 | 250 | 40 50 40
A Stock available /A\Make-to-order
Applicable inserts
. L For semi- . For heavy For cast iron PCBN&PCD
Application For finishing finishing A e machining machining inserts
DF AL PM . DR i+ HPR Without chipbreaker Without chipbreaker
:%’: . Double i-ﬁ.-: iy -
Bl A65 I AB8 A70 A2 A124
EF & . DM i DR Without chipbreaker
(S sy EE oo -
| AB5 I AG6 -69 A124
SF EM 3 - ER ——— W\thout:h\pbl:e‘aker
Inserts shape Eﬂ'i 'y L -
A65 A67 % AB9 2124
NM ER W\thout.ch\pbriaker
A67 S‘;g‘: A70 ﬂ
| Bl A 124
LR
Single- u
side AG7
§| PSKNR/LOOH/K09 SNOO090300 SNO0O090300 SNOO090300
g PSKNR/LOOK/M/P12  SNOO1204000 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400
o
@  PSKNR/LOOM/P15 SNOO150600 sSNOO150600 SNOO150600 SNOO150600 SNOO150600
<
'g PSKNR/LOCOP/S19 SNOO190600 SNOO190600 SNOO190600 SNOO1906001
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TURN 'N G General Turning Tools

External turning tools

Corresponding tool holders of insert SNI[ ][ ]

P-type clamping

Kr:45°
h F a
® N
S
o Ss
S
e
R-type shown L
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type
it o B B
PSSNR/L | 1616H09 A A 16 16 | 100 | 16 | 20 | 25 LEM6 X 13.4A S09AP WH25L L3 SP3
2020K12 A A 20 20 | 125 | 20 25 30
2525M12 A A 25 25 | 150 | 25 32 30 LEM8X 21 S12AP WH30L L4 SP4
3232P12 A A 32 32 | 170 | 32 40 40
2525M15 A A 25 25 | 150 | 25 32 30
LEM8X25 S15AP WH30L L5 SP5
3232P15 A A 32 32 | 170 | 32 40 40
3232P19 A A 32 32 | 170 | 32 40 40
LEM10Xx27 S19AP WH40L L6 SP6
4040819 A A 40 40 | 250 | 40 50 50
4040S2507 | A A 40 40 | 250 | 40 50 50 S25AP
LEM12 X 36A WH50L L8 SP8
4040S2509 | A A 40 40 | 250 | 40 50 50 S25AP-09
A Stock available /\Make-to-order
Applicable inserts
N - For semi- ; For heavy For cast iron PCBN&PCD
REplEElen HeniEhgy finishing e T machining machining inserts
DF T PM . DR == HPR Without chipbreaker Without chipbreaker
had L Do A H - o
il A65 I /66 ABS8 A70  A72 A124
EF g - DM i DR : : Without chipbreaker
|['Ef sirgie- EE 168 -
B AB5 [N A124
n - Without chipbreaker
SF - EM R ER ?ﬁ' iy
Inserts shape - ) Double - -
AG5 A67| S AG9 2124
NM ER Wlthouﬁchlpbrgaker
n Single- r
A67| 5% A70 Bl /124
LR
Single- a
side AG7
PSSNR/LOCHO09 SNOO0903010 SNOO090300 SNOO090300 SNOO090300
_|
8 PSSNR/LOCOK/M/P12  SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400
g PSSNR/LOCIM/P15 SNOO150600 SNOO150600 SNOO150600 SNOO150600 SNOO150600
a
© PSSNR/LOOP/S19 SNOO190600 SNOO1906001 SNOO190600 SNOO190600
% PSSNR/LOCS2507 SNOO250700 SNOO250700
@
PSSNR/LI[1S2509 SNOO2509000 SNOO2509000
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General Turning Tools

**************************************************************************** External turning tools

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

Kr:91° 1;\!
h a
s © b

912
- o
e
L
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin

]
)
<)
2
©0

R=
=
£
3
2

=
=
£
%
g
>

)

P R L a b L h s ® @’ A r’ b .

PTFNR/L | 1616H16 | A | A | 16 | 16 | 100 | 16 | 20 | 20

2020K16 A A 20 | 20 | 125 | 20 | 256 | 20 LEM6 X 13.4A T16AP WH25L L3 SP3

2525M16 A A 25 | 256 | 150 | 256 | 32 | 20

2525M22 A A 25 | 26 | 150 | 256 | 32 | 25

LEM8 X 21 T22AP WH30L L4 SP4
3232P22 A A 32 | 32 | 170 | 32 | 40 | 25

3232P27 A A 32 | 32 | 170 | 32 | 40 | 34

LEM8 X 25 T27AP WH30L L5 SP5
4040827 A A 40 | 40 | 250 | 40 | 50 | 34

A Stock available /\Make-to-order

Applicable inserts

Application For finishing For semi-finishing For roughing F%%z?w?r:ilr:gn PCBN&PCD inserts
Without Without
DF i WGM DDRbI /\_\ chlwpb?';aker ch‘ipbor:aker
A=, e ey - -
E—— A73 A74 L ENG — AT8 B A126
. Without
WGF PM i . DR s Y ch‘ipbor:aker
- Single- B -
A73 — s C el AT Bl A126
Inserts shape With
SF DM ER o er
chipbreaker
A& FA :
-8l
A73 s — A6 Bl 7126
EF EM LR :
' Single- _n'.(‘
A74 A5 %% AT5
‘.;_i| PTFNR/LOCOH/K/IM16 TNOO160400 TNOO160400 TNOO160400 TNOO160400 TNOO160400
=
% PTFNR/LCCOM/P22 TNOO220400 TNOO2204003 TNOO220400 TNOO2204003
§ PTFNR/LOOP/S27 TNOO270600 TNOO270600
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TURN 'N G General Turning Tools

External turning tools -~~~ - - oo

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

PTTNRIL

Kr:60° _
TH h

&
& L
=
= R-type shown
g Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
= Type
£ ltlele ]t n s ]e o A& T B
PTTNR/L | 1616H16 A A 16 16 | 100 | 16 13 | 25
LEM6 X 13.4A T16AP WH25L L3 SP3
2020K16 | A A | 20 | 20 |125| 20 | 17 | 25
2525M22 | A A | 25 | 25 | 150 | 20 | 22 | 32 LEM8 X 21 T22AP WH30L L4 SP4

A Stock available /\Make-to-order

Applicable inserts

For cast iron

Application For finishing For semi-finishing For roughing . PCBN&PCD inserts
machining
DF . WGM DR A& et e hnosker
Sl Wiper A D(;:Adtge 3 L] =
s A73 A74 N AT6 — AT8 B A126

Without
PM o= DR A chipbreaker A~
! _! iy Single- _.;4‘_-_‘;':\ '

A73 s " e A76 Bl 1126

Without

[E—
SF DM J.l ER chipbreaker -
& B =
A73 NG e A76 Bl 106

Inserts shape

EF EM LR :
; Single- s
A74 A75| S A75
PTTNR/LOCIH/K16 TNOO160400 TNOO1604000 TNOO160400 TNOO160400 TNOO1604000
PTTNR/LOOIM22 TNOO220400 TNOD220400 TNOD220400 TNOD220400

adAy Japjoy |00L
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General Turning Tools

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff External turning tools

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

PTGNRIL
Kr:90°

s © b
()
90
e L .
R-type shown Tg
o
g
=
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin E
Type £
eeslinlcls o A B K|
[43]
PTGNR/L| 1010E11 | A | A |10 | 10 | 70 | 10 | 14 | 16
1212F11 A A 12 12 80 12 16 14
1616H11 A A 16 16 | 100 | 16 20 18 LEM5X 9B — WH20L L2 —
2020K11 A A 20 20 | 125 | 20 25 19
2525M11 A A 25 25 | 150 | 25 32 20
1616H16 A A 16 16 | 100 | 16 20 20
2020K16 A A 20 20 | 125 | 20 25 20
LEM6 X 13.4A T16AP WH25L L3 SP3
2525M16 A A 25 25 | 150 | 25 32 20
3232P16 A A 32 32 | 170 | 32 40 20
2525M22 A A 25 25 | 150 | 25 32 28
LEM8X 21 T22AP WH30L L4 SP4
3232P22 A A 32 32 | 170 | 32 40 28
3232P27 A A 32 32 | 170 | 32 40 33
LEM8 X 25 T27AP WH30L L5 SP5
4040827 A A 40 40 | 250 | 40 50 33
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing e el e PCBN&PCD inserts
machining
Without Without
DF g WGM DR o ch‘ipbor:aker ch‘ipborLelaker
i Wiper Dgudk;\e ) -~
si J
A73 A74 N AT6 ——— A78 B  A126
With
WGF PM DR chipbreaker
Wiper O Single-

side

"
Baed A126

Without

-
Pl
A — A74
SF DM i ER chipbreaker -
& e £
A73 - A5 A126

Inserts shape

EF EM LR .
Single- 4
A74 A75| S A75

g‘ PTGNRILOCEFHKMA1  TNODO110300 TNOO110300 TNOO110300
2 PTGNRLOCHKMPIE — TNOD160400 TNOO160400 TNOO160400 TNOO160400 TNOO160400
=
® PTGNR/LOOM/P22 TNOO220400 TNOO220400 TNOO220400 TNOO220400
<
S PTGNR/LOOP/S27 TNOO270600 TNOO270600
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TURN 'N G General Turning Tools

External turningtools -~

Corresponding tool holders of insert WINI[_] ] P-type clamping

PWLNRIL

Kr:95°

s & b
1| o
95/ /
€ L
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin

m
fat
-
o]
=
=
=N
-
=
=
2.
=
aQ
I3
=3
=N
@

e R L a b L h s ® w 6 r’ b .

PWLNR/L| 1616H06 | A A | 16 | 16 | 100 | 16 | 20 | 20

2020K06 A A 20 | 20 | 125 | 20 | 256 | 20 LEM6 X 13.4A WOBAP WH25L L3 SP3

2525M06 A A | 25 | 25 | 150 | 256 | 32 | 20

2020K08 A A 20 | 20 | 125 | 20 | 256 | 26

LEM8X 21 WO8AP WH30L L4 SP4
2525M08 A A 25 25 | 150 | 25 32 26
A Stock available /A\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing e il PCBN&PCD inserts
machining
DF WGM DR Without Without
- iy Wiper A Double ﬁ\'\:, chipbreaker - chipbreaker = il
B At AB2| S AB4 734 128
WGF PM p. Without -
Wiper ‘H' chipbreaker /il
A81 el K A128
SF DM Al Without .
Inserts shape é L. ohipbreaker gy
A81 A83 A128
- -
A82 A83
Y - Y -
A82 A84
PWLNR/LOOH/K/IM06 WNOOJos04OO WNO0604001 WNODO060400 WNO060400
PWLNR/LOOK/MO08 WNOOo0so400Od WNODOo08040OO WNODOo080400Od WNODOo08040OO WNOOo080400O

adA) Japjoy |00l
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General Turning Tools

External turning tools

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

SCACRIL
Kr:90°
h a
- S @ b
L

R-type shown é
g
=
Stock Basic dimensions(mm) Screw Wrench E
Type E
R | L | a | b L | h s e v )// g
[43]
SCACR/L | 1010E06 A A 10 10 70 10 10 10 160M2.5% 6.5 WTO7IP
1212F09 A A 12 12 80 12 12 16 160M3.5X 8 WT15IP
A Stock available /\Make-to-order
Applicable inserts
. For extra A For semi- . For Al For castiron PCBN&PCD
grelicaion finishing feniu=ung finishing e e glifiig) machining machining inserts
Without chipbreaker | Without chipbreaker
USF HF ¢ HM I HR - 5 LHr —
;._.__-.’ f“ 2“__J e IF (=) f L
| h A87 —_— A87 -A88 _A89 A89 A90 A130
nserts s ape SF EF EM LC Without chipbreaker
g 8 85 = "
A87 A88 A88 A89 h A130

adAy} Japjoy jooL

SCACR/LOCIE06

ccOmoe0200  CCOMmo60200  CCOM060200  CCOM060200  CCGX 060200 CCOO 060200 CCOO 06020101

SCACR/LOCF09

ccOmooT3nO  CCOMmo9T3mO  CCOMmo9T3nO  CCOO0o9T3OO  CCGX 097300 CCOO 09T3O0  CCOO 091300
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TURN 'N G General Turning Tools

External turning tools

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

Kr:95°
h a
-y s b
e 1@
957
g L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|L|a|b|L|h|s]|e v a w 5./
SCLCRJ/L | 0808D06 | A | A | 08 | 08 | 60 | 08 | 10 | 10
160M2.5X 6.5 — — WTO7IP
1010E06 A A 10 10 70 10 12 10
1212F09 A A 12 12 80 12 16 16
160M3.5X8 — — WT15IP
1616H09 A A 16 16 | 100 | 16 20 16
2020K12 A A 20 20 | 125 | 20 25 25
WT15IP
2525M12 A A 25 25 | 150 | 25 32 26 160M4 X 11X C12BS SM6 X 10XA WHA0L
3225P12 A A 32 25 | 170 | 32 32 26
A Stock available /A\Make-to-order
Applicable inserts
L For extra e For semi- ’ For Al For castiron PCBN&PCD
GRRlctel finishing geniieing finishing AT machining machining inserts
USF HF - . HM | HR - > LH Without chipbreaker | Without chipbreaker
N 's "W e W e &
— — — — —
A87 A87 A88 A89 A89 A90 A130
Inserts Shape SF EF EM LC Without chipbreaker
- | & al
A87 A88 A88 A89 h A130

SCLCR/LOCID/E06

CCOO 060200 CCOO 060200 CCOO 060200 CCOO 060200 CCGX 060200 CCOO 060200 CCOO 060200

SCLCR/LOCF/HO9

cCOO 097300 CCOO 09T3OO CCOO 09T3OO  CCOO 09T30O  CCGX 097300 CCOO 097300  CCcOO 097300

adA) Japjoy |00

SCLCR/LOOK/M/P12

CCOO 120400 CCOO 120400 CCOO 120400 CCGX 120400 CCOO 120400 CCOO 120400
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General Turning Tools

External turning tools

Corresponding tool holders of insert DC[ ][ ]

S-type clamping

Kr:90°
h a
s ® b
90/
e
L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|L|a|b|L|h|s]|e v =y w 1 5./
SDACR/L | 1010E07 | A | A | 10 | 10 | 70 | 10 | 10 | 15 | I60M2.5%X6.5 — — WTO7IP
1212F11 A A 12 12 80 12 12 15 160M3.5X 8 — — WT15IP
1616H11 A A 16 16 | 100 | 16 16 24 160M3.5X 12 D11BS SM5 X 8.65XA \\I/VV-:-.|1355I||_D
A Stock available /A\Make-to-order
Applicable inserts
. For extra L For semi- . For Al For castiron PCBN&PCD
geeleaton finishing e Sl finishing Helea Y machining machining inserts
Without chipbreaker | Without chipbreaker
USF HF HM HR LH
&y o Y Y & &L
A91 A91 A92 A93 A93 A132
Inserts Shape SF EF EM Without chipbreaker
A91 A92 A92 A93 . A132
SDACR/LOCEO? DCOO 070200 DCOO 070200 DCOO 0702000 DCGX 070200 DCOO070200 DCOO070200
SDACR/LOOF/H11 DCOO 117300 DCOOMT3OO DCOOMT3OO DCOO1MT3OO DCGX 117300 DCOO MT3OO DCOO 117300

adAy Japjoy |00

A185
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Corresponding tool holders of insert DC[ ][ |

TURN 'N G General Turning Tools

External turning tools

S-type clamping

Kr:93°
h a
s b
5 R
93“e
L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|L|a|b|L|h|s]|e v =y w (1 5./
SDJCR/L | 1010E07 | A | A | 10 | 10 | 70 | 10 | 12 | 15
1212F07 A A 12 12 80 12 16 15 160M2.5X6.5 — — WTO7IP
1616H07 A A 16 16 | 100 | 16 20 18
1616H11 A A 16 16 | 100 | 16 20 24
2020K11 A A 20 20 | 125 | 20 25 24
160M3.5X 12 D11BS SM5% 8.65XA \C’VL?SIE
2525M11 A A 25 25 | 150 | 25 32 29
3225P11 A A 32 25 | 170 | 32 32 29
A Stock available /A\Make-to-order
Applicable inserts
Aoplication For extra For finishin For semi- For roughin For Al For castiron PCBN&PCD
pp finishing 9 finishing gning machining machining inserts
USF HF HM HR LH Without chipbreaker | Without chipbreaker
A
By & &y S [ _ / <
A91 A91 A92 A93 A93 A93 A132
Inserts Shape SF EF EM LC Without chipbreaker
i &y =)
A91 A92 A92 A93 A132

adA) Japjoy |00l

SDJCR/LOOE/F/HO7

DCOO070200 DCOO 070200 DCOO070200

DCGX 070200 DCOO 070200 DCOO 070200

SDJCR/LOOH/K/IM/P11

DCOO MT30O DCOOMT3OO DCOOMT3OO DCOOMT3OO DCGX 117300 DCOO 117300 DCOO 117300
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General Turning Tools

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff External turning tools

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

Kr:62°30'
h F a
Si b
62°30’
e L ‘Rk/ j
2
8
B
g
=
Basic dimensions(mm) Screw Shim Shim screw Wrench El
Type Stock (l" 2
a|b|L|h|s]|e v =y w / g
SDNCN | 1010E07 A 10 | 10 | 70 | 10 | 5 | 20
160M2.5X 6.5 — — WTO7IP
1212F07 A 12 12 80 12 6 20
1212H11 A 12 12 | 100 | 12 6 30 160M3.5X 8 — — WT15IP
1616H11 A 16 16 | 100 | 16 8 30
2020K11 A 20 20 | 125 | 20 10 30 160M3.5X 12 D11BS SM5 X 8.65XA \\//VVTH135;I|?
2525M11 A 25 25 | 150 | 25 (125 30
A Stock available /\Make-to-order
Applicable inserts
Application For extra For finishin For semi- For roughin For Al For castiron PCBN&PCD
PP finishing 9 finishing gning machining machining inserts
USF HF HM HR LH e Without chipbreaker | Without chipbreaker
&l S & & s &
A91 A91 A92 A93 A93 A93 A132
Inserts Shape SF EF EM LC Without chipbreaker
A91 A92 A92 — po3 h/4;132
SDNCNOOE/F07 DCOO070200 DCOO 070200 DCOOO070200 DCGX 070200 DCOO 070200 DCOO 070200

SDNCNOOH/K/M11  DCOO 117300 DCOO 117300 DCOOMMT3OO DCOOMT3OO DCGX 1MT300 DCOO 117300 DCOO 1MT300

adAy Japjoy |00
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TURN 'N G General Turning Tools

External turning tools -~~~ - - oo

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

SVJBRIL

Kr:93° h ‘—f a
ol

939
& L \/

=
= R-type shown
g Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
= Type
g R|L|a|b|L|h|s]|e v D w 5./
SVJBR/L | 1212F11 | A | A | 12 | 12 | 80 | 12 | 16 | 27
1616H11 A A 16 16 | 100 | 16 20 27
160M2.5X6.5 — — WTO71P
2020K11 A A 20 20 | 125 | 20 25 27
2525M11 A A 25 25 | 150 | 25 32 27
1616H16 A A 16 16 | 100 | 16 20 36
2020K16 A A 20 20 | 125 | 20 25 41 WT15IP
160M3.5X12 V16BS SM5 X 8.65XA WH35L
2525M16 A A 25 25 | 150 | 25 32 41
3225P16 A A 32 | 25 | 170 | 32 | 32 | 41
A Stock available /A\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing PCBN&PCD inserts
HF HM HR - Without chipbreaker
.__-___- ..—\__‘_y-'_' ] e
| ts sh A106 A107 A107 A137
nseris shape NF Without chipbreaker
- ¢
A106 A137
SVJBR/LOOF/H/K/M11 vBOO110200
SVJBR/LOOH/K/M/P16 vBOO160400 vBOO160400 vBOO160400 vBOO160400

adA} Japjoy |00
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General Turning Tools

External turning tools

Corresponding tool holders of insert VB[ ][ |

S-type clamping

Kr:90°
h a
® b
2/ e
e
L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|L|a|b|L|h|s] e v - w /
SVABR/L | 1010F11 | A | A | 10 | 10 | 80 | 10 | 10 | 25 | I60M2.5%6.5 — — WTO7IP
1616H16 A A 16 16 | 100 | 16 16 28
WT15IP
2020K16 A A 20 20 | 125 | 20 20 28 160M3.5X 12 V16BS SM5 X 8.65XA WH35L
2525M16 A A 25 25 | 150 | 25 25 28
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing PCBN&PCD inserts
HF HM HR - Without chipbreaker
.__-___- f— ‘ = - .-.-..!_.-.-' - e
| s sh A106 A107 A107 A137
nserts shape NF Without chipbreaker
- ¢
A106 A137
SVABR/LOOF11 vBOO110200
SVABR/LOCIH/K/IM16 vBOO160400 vBOO160400 vBOO160400 vBOO160400

adAy Japjoy |00
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TURN 'N G General Turning Tools

External turning tools -~~~ - - oo

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

SVVBN
Kr:72°30'
a
b
L A
Basic dimensions(mm) Screw Shim Shim screw Wrench

m
fat
-
o]
=
=
=N
-
=
=
2.
=
aQ
I3
=}
=N
@

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

SVVBN 1212F11 A 12 [ 12 | 80 | 12 | 6 | 27

1616H11 A 16 | 16 | 100 | 16 8 27 160M2.5X6.5 — — WTO7IP

2020K11 A 20 | 20 [ 125 | 20 | 10 | 30

1616H16 A 16 | 16 | 100 | 16 8 33

2020K16 A 20 20 | 125 | 20 10 33 160M3.5X 12 V16BS SM5 X 8.65XA V\\/I\;I'IJSSéIE
2525M16 A 25 25 | 150 | 25 | 125 | 38
A Stock available /A\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing PCBN&PCD inserts
HF HM HR - Without chipbreaker
] _-__ = - ‘ = - .-.-..!_.- e e
| ts sh A106 A107 A107 A137
nserts shape NF Without chipbreaker
-~ -
A106 A137
SVVBNOOF/H/K11 vBOO110200
SVVBNLOCH/K/IM16 vBOO160400 vBOO160400 vBOO160400 vBOO160400

adA} Japjoy |00
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General Turning Tools

**************************************************************************** External turning tools

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

SVVCN
Kr:72°30° ‘:[‘

o

s_f_
%g’so' ] ‘K,

Basic dimensions(mm) Screw Shim Shim screw Wrench

Type Stock
a b L | h s | e v By m 5/

SVVCN 1212F11 A 12 [ 12 | 80 | 12 | 6 | 27

]
)
<)
2
©0

R=
=
£
3
2

=
=
£
%
g
>

)

1212M11 A 12 | 12 | 150 | 12 6 27

1616H11 A 16 | 16 | 100 | 16 8 27 160M2.5X 6.5 — — WTO7IP

2020K11 A 20 | 20 | 125 | 20 | 10 | 30

2525M11 A 25 | 26 | 150 | 25 | 125 | 38

1616H16 A 16 | 16 | 100 | 16 8 33

2020K16 | A | 20 | 20 | 125| 20 | 10 | 33 | I60M3.5%12 V16BSC SM5% 8.65XA Wt
2525M16 A 25 25 | 150 | 25 | 125 38
A Stock available /A\Make-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining PCBN&PCD inserts
USF HF LH Without chipbreaker
- =u.-_, ___.__'_‘_ .--r-" — “
| ts sh A103 A103 A104 A138
nserts shape SF NF LC Without chipbreaker
L= - 2= s
A103 A103 A104 A138
SVVCNOOF/H/KIM11 vcoo11o300 vcoo11o300d veax110300d
SVVCNOOH/K/IM16 vcoo1e0400 VCGX160400 vcOoo160400

adAy Japjoy jooL
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TURN 'N G General Turning Tools

External turningtools -~

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

Kr:93° ‘_I
h a
; d
s b
®
"
e
L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench

m
fat
-
o]
=
=
=N
-
=
=
2.
=
aQ
I3
=}
=N
@

e RLabthe#-—.:-—wr.;/

SVJCR/L | 1010E11 A | A |10 10] 70| 10| 12| 22

1212F11 A A 12 | 12 | 80 | 12 | 16 | 27

1616H11 A A 16 | 16 | 100 | 16 | 20 | 27 | I60M2.5X6.5 — — WTO7IP

2020K11 A A 20 | 20 | 125 | 20 | 26 | 27

2525M11 A A 25 | 26 | 160 | 25 | 32 | 27

1616H16 A A 16 | 16 | 100 | 16 | 20 | 36

2020K16 A A 20 | 20 | 125 | 20 | 26 | M1

160M3.5X12 V16BSC SM5 X 8.65XA VV\\/I-II-|135515
2525M16 A A 25 | 256 | 150 | 25 | 32 | 41
3225P16 A A 32 | 25 | 170 | 32 | 32 | M1
A Stock available /\Make-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining PCBN&PCD inserts
USF HF LH Without chipbreaker
— == i ] -
| its sh A103 A103 A104 A138
nseris shape SF NF LC Without chipbreaker
e - =
@ ¢
A103 A103 A104 A138
SVJCR/LOOE/F/H/KIM11 vcood11o3onO vcoo11o0300 vCcGX110300
SVJCR/LOOH/K/IM/P16 vcOono1e0400 VCGX160400 vcono1eo0400

adA) Japjoy |00L
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General Turning Tools

Corresponding tool holders of insert SC[ [ ]

External turning tools

S-type clamping

Kr:75°
h s \ a
| [67 .
~"75
& L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|L|a|b|L|h|s]|e v = w 5‘/
SSBCR/L | 1212F09 A A 12 12 80 12 1 16 160M3.5X8 — — WT15IP
1616H09 A A 16 16 | 100 | 16 13 16 160M3.5X8 S09BS SM5 X 8.65XA VV\(I-II—-:355IE
WT15IP
2020K12 A A 20 20 | 125 | 20 17 25 160M4 X 11X S12BS SM6 X 10XA WHA40L
A Stock available /\Make-to-order
Kr:45°
a
b
L
Screw Shim Shim screw Wrench
Type Stock
oincls v B W Ty
SSDCN | 1212F09 A 12 | 12 | 80 | 12 | 6 |155| I60M3.5X8 — — WT15IP
1616H09 A 16 16 | 100 | 16 8 15.5 160M3.5X 12 S09BS SM5 X 8.65XA \(/VVT-I135;E
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing  For roughing  For Al machining Forca.st_lron PC.BN&PCD
machining inserts
HF HM HR LH Without chipbreaker Without chipbreaker
il Y ¢ \ ¥ ———
i «a (o] - a a
| A96 | A96 L A97 | A97 | _______IN-v4 _ A134
Inserts Shape EF EM LC . Without chipbreaker
= E | w} )
A96 A96 A97 | = | A134
=
‘é SSBCR/LLOLCF/HO9 scOoOoooT3nd scooosT3dd Nleimim{cacimim} SCGX09T3010 scOooosT3nd
=
‘% SSBCR/LOOK12 scoO120400 scoo120400 SCGX120400 scOoO120400 scOoOo120400
§ SSDCNLCICIF/HO9 scomo9T3dd scooosT3nd scOooosT3nonO SCGX09T300 scOooosT3nd

A193
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TURN 'N G General Turning Tools

External turning tools

Corresponding tool holders of insert SC[ ][ ]

SSKCRIL
Kr:75°

S-type clamping

R-type shown

=
(2]
2
= Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
S Type
@ RIL|a|bl|lL|h|s]/|e = /
S
SSKCR/L | 1616H09 | A | A | 16 | 16 | 100 | 16 | 20 | 13 | I60M3.5X12 S09BS SM5 X 8.65XA Y/Vvu35slf
A Stock available /\Make-to-order
Kr:45°
h H a
s /@$> b
& L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
RiL|a|b|L|[h|s]|e v = w /
SSSCR/L | 1616H09 | A | A | 16 | 16 | 100 | 16 | 17 | 16 | I60M3.5X12 — — WT15IP
2020K12 | A | A | 20 | 20 | 125| 20 | 21 | 24 | 160M4x11X S12BS SM6 X 10XA Whor
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing ~ For roughing  For Al machining Forca.stllron PC.BN&PCD
machining inserts
Without chipbreaker Without chipbreaker
HF v 7 HM 3 7 HR 1!. F LH H
L d ~ Phandl L | L] -
- A96 | A96 L | A97 _A97 - o7 h A134
Inserts shape Without chiobreak
EF EM e LC - ithout chipbreaker
? | L
= @ &3 =
A96 A96 A97 | S A134
=
8_ SSKCR/LLOCIHO9 scOooooT3md scOooosT3nond scOomoosT3nd SCGX09T30O sScOmoosT3nnd
=
% SSSCR/LOCHO09 Sloim|m{o[e) Kimim| scodoaT3on scOooooT3oO SCGX09T30O sCcOomoosT3nnd
§ SSSCR/LOCK12 scOoOo120400 scOoO120400 SCGX120400 scOoo120400 scOoO120400
A194




General Turning Tools

External turning tools

Corresponding tool holders of insert TC[ | [ ]

S-type clamping

Kr:90°
h a
s| [/ b
90’,
e L
E
R-type shown 8
g
=
Stock Basic dimensions(mm) Screw Wrench E
Type g
R|L|a|b|L|h|s]|e " y/ g
[43]
STACRIL‘ 1212F11 | A | A | 12 | 12 | 80 | 12 | 12 | 14 | 160M2.5%X6.5 WTO7IP

A Stock available /A\Make-to-order

Kr:91°
h ‘ a
b
S 91°S
',‘©
e
L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
RiL|a|b|L|h|s]| e " A w /
1212F11 A A 12 12 80 12 16 14
STFCR/L 160M2.5X6.5 — — WTO7IP
1616H11 A A 16 16 | 100 | 16 20 14
1616H16 A A 16 16 | 100 | 16 20 19
160M3.5X 12 T16BS SM5 X 8.65XA VV\<I-II—-:355IE
2020K16 A A 20 20 | 125 | 20 25 19
A Stock available /\Make-to-order
Applicable inserts
N s For semi- . - For cast iron PCBN&PCD
Application For finishing finishing For roughing  For Al machining machining inserts
HE HM HR LH A Without chipbreaker Without chipbreaker
N - NN ® &
— ——— —— i)
A99 A101 A101 Afop| | ) e 7135
Inserts Shape EF EM LC Without chipbreaker
s ‘
o
A A, R
A100 A100 A101 el /135
=
S STACR/LOOF11 TcOO110200 TCOO110200 TCcOO110200 TCGX1102000 TCOO110200 TCcOO110200
% STFCR/LOCF/H11 TcOo110200 TCOO1102000 TCOO110200 TCGX11020001 TCOO110200 TCcOO110200
§ STFCR/LLICIH/K16 TcOO1eT3OO TCOO16T30O TCOO1eT30O TCGX16T30OO TCOO16T30O TCOO16eT30O
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TURN 'N G General Turning Tools

External turning tools

Corresponding tool holders of insert TC[ [ |

S-type clamping

- (]
Kr:91 —
h a
s b
()
91
€. | L
&
B R-type shown
5
5 Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
=
i Type
Jiklih s v A W g
STGCR/L | 0808D09 | A | A | 08 | 08 | 60 | 8 | 10 | 11
160M2.2X5.5 — — WTO6IP
1010E09 A A 10 10 70 10 12 "
1212F11 A A 12 12 80 12 16 14
160M2.5X 6.5 — — WTO7IP
1616H11 A A 16 16 | 100 | 16 20 16
2020K16 A A 20 20 | 125 | 20 25 21 WT15IP
160M3.5%X 12 T16BS SM5X 8.65XA WH35L
2525M16 A A 25 25 | 150 | 25 32 21
A Stock available /A\Make-to-order
Applicable inserts
. For extra S For semi- . For Al For castiron PCBN&PCD
aedicaien finishing HeniElgg finishing o L elifig, machining machining inserts
SF HF HM HR LH A Without chipbreaker | Without chipbreaker
- . e g = . h =
| N A98 A99 A101 A101 A0z T ) )| Se— ) 135
nserts shape EF EM LC Without chipbreaker
&
A &, A
)
A100 A100 A101 el /135
=
8_ STGCR/LOOD/EN9 TCOO0902000 TCOO0902000 TCOO0902000 TCOO09020000 TCGX0902010 TCOO0902000 TCOO0902010
% STGCR/LOOF/H11 TCOO110200 TCOO1M0200 TCOO110200 TCGX110200 TCOO110200 TCOO110200
§ STGCR/LOOK/M16 TCOOMeT3OO TCOO16T3OO TCOOM6T3OO TCGX16T3OO TCOO16T3OO TCOO16T3CO
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General Turning Tools

External turning tools

S-type clamping

Corresponding tool holders of insert TC[ ][ |

Kr:60°
h a
s| b
©
60
LS L
R-type shown o
g
=
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench E
Type E
N v A P Ty
58]
STTCR/L | 1616H11 | A | A | 16 | 16 | 100 | 16 | 13 | 14 | I60M2.5X6.5 — — WTO7IP
1616H16 A A 16 16 | 100 | 16 13 19
160M3.5% 12 T16BS SM5 % 8.65XA alggf
2020K16 A A 20 20 | 125 | 20 17 19
A Stock available /\Make-to-order
Applicable inserts
L . For semi- . L For cast iron PCBN&PCD
Application For finishing finishing For roughing  For Al machining machining e
HF A HM HR Y LH A . Without chipbreaker Without chipbreaker
' __!_ '_E_' !.‘\ fi* n
" — — ] —— -
A99 A101 A101 A102 A102 A135
Inserts Shape EF EM LC Without chipbreaker
-4 *
@l
= =]
A100 A100 A101 el /135
STTCR/LOOH11 TcOO110200 TCcOO110200 TCOO110200 TCGX1102000 TCcOO110200 TCcOO110200
STTCR/LOCIH/K16 TcOO16T3OO TcOO1eT3OO TCOO1eT3OO TCGX16T30O0O TCcOO1eT3OO TCOO1eT3OO

adAy Japjoy |00

A197



A TURN 'N G General Turning Tools

External turningtools -

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

SWACRIL
Kr:90°

s b
907
e
L
3
g R-type shown
o,
g Stock Basic dimensions(mm) Screw Wrench — —
s
= Type
g R|L | a|b|L h|s]|e v -’/ - -
SWACR/L| 1010E04 | A | A [ 10 | 10 | 70 | 10 | 10 | 10
160M2.5 % 6.5 WTO7IP — —
1212F04 | A | A |12 | 12 | 80 | 12 | 12 | 14
1616H06 | A | A | 16 | 16 | 100 | 16 | 16 | 20 | I6OM3X7 WT10IP — —
2020K08 | A | A | 20 | 20 [125| 20 | 20 | 24 | I60M3.5%12 WT15IP — —

A Stock available /\Make-to-order

Applicable inserts

‘ Application For finishing
53 .
(®
Inserts shape -'-..
A105

S SWACR/LOCE/F04 WCOIX04020000
=

S  SWACR/LOOHO6 WCOX06T300
§’ SWACR/LOCKO8 WCOIX08040101
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General Turning Tools

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff External turning tools

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

SRDCN

E

8

B

=

=

Basic dimensions(mm) Screw Shim Shim screw Wrench E

Type Stock g
pjtinisle V@ W g

[43]

SRDCN | 1616H08 A 16 | 16 | 100 | 16 | 8 | 16 I60M3 X7 — — WT10IP

1616H10 A 16 | 16 | 100 | 16 8 25

2020K10 A 20 | 20 | 125 | 20 | 10 | 25 160M3.5X 10 — — WT15IP

2525M10 A 25 | 26 | 160 | 25 | 125 | 25

2020K12 A 20 | 20 | 125 | 20 | 10 | 35

2525M12 | A | 25 | 25 | 150 | 25 |125| 35 | 160M3.5X12 R12BS SM5 X 8.65XA Wi
3225P12 | A | 32 | 25 | 170 | 32 |125] 35
3225P16 | A | 32 | 25 | 170 | 32 | 125/ 35
3232P16 | A | 32 | 32 | 170 | 32 | 16 | 40 | I60M4x15X R16BS SM6 X 10XA Wl

4040816 A 40 | 40 | 250 | 40 | 20 | 50

A Stock available /\Make-to-order

Applicable inserts

‘ Application For semi-finishing For roughing For Al machining
— — LH o
Inserts shape .& .& ‘“J .&
A94 A94 A94 A94
§| SRDCNCICIHO8 RCMT0803MO RCMT0803MO RCGX0803MO-LH RCMT0803MO
g SRDCNOCOH/K/M10 RCMT10T3MO RCMT10T3MO RCMT10T3MO
g SRDCNOOK/M/P12 RCMT1204MO RCMT1204MO RCMT1204MO
§ SRDCNO[IP/S16 RCMT1606MO RCMT1606MO RCMT1606MO
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A TURN 'N G General Turning Tools

External turningtools -~

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

SRGCRIL

»
O
o

R 5 \\,

=

g R-type shown

5. Stock Basic dimensions(mm) Screw Shim Shim screw Wrench

& Type

g R|L|a|b|L|h/|sSs v . w 5./
SRGCRI/L | 1616H08 | A | A | 16 16 | 100 | 16 20 160M3 X7 — — WT10IP

1616H10 A A 16 16 100 16 20

2020K10 A A 20 20 125 20 25 160M3.5X 10 — — WT15IP

2525M10 A A 25 25 150 25 32

2020K12 A A 20 20 125 20 27

I60M3.5 12 R12BS SM5% 8.65XA vv\\//UsE)sIE
2525M12 | A | A | 25 | 25 | 150 | 25 | 32
3232P16 | A | A | 32 | 32 | 170 | 32 | 40 | I6OM4x15X R16BS SM6 X 10XA Wl

A Stock available /A\Make-to-order

Applicable inserts

‘ Application For semi-finishing For roughing For Al machining

-""ﬁ".- -“'ﬁ".- LH -""ﬁ".-
Inserts shape A ’ 1 \ ’ ‘“a ’

A94 A9%4 A94 A94
g' SRGCR/LOCIHO8 RCMT0803MO RCMT0803MO RCGX0803MO-LH RCMT0803MO
o SRGCR/LOOH/KIM10 RCMT10T3MO RCMT10T3MO RCMT10T3MO
o
® SRGCR/LOOK/M12 RCMT1204MO RCMT1204MO RCMT1204MO
<
©
@
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General Turning Tools

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff External turning tools

Corresponding tool holders of insert KNUX[_ [ ] c-type clamping
CKJNRIL

Kr:93° -
h i a

s| /© &
" o3y
e w
L E
R-type shown 42-:0
L . Applicable .| Clamping . Shim g
Basic dimensions(mm) inserts Clamp | Clamp screw | Spring stud Shim screw Wrench =
Type Stock P £
alb|L | h|s|e| it Q w @ M A W {" =
CKJNR (2525M16| A |25 |25 150 25 | 32 | 32
3232P16| A |32 |32 |170| 32| 40 | 32 KNuxmomlfsi C6R1T K16CC
4040R16| A | 40 | 40 [200| 40 | 50 | 32 SPR1 WH20L
CM6 X 25A P0515 SM3X10B | \viaor
CKJNL (2525M16| A | 25|25 [150| 25 | 32 | 32 SPR2
3232P16| 4 |32 |32 |170| 32 | 40 | 32 KNUX16°4DAD82 CoLAT K16CCL
4040R16| A | 40 | 40 [200| 40 | 50 | 32

A Stock available /\Make-to-order

Corresponding tool holders of insert KNUX[ 1] c-type clamping

CKNNRIL
Kr:63° .

i

N\

@ b

(o))

w
o

—

R-type shown

Basic dimensions(mm) A?ﬁé‘gftgle Clamp |Clamp screw | Spring Clasmng Shim ssci:claTv Wrench
Type Stock P
alo (Lin|s v M ¢ NP aw vV
CKNNR |2525M16| A | 25 | 25 | 150 | 25 | 143 SPR1
KNUX1604D?§ CBR1T | CM6 % 25A SPR2 P0515 | K16CC | SM3X10B
3232P16| A 32 | 32 [170 | 32 |16.8 WH20L
CKNNL [2525M16| A 25 | 25 | 150 | 25 | 14.3 SPR1 WH40L
KNUX160400L CBL1T | CM6X25A P0515 | K16CCL | SM3X10B
3232P16| A | 32 | 32 | 170 | 32 | 1638 185 SPR2

A Stock available /A\Make-to-order
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A TURN’NG General Turning Tools

External turning tools for ceramic inserts -~

Corresponding tool holders of insert CN[1[ ] c-type clamping

Kr:95°
h a
’ S L“ b
953

7 - L
Z R-type shown
=3
g L ) Applicable Clamping ] Screw for g
2. Stock | Basic dimensions(mm) inserts Clamp e Wrench|  Shim clamping shim Spring
= Type
g RiL|a|b | L|nh|s|e f@@(OW@
S
2 CCLNRJ/L|2020K12 | A | A | 20 | 20 |125| 20 | 27 | 32 | CNGN120700J
g (12040100) C1RC |CM6X30B w:igt (gggg:gz) SM3X10B | SPR1
5 2525M12 | A | A| 25 | 25 |150| 25 | 27 | 36 A143
=
2
a 2525M16 | A | A | 25 | 25 |150| 25 | 32 | 36 | CNGN1606[1[]

(16040 0) C2RC |CM8x30B w:ggt (81288282) SM4x12B | SPR3

3225P16 | A | A | 32 | 25 |170| 32 | 32 | 36 A143

A Stock available /A\Make-to-order

Corresponding tool holders of insert TN 1[ ] c-type clamping

CTJNRIL
Kr:93°

' s

R-type shown

Stock | Basic dimensions(mm) A?:ggigle Clamp Clglépgwg Wrench|  Shim cm?:;?,ggim Spring
Type
RiLla|b|L|h|s|e @f{’AW@
—

CTJNRI/L| 2020K16 | A | A | 20 | 20 [125| 20 | 25 | 30 | TNGN160701C]
(16040J01) | C1RC |CM6x30B
2525M16 | A | A | 25 | 25 [150| 25 | 32 | 30 At49

WH20L | T16CC-07
WHA4OL | (T16CC-04)

SM3X10B | SPR1

A Stock available /A\Make-to-order
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General Turning Tools

External turning tools for ceramic inserts

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

Kr:93° 5
h a
D
e
R-type shown
o ; Applicable Clamping . Screw for ;
Stock | Basic dimensions(mm) inserts Clamp SE Wrench|  Shim clamping shim Spring
Type
RILla|b|L|h|s]|e Q@(AW@
)
CTUNRI/L| 2020K16 | A | A | 20 | 20 |125] 20 | 25 | 27
TNGN1607010]
WH20L | T16CC-07
2525M16 | A | A | 25 | 25 |150| 25 | 32 | 27 (160400J) C1RC |CM6X30B SM3x10B | SPR1
s WH40L | (T16CC-04)

A Stock available

/\Make-to-order

Corresponding tool holders of insert DN 1[ ] c-type clamping
CDJNRIL
Kr:93° _
h a
' s © b
93°
e
L
R-type shown
Stock | Basic dimensions(mm) A?r?élggzle Clamp Clsagpepwg Wrench| Shim cIa?nc[r)‘iergf:rzim Spring
Type
R[L|a|b|L|h|s|e / €& AL & VvV G
CDJNRJ/L|2525M15 | A | A | 25 | 25 |150| 25 | 32 | 32
DNGN150701(]
WH20L | D15CC-07
3225P15 | A | A | 32 | 25 (170 32 | 32 | 32 15040071 C1RC | CM6X30B SM3x10B | SPR1
( 2\1 P WHA40L | (D15CC-04)

A Stock available

/\Make-to-order
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A TURN’NG General Turning Tools

External turning tools for ceramic inserts -~~~

Corresponding tool holders of insert SN[ ][] c-type clamping

Kr:75°
h a
’ b
g L
z R-type shown
=
g . . Applicable Clamping ; Screw for .
S Stock | Basic dimensions(mm) inserts Clamp S Wrench| Shim clamping shim Spring
[ E}
z Type
g RiL|a|b | L|h|s]|e O A @ vV 6
> |
8 CSRNR/L | 2020K12 | A | A | 20 | 20 [125| 20 | 22 | 32
o
3 SNGN120700
2 WH20L | S12CC-07
z 2525M12 | A | A | 25 | 25 |150| 25 | 27 | 32 (1204D\]/)M47 C1RC | CM6X308B | \yiiao (81266-04) SM3x10B | SPR1
3 3225P12 | A | A | 32 | 25 (170 32 | 27 | 32
3225P15 | A | A | 32 | 25 [170| 32 | 32 | 40
SNGN1SO7HH | ore | cmex 308 WhiooL | S15CC-07 | SM4x 128 | SPR3
4040R15 | A | A | 40 | 40 |200| 40 | 43 | 40 AtaT
A Stock available /\Make-to-order
Kr:75° =
h / a
S b
‘ (15182
e
L
R-type shown
T ' Applicable Clamping : Screw for ]
Stock | Basic dimensions(mm) inserts Clamp SE Wrench| Shim clamping shim Spring
Type
RIL|a|b L |h|s|e D LA @ vV 6
[
CSKNRJ/L | 2020K12 | A 20 | 20 | 125| 20 | 25 | 25 | o\ yo0o0
WH20L | S12CC-07
2525M12 | A 25 | 25 [150| 25 | 32 | 25 1 C1RC |CM6X30B SM3x10B | SPR1
( 204DD/)M4 WHA40L | (s12CC-04)
3225P12 | A 32|25 170 32 | 32 | 25 7
3225P15 | A | A | 32 | 25 [170| 32 | 32 | 30 SNGMSOWAE? C2RC | CM8x30B | 1301 | S15CC-07 | SMax 128 | SPR3

A Stock available /A\Make-to-order
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Corresponding tool holders of insert SN[ ][ ]

Kr:45°

r

General Turning Tools

External turning tools for ceramic inserts

C-type clamping

Im©; b
450
e
L
. . Applicable Clamping ] Screw for .
Basic dimensions(mm) inserts Clamp SET Wrench| Shim clamping shim Spring
Type Stock -
a|b|lL|h|s|e O AL % vV €&
CSDNN | 2020K12| A |20 |20 |125|20 | 10 | 35
SNGN120700]
WH20L | S12CC-07
2525M12| A | 25| 25 |150| 25 |12.5] 35 (1204E|[]2\147 CIRC | CMBX30B | \y\ 70" (81200-04) SM3x10B | SPR1
3225P12 | A | 32| 25 |170| 32 |12.5] 35
A Stock available /\Make-to-order
Corresponding tool holders of insert RN [ ][] c-type clamping
- . Applicable Clamping ; Screw for "
Basic dimensions(mm) inserts Clamp e Wrench|  Shim clamping shim Spring
Type Stock -
afpitinlsle \, @ AL @ VS
CRDNN |2020K12| A |20 |20 |[125|20 | 10 | 32
RNGN120700]
WH20L | R12CC-07
2525M12| A | 25| 25 [150| 25 |12.5| 32 (1204DD/)MSO CIRC |CM6X30B | \yivio” (R1200-04) SM3X10B | SPR1
3225P12 A 32 | 25 |170| 32 |12.5] 32
3232P15| A |32 |32 [170| 32 |17.5| 40
WH20L
RNGNTS070D | worc | cmex 308 R15CC-07 | SM3X10B | SPR3
4040R15| A |40 | 40 |200| 40 | 20 | 40 AT50 WH50L

A Stock available

/\Make-to-order
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A TURN’NG General Turning Tools

External turning tools for ceramic inserts

Corresponding tool holders of insert CNI[_][ ]

JCLNRIL i
Kr:95° h a

&

e

J-type clamping

R-type shown L
2
g C . Applicable Clamping : Screw for )
g Stock | Basic dimensions(mm) inserts Clamp screw | Wrench Shim clamping shim Spring
=4 Type
3, N
E RiLla| b |L|h|s]|e
@ -—
[=]
=]
= JCLNRJ/L | 2020K12 | A | A | 20 | 20 [125| 20 | 29 | 32
g CNGX1207U0 1 o1k | ome %308 w:igt C12CC-07 | SM3X10B | SPR1
a 2525M12 | A | A | 25 | 25 |150| 25 | 32 | 32 Aias
%_ A Stock available /A\Make-to-order
=
8

Corresponding tool holders of insert DNI[_ ][] J-type clamping

Kr:93° h a
y b
S “
B
& L
R-type shown
; ; Screw for
L . Applicable Clamping ; f 7
Stock | Basic dimensions(mm) inserts Clamp e Wrench | Shim d?l?iﬁwng Spring
Type
RiL|a|b|L | h|s|e ‘\/Qf{’ﬂﬂ@
JDJNRJ/L | 2525M15 | A | A | 25 | 25 [150| 25 | 32 | 38
DNGX1S07T0L | o1ry | omex 308 WHaok |D15CC-07|SM3X 10B| SPR1
3225P15 | A | A | 32 | 25 |170| 32 | 32 | 38 A145

A Stock available

A206
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General Turning Tools

ffffffffffffffffffffffffffffffffffffffffffffffffffffff External turning tools for ceramic inserts

Corresponding tool holders of insert SN[ 1[ | J-type clamping

JSDNN ]
Kr:45° h a

s| 5

‘)5‘0
e

Applicable
inserts
Type Stock =

abthelvlaﬁ(“OWQ

JSDNN |2020K12 | A 20 | 20 |125| 20 | 10 | 40

Clamp Clamping Wrench|  Shim Scrow for Spring

Basic dimensions(mm) screw clamping shim

2525M12| A | 25 | 25 |150| 25 |12.5| 40 | SNEX1207TE0 1 ony | omexaos | WH20L

A5 WHA40L S§12CC-07 | SM3X10B | SPR1

3225P12 A 32 | 25 [170| 32 [12.5] 40

A Stock available /\Make-to-order
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How to select internal turningtools -~~~

/ How to select internal turning tools \

B Explanation of internal turning tools detailed table

@ Listed according to clamping types.

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

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

PDSNRIL)
Kr:62°30

&

R-type shown

Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin
Type
R| L |ominjod|h|L|s|6|e]f QI’ 'ull “Ar-40. |
S32R-PDSNR/L15 Al A | 40 | 3230 |200] 22 [-11°] 45 | 8.5
LEM8X 21 WH30L L4B D15AP SP4
S32U-PDSNR/L15 A | A | 40 |32|30|350| 22 |-11°| 45|85
S32R-PDSNR/L15-3 | A | A | 40 |32 |30 |200| 22 |-11°| 45 |85
LEM8 X 21 WH30L L4 D15AP SP4
S32U-PDSNR/L15-3 | A | A | 40 |32 |30 |350| 22 |-11°| 45 |85
S40S-PDSNR/L15 A | A | 50 |40 |37 250 27 |-11°( 43 | 9.4
LEM8 X 21 WH30L L4B D15AP SP4
S40V-PDSNR/L15 A | A | 50 |40 |37 [400| 27 |-11°| 43 | 9.4
S40S-PDSNR/L15-3 A | A | 50 |40 |37 |250| 27 |-11°| 43 | 9.4
LEM8 X 21 WH30L L4 D15AP SP4
S40V-PDSNR/L15-3 A | A | 50 |40 |37 |400| 27 [-11°| 43 | 9.4
3A32S-PDSNR/L15 | A | A | 40 |32 |31 (250| 22 |-11°| 45 | 85| LEM8X21 WH30L L4B D15AP SP4
3A32S-PDSNR/L15-3| A | A | 40 |32 |31 (250| 22 |-11°| 45 | 8.5 | LEM8X21 WH30L L4 D15AP SP4
3 Tool holders with oil hole ) AStock available  /AMake-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing 77 Ca.5t4'r°" PCBN/PCD inserts
machining
Without Without
DF - ‘\{vv.ng Eoﬁle __'a""' chiphraker ™ chiptreaker -
— B s
A59 61| % A63 i— 164 o 122
WGF PM DR 3 Without
A59 61| = A63 A122
SF DM ER g JatN ;]
Inserts shape rq ."‘ Double .-"-" et S
A0 A62| % A63 A122
EF EM ER e
& .8 .
A60 A62| % A63
NF NM LR .
A0 Ag2| A63
OO-PDSNR/L15-3 DNOO150400 DNOO150400 DNOO150400 DNOO150400
OO-PDSNR/L15 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600

adAy uapjoy oo

—=o Tool holders with oil hole

Applicable inserts e———
Including applications of inserts,
—e Products specification reference page, insert shape
Including product description, stock (left and corresponding tool holders.

and right hand), basic dimensions and

applicable spare parts.
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A211

A212-A213

A214-A241

A214-A219

A220-A235

A236-A241

Internal turning tools overview
Internal turning tools code key
Detailed table of internal turning tools
Internal turning Tools by P-type clamping
Internal turning tools by S-type clamping

Damping internal turning tools and their features

Internal turning tools

A209




Internal turning tools




General Turning Tools

62°30" 75° 90° 91° 93° 93° 95° 95° 107°30°
Name Feature Q
N N x
o
& | ®The minimum PDSN PSKN PTFN PDUN
R &
5 diameter is . -
§ 20mm. . & §
E_) .Applicable A215 A217 A218 A216 §
=3 inserts are P
3 economic g
o _negative E
ol inserts. g
O | ®Hole clamping =
@ g
SSKC SCFC STFC STUP SDbuUcC SDzZC SDQC ﬁ
A224 A234 A225 A233 A222 A223 A221
é.’j ®The minimum SDUP SCLC | sDQP
£ machining
5 diameter is
T 10mm. 3 =
i ® Applicable A232 A220 A231
= inserts are 5° , svucC SVQB
3 7° and 11°
=/ positive inserts.
(g.. ® Screw -Q (’ f
G Cclamping. A227 A235 A228
SvVuB SCLP svQcC
A229 A230 A226
= ® The minimum STUP SDUP SCLP SDQP
3 diameter can o o = o
£ be machined is @;’ V @7 @j/
c;. 12mm.
@ | ®Applicable A240 A239 A237 A238
=) A o
D inserts are 7°
= 11° positive svuc svac
3 inserts. --""
& | ®Good \E;;“/ E:y
§ Performance on
[z reducing shake. A241 A241
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A TURN 'N G General Turning Tools

Internal turning tools code key --------------- oo

Diameter of Length of tool
Type of tool holder tool holder

Code Type
Steel tool hold é [[—E}
A Zoiholhole F L i ()
~ P-Hole clamping C D
Cemented _
(3 carbide tool
holder 16 16 H 100
EY M-Top and hole
g Cemented K 125 clamping R S
n:f g | carbide tool 20 20 M 150
g holder with oil N 160
0% hole 25 25
g Q 180 A )
=)
E S [Steel tool holder 32 52 R AL S B T v
& S 250
& 40 40 T 300
Special inserts U 350 80°
= applied 50 50 . .
\" 400 C-Top clamping w
N U )
B E
Tool holder style and approach angle
A B (o3 D E F G H
90° 90°
;ﬂ] 7;@ 45D Sou m 107030,
J K L M N o P Q
75 95° 117°30" 107°30"
o5 50° 63 62°30’
95°
R S T U Vv W X
93° 60° 120°

A212



Clearance angle of
insert

Wes B
N o
e b
o
Lo
N e

Inserts shape

Cutting direction

e

L - Left hand

General Turning Tools

Internal turning tools code key

Increase offset

Manufacture option

i

R - Right hand

N

D | size+1.0mm
E Increase offset

f size+2.0mm
R | Round shank
W | Wedge clamping
X | Back boring

I

l

Length of cutting edge

~
(N

Inscribed circle

Length of cutting edge(mm)

5.556 09
6.350 06 07 11
9.525 09 11 09 09 16 16 06
12.700 12 15 12 12 22 22 08
15.875 16 19 15 15 27
19.050 19 19 19 33
25.400 25 25 25 44
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TURN 'N G General Turning Tools

Internal turningtools -~

Corresponding tool holders of insert CNIL1[ ] P-type clamping

Kr:95° :
1 |
h
!
S ‘ o
95
e
L od
R-type shown
=X
= Stock Basic dimensions(mm) Screw Wrench Lever Shim | Shim pin
-2
£ e .
g R| L [Dminjed h | L|s |6 e ("" b [ | .
E
°'§ S16M-PCLNR/L09 AL A 20 | 16 | 15 | 150 | 11 |-12°| 28
=]
2 S16R-PCLNR/L09 A | A 20 | 16 | 15 | 200 | 11 |-12°| 28
S20Q-PCLNR/L09 Al A 25 | 20 | 18 | 180 | 13 |-11°| 31
LEM5x 9B WH20L L3C
S$20S-PCLNR/L09 A | A 25 | 20 | 18 [ 250 | 13 [-11°| 31
$25Q-PCLNR/L09 AL A 32 | 25| 23 | 180 | 17 |-10°| 35
S25T- PCLNR/L09 A | A 32 | 25| 23 |300| 17 |-10°| 35
S$25Q-PCLNR/L12 AL A 32 | 25| 23 | 180 | 17 |-12°| 40
LEM6X13.4A | WH25L L4A
S§25T- PCLNR/L12 A | A 32 | 25| 23 |300| 17 |-12°| 40
S32R-PCLNR/L12 AL A 44 | 32 | 30 | 200 | 22 |-10°| 50
S32U-PCLNR/L12 A A 44 32 | 30 | 350 | 22 |-10°| 50
S40S-PCLNR/L12 AL A 54 | 40 | 37 | 250 | 27 |-10°| 55
LEM8Xx 21 WH30L L4 C12APB SP4
S40V-PCLNR/L12 A | A 54 | 40 | 37 | 400 | 27 |-10°| 55
S$50S-PCLNR/L12 A A 63 50 | 47 | 250 | 35 |-10°| 56
S50W-PCLNR/L12 A A 63 50 | 47 | 450 | 35 |-10°| 56
S50S-PCLNR/L19 AL A 63 | 50 | 47 | 250 | 35 |-10°| 63
LEM10X 27 WH40L L6 C19AP SP6
S50W-PCLNR/L19 A | A 63 | 50 | 47 | 450 | 35 |-10°| 63
*¢A25R-PCLNR/L12 A | A 32 | 25| 24 |200| 17 |-12°| 40 | LEM6X13.4A | WH25L L4A
%¢A32S-PCLNR/L12 A | A 44 | 32 | 31 | 250 | 22 |-10°| 50 LEM8X 21 WH30L L4 C12APB SP4

3¢ Tool holders with oil hole A Stock available /\Make-to-order

Applicable inserts

Application For finishing For semi-finishing For roughing F;;Z?}?rtﬂ:gn PCBN/PCD inserts
o Without Without
bF N ‘VA\{lgall'vl H Eoﬁe ro,'l. Chlipbol’:aker ' chlwpbor:aker FEY
; oL . B
_— /52 A53| i A5G d A57 Bt 120
ot a - Without
L PM ! .. gngRle- - s __" chlwpbor;aker iy J
A52 A53 o A56 A120
DM 7 ER Pa— Without
Inserts shape i ﬁ‘ Doudb\e jol,ll chipbreaker G
- -si
A52 As4| ¢ —I' A56 H.A120
ER .—?
Single- |- i
side
A54 A56
LR
Single-
A5 5% AS5
—
= OO-PCLNR/L09 CNOOo090300 CNOOo090300 CNOOo90300
% OO-PCLNR/L12 CNOO120400 CNOO120400 CNOO120400 CNOO120400 CNOO120400
‘-;: OO-PCLNR/L19 CNOO190600 CNOO190600

>
N
<
BN



General Turning Tools

**************************************************************************** Internal turning tools

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

Kr:62°30’ %
1
~h_
]
@ -—-YX-—-—_—_- XA ———C —|-
s o
L] '/ f
| 6230]__te od
N :
R-type shown T§
2
Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin g
Type =
R|L|Dminjed h|L|S |6 e f @h" r’" b -~y . g
E
S32R-PDSNR/L15 AL A 40 32 | 30 (200 22 |-11°| 45 | 8.5
LEM8X 21 WH30L L4B D15AP SP4
S32U-PDSNR/L15 A | A 40 32 | 30 [350| 22 |-11°| 45 | 8.5
S32R-PDSNR/L15-3 A A 40 32 | 30 |200| 22 |-11°| 45 | 8.5
LEM8X 21 WH30L L4 D15AP SP4
S32U-PDSNR/L15-3 A A 40 32 | 30 |350| 22 |-11°| 45 | 85
S40S-PDSNR/L15 A A 50 40 | 37 |250| 27 |-11°| 43 | 94
LEM8X 21 WH30L L4B D15AP SP4
S40V-PDSNR/L15 A | A 50 40 | 37 |400| 27 |-11°| 43 | 94
S40S-PDSNR/L15-3 AL A 50 40 | 37 |250| 27 |-11°| 43 | 94
LEM8X 21 WH30L L4 D15AP SP4
S40V-PDSNR/L15-3 A A 50 40 | 37 |400| 27 |-11°| 43 | 94
% A32S- PDSNR/L15 AL A 40 32 | 31 |250| 22 |-11°| 45 | 85 LEM8X 21 WH30L L4B D15AP SP4
%A32S- PDSNR/L15-3| A | A 40 32 | 31250 | 22 |-11°| 45 | 85 LEM8X 21 WH30L L4 D15AP SP4
% Tool holders with oil hole A Stock available /A\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing e CER I PCBN/PCD inserts

machining

DF T WGM - DR e Without Without
y _‘__—.} Wiper 4 D_‘;udbe‘e __,.Ii_ﬂ"—- [ ? chipbreaker ‘ " chipbreaker - ’
A59 A61 AB3 A64 A122

WGF PM ’ DR —r Without
Wipeﬁ i/" Single- il chipbreaker -
A59 pot P  pos "
SF DM ) ER — Wittout
Inserts shape g - Double " ?‘ chipbreaker gy
AB0 A62| A63 A122
EF : EM ER —
& &7 L
AB0 AG2 side AG3
NF NM LR
. Single- .
AGO AG2 side AG3
OO-PDSNR/L15-3 DNOO150400 DNOO150400 DNOO150400 DNOO150400
OO-PDSNRIL15 DNOO150600 DNOO150600 DNOO1506000 DNOO150600 DNOO150600

adAy Japjoy |00

A215



TURN 'N G General Turning Tools

Internal turningtools -~

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

IL ,
Kr:93° &t
[
h
| | [
o = i '
S j |
93° @J
e ad
L
Y R-type shown
(e}
g Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin
s e -
E R|L | Dmnjed| h|L | s|e|e @, (’ b Y/ .
3
S—,- S20Q-PDUNR/L11 AL A 25 20 | 18 | 180 | 13 |-16°| 30
S$20S-PDUNR/L11 A | A 25 20 | 18 | 250 | 13 |-16°| 30
LEM5X12B WH20L L3D - —
$25Q-PDUNR/L11 A | A 32 25 | 23 | 180 | 17 |-13°| 35
S25T-PDUNR/L11 A | A 32 25 | 23 | 300 17 |-13°| 35
S32R-PDUNR/L11 A A 40 32 | 30 | 200 | 22 |-16°| 40
LEM6X17 WH25L L3 D11AP SP3
S32U-PDUNR/L11 A | A 40 32 | 30 | 350 | 22 |-16°| 40
S32R-PDUNR/L15 AL A 40 32 | 30 | 200 | 22 |-16°| 50
LEM8X 21 WH30L L4B D15AP SP4
S32U-PDUNR/L15 A | A 40 32 | 30 | 350 | 22 |-16°| 50
S32R-PDUNR/L15-3 AL A 40 32 | 30 | 200 | 22 |-16°| 50
LEM8 %21 WH30L L4 D15AP SP4
S32U-PDUNR/L15-3 A | A 40 32 | 30 | 350 | 22 |-16°| 50
S40S-PDUNR/L15 A A 50 40 | 37 | 250 | 27 |-11°| 50
LEM8X 21 WH30L L4B D15AP SP4
S40V-PDUNR/L15 A | A 50 40 | 37 | 400 | 27 |-11°| 50
S40S-PDUNR/L15-3 AL A 50 40 | 37 | 250 | 27 |-11°| 50
LEM8X 21 WH30L L4 D15AP SP4
S40V-PDUNR/L15-3 A | A 50 40 | 37 | 400 | 27 |-11°| 50
3¢ A32S- PDUNR/L15 A | A 40 32 | 31 | 250 | 22 |-16°| 50 LEM8X 21 WH30L L4B D15AP SP4
3¢A32S- PDUNR/L15-3| A | A 40 32 | 31 | 250 | 22 |-16°| 50 LEM8X 21 WH30L L4 D15AP SP4
% Tool holders with oil hole A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing er Eaaaliol PCBN/PCD inserts
machining
Without Without
- z ,_,r" preng DDOURbIe chlipbor:aker ‘ Ch:pborgaker -
d A6t % A3 — 7cs b 12

WGF

PM DR
Wiper _‘9/ Single-

Without
- side

ﬂ chipbreaker - ‘
AB1 A63 A122
DM ’ ER mthout
pbreaker
Inserts shape 'g ﬁt-' Dauble ,J- - }
= -side

AB2 A63 A122
EM ER —
g Single- 9/5 4
A2| 5% o A3
NM LR 5
. Single- .
side
AB2 A63
=
8_ OO-PDUNR/L11 DNOO110400 DNOO110400
=
% OO-PDUNR/L15-3 DNOO150400 DNOO150400 DNOO150400 DNOO150400
§ OO-PDUNR/L15 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600

>
N
=
(o)}



General Turning Tools

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Internal turning tools

Corresponding tool holders of insert SN[ 1] Pp-type clamping

Kr:75° -~
I
il ] .
h Dr"mn
o N
©
sls\e) NI
e ad N
. L
R-type shown T§
2
Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin g
Type =
R|L|Dminled| h | L|sS|6|e @, « v B . 5
=
S25Q-PSKNR/L12 A | A 32 25 | 23 | 180 | 17 |-12°| 42
LEM6 X 13.4A WH25L L4A - -
S25T-PSKNR/L12 A | A 32 25 | 23 | 300 | 17 |-12°| 42
S32R-PSKNR/L12 AL A 44 32 | 30 | 200 | 22 |-10°| 45
S32U-PSKNR/L12 A | A 44 32 | 30 | 350 | 22 |-10°| 45
LEM8 X 21 WH30L L4 S12APB SP4
S40S-PSKNR/L12 AL A 54 40 | 37 | 250 | 27 |-10°| 50
S40V-PSKNR/L12 A | A 54 40 | 37 | 400 | 27 |-10°| 50
3 A25R-PSKNR/L12 A | A 32 25 | 24 | 200 | 17 |-12°| 42 LEM6 X 13.4A WH25L L4A - -
¢ A32S-PSKNR/L12 A | A 44 32 | 31 | 250 | 22 |-12°| 50 LEM8 X 21 WH30L L4 S12APB SP4
% Tool holders with oil hole A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing For roughing PCBN/PCD inserts
DF P PM DR — Without chipbreaker Without chipbreaker
:!’: '. Double E’ﬂ-t I o“h
B  Aes  As AG8 — A124
EF v : DM — DR [ Without chipbreaker
L e |
el N S -
AB5  Ac6 - [ NP
SF EM - ER Without chipbreaker
Inserts shape Eﬂ i " -‘g}. .
ABS A67 A69 A124
NM ER Without chipbreaker
- =
Single-
o= ﬂ
A67 A70 H A124
E E
Single-
side
A67
OO-PSKNR/L12 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400

adAy Japjoy jooL

A217



TURN 'N G General Turning Tools

Internal turningtools -—--------------ooio oo

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

PTFNRIL
Kr:90°

R-type shown

Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin

Type
Dminzdthee@a(’bA.

=3
=3
(e}
=
=
2
=
=1
=
2.
=
aQ
=
=]
=3
@

P
-

S16M-PTFNR/L11 A A 20 16 | 15 | 150 | 11 [-14°| 28
S16R-PTFNR/L11 A | A 20 16 | 15 | 200 | 11 [-14°| 28
S$20Q-PTFNR/L11 A A 25 20 | 18 | 180 | 13 |-12°| 31
LEM5 X 9B WH20L L2 - -
S$20S-PTFNR/L11 A | A 25 20 | 18 | 250 | 13 |-12°| 31
S$25Q-PTFNR/L11 A A 32 25 | 23 | 180 | 17 |-10°| 35
S25T-PTFNR/L11 A | A 32 25 | 23 | 300 | 17 |-10°| 35
S$25Q-PTFNR/L16 A A 32 25 | 23 | 180 | 17 |-12°| 42
LEM5X12B WH20L L3B - -
S25T-PTFNR/L16 A | A 32 25 | 23 | 300 | 17 |-12°| 42
S32R-PTFNR/L16 A A 44 32 | 30 | 200 | 22 |-10°| 50
S32U-PTFNR/L16 A | A 44 32 | 30 [ 350 | 22 |-10°| 50
S40S-PTFNR/L16 Al A 54 40 | 37 | 250 | 27 |-10°| 55
LEM6 X 17 WH25L L3 T16APB SP3
S40V-PTFNR/L16 A | A 54 40 | 37 | 400 | 27 |-10°| 55
#*A25R-PTFNR/L16 A A 32 25 | 24 | 200 | 17 |-12°| 40
#A32S-PTFNR/L16 A | A 44 32 | 31 [ 250 | 22 |-10°| 50

% Tool holders with oil hole A Stock available /A\Make-to-order

Applicable inserts

Application For finishing For semi-finishing For roughing Fer ez lieh PCBN/PCD inserts
machining
Without Without
DF o WGM DR f.-/\\ chlipb(;:aker chlwpbor;aker
O Wiper Dogdble .-Kq.k. 5 ] P
E—— A73 A74) 5% —  A76 — A78 B A126
F. Without -
y\,\,IGF PM x DR Foin chlwpbor:aker
per A Smgle— A - b P
A73 [ NI NG B A126
Inserts shape - :
SF DM i ER Without -
chipbreaker
A il Double /g\ '
A73 5 CC — A6 el 7126
EF EM LR
A74 A75 % A75
OOPTFNR/L11 TNOO110300 TNOO110300 TNOO110300
OOPTFNR/L16 TNOO160400 TNOO160400 TNOO160400 TNOO160400 TNOO160400

adA) Japjoy |00
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General Turning Tools

Internal turning tools

Corresponding tool holders of insert WINI[_I[ | P-type clamping

PWLNRIL
Kr:95°

R-type shown

Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin
Type
R| L |Dminjed| h|L|sS|8 e @o l b =
S16M-PWLNR/L06 Al A 20 |16 | 15 [ 150 | 11 |-13°| 25
LEM5X12B WH20L L3B
S16R-PWLNR/L06 AL A 20 16 | 15 | 200 | 11 |-13°| 25
S20Q-PWLNR/L06 Al A 25 | 20| 18 | 180 | 13 |-13°| 35
S20S-PWLNR/L06 Al A 25 | 20| 18 | 250 | 13 |-13°| 35
LEM5X12B WH20L L3B
S$25Q-PWLNR/L06 AL A 32 25 | 23 | 180 | 17 |-13°| 35
S25T-PWLNR/L06 A A 32 25 | 23 | 300 17 |-13°| 35
S20Q-PWLNR/L08 A A 25 | 20| 18 [ 180 | 13 |-13°| 32
S20S-PWLNR/L08 Al A 25 |20 | 18 | 250 | 13 |-13°| 32
LEM6X13.4A WH25L L4A
S25Q-PWLNR/L08 Al A 32 | 25|23 |180| 17 |-13°| 45
S25T-PWLNR/L08 Al A 32 | 25|23 |300| 17 |-13°]| 45
S32R-PWLNR/L08 A | A | 40 | 32| 30 |200| 22 |-15°| 50
LEM8X21 WH30L L4 WO08BAP SP4
S32U-PWLNR/L08 A A 40 32 | 30 | 350 | 22 |-15°| 50
3€A25T-PWLNR/LO8 | A | A | 32 | 25 | 23 |300| 17 |-13°| 45 | LEM6X13.4A WH25L L4A
3€A32R-PWLNR/LO8 | A | A | 40 | 32 | 30 | 200 | 22 |-15°| 50 LEM8X21 WH30L L4 WO08BAP SP4

3% Tool holders with oil hole

A Stock available

Applicable inserts

/A\Make-to-order

For cast iron

Application For finishing For semi-finishing For roughing machining PCBN/PCD inserts
DF WGM DR & Without Without
o i Wiper ‘ Double _ﬁ“ chipbreaker . il chipbreaker il
| === Ny A82| U A A4 — /84 A128
WGF DM [ Without F
Wiper T chipbreaker gy
g
A81 . A83 128
SF PM Without b
Inserts shape é - chipbreaker /il
A81 A83 128
- -
A82 s A83
"4 ." 8
A82 | A84
OO-PWLNR/L06 WNOO0e0400 WNODO060400 WNOOoe0400 WNOO0e0400
OO-PWLNR/LO8 WNOO080400 WNOD080400) WNOO080400 WNOD080400 WNOD080400)

adAy Japjoy |ooL
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TURN 'N G General Turning Tools

Internal turning tools

Corresponding tool holders of insert CC[ ][]

SCLCRIL
Kr:95°

=
&

R-type shown

s‘ 951 @

S-type clamping

Stock Basic dimensions(mm) Screw Wrench Shim Shim screw
Type (’
R|L|Dminfed| h | L|S|®6]|e v y/ a w
S08K-SCLCRI/L06 A | A 10 8 7 |125| 5 |-15°| 14
S10M-SCLCR/L06 A | A 12 10 9 | 150 | 6 |-13°| 14 | 160M2.5X5.5 WTO7IP - -
S$12M-SCLCR/L06 A | A 16 12 | 11 | 150 | 9 |-10°| 25
S$12M-SCLCR/L09 A | A 16 12 11 (150 | 9 |-10°| 25
S$16M-SCLCR/L09 Al A 20 16 | 15 | 150 | 11 |-12°|325
S16R-SCLCR/L09 A | A 20 16 15 {200 | 11 |-12°|32.5| 160M3.5X8 WT15IP - -
S$20Q-SCLCR/L09 Al A 25 | 20 | 18 | 180 | 13 | -8° | 38
S$20S-SCLCR/L09 A | A 25 | 20 | 18 | 250 | 13 | -8° | 38
S$25Q-SCLCR/L09 Al A 32 | 25 | 23 |180| 17 | -6° | 45
160M3.5X 10 WT15IP
S25T-SCLCR/L09 A | A 32 | 25 | 23 |300| 17 | -6° | 45
$25Q-SCLCR/L12 Al A 32 | 25 | 23 | 180 | 17 | -6° | 45 | 160M4X 11X WT15IP
S25T-SCLCR/L12 A | A 32 | 25 | 23 |300| 17 | -6° | 45 | I60M4Xx11X WT15IP
S32R-SCLCR/L12 A | A | 40 | 32 | 30 [200| 22 |-10°| 50
S32U-SCLCR/L12 A | A | 40 | 32|30 (350 22 |-10°| 50 WH40L
160M4 X 11X C12BS SM6 X 10XA
S40S-SCLCR/L12 A A 50 40 | 37 | 250 | 27 | -8° | 60 WT15IP
S40V-SCLCR/L12 A | A 50 | 40 | 37 | 400 | 27 | -8° | 60
3% A08F-SCLCR/L06 A | A 10 8 75 | 80 5 |-15°| 14
3 A10H-SCLCR/L06 A | A 12 10 | 95100 | 6 |-13°| 14 | I60M2.5X5.5 WTO7IP
¥ A12K-SCLCR/L06 A | A 16 12 |115|125| 9 |[-10°| 25
3% A12K-SCLCR/L09 A | A 16 12 |[115]125| 9 |-10°| 25
A16M-SCLCR/LO9 | A | A 20 16 |15.5| 150 | 11 |-12°|32.5| I60M3.5%8 W51
%A20Q-SCLCR/LO9 | A | A | 25 | 20 | 19 | 180 | 13 | -8° | 38
3% A25R-SCLCR/L09 A | A 32 | 25 | 24 |200| 17 | -6° | 45 | I60M3.5X10
¥ A25R-SCLCR/L12 A | A 32 | 25 | 24 |200| 17 | -6° | 45 WT15IP
160M4 X 11X WH40L
3% A32S-SCLCR/L12 A | A | 40 32 | 31 | 250 | 22 |-10°| 50 C12BS SM6 X 10XA
WT15IP
3% Tool holders with oil hole A Stock available /\Make-to-order
Applicable inserts
. For extra L For semi- . For Al For cast iron PCBN/PCD
e finishing Fer iy finishing eI LI machining machining inserts
Without chipbreaker  |Without chipbreaker
USF HF f HM! HR d LH™
E :“_.: n g.l | m ﬂ l.
e | p—— |
g7| N pg7 NN gy NN g0 N g AD| | A130

Inserts shape

a8
A87

i -
A88

EM.
A88

g,

Without chipbreaker

-
= o

OO-SCLCR/L06 CCOMO060200 CCOMO060200 CCOO060200 CCOMO060200 CCGX060200 CCOO060200 CCOO060200

O0O-SCLCR/L09 CCOMO09T3OO CCOOo9T3OO CCOmo9T3hO CCOmo9T3mOm  CCGX09T3OO CCOmo9T3OO CCcOmooT3mm

adfy sapjoy j00L

O0O-SCLCR/L12

ccOm120400 cCCOO120400 CCOO120400 CCGX120400 CCOO120400 CCOO120400
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Corresponding tool holders of insert DC[ [ ]

General Turning Tools

S-type clamping

Internal turning tools

Kr:107° 30"
_h
) i
-~ od
)
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R|L | Dminled| h | L|S|6]e v y/
S10M-SDQCR/L07 A | A 13 10 9 150 | 7 -8° | 20 | 160M2.5X5.5
S$12M-SDQCR/L07 A | A 16 12 11 (150 | 9 -8° | 22
WTO7IP
S16M-SDQCR/L07 AL A 20 16 | 15 | 150 | 11 | -6° | 27 | 160M2.5X6.5
S16R-SDQCR/L07 A | A 20 16 15 | 200 | 11 -6° | 27
$20Q-SDQCR/L11 A A 25 20 | 18 | 180 | 13 | -6° | 32
160M3.5X8
S$20S-SDQCR/L11 A | A 25 20 18 [ 250 | 13 | -6° | 32
WT15IP
S$25Q-SDQCR/L11 A A 32 25 | 23 | 180 | 17 | -6° | 32
160M3.5X10
S25T-SDQCR/L11 A | A 32 25 | 23 | 300 | 17 | -6° | 32
% A10H-SDQCR/L07 A | A 13 10 | 965|100 | 7 -8° | 20 | 160M2.5X5.5
WTO7IP
% A12K-SDQCR/L07 A | A 16 12 |11.5]125| 9 -8° | 22 160M2.5X6.5
% A16M-SDQCR/L11 A | A 20 16 | 155|150 | 11 | -6° | 27
160M3.5X8
% A20Q-SDQCR/L11 A | A 25 20 19 (180 | 13 | -6° | 32 WT15IP - -
% A25R-SDQCR/L11 A | A 32 25 | 24 1200 | 17 | -6° | 32 160M3.5X10
3 Tool holders with oil hole A Stock available /\Make-to-order
Applicable inserts
L For extra L For semi- . For Al For castiron = PCBN/PCD
AT finishing Fe ity finishing e YT machining machining inserts
USF HF HM HR LH ~— Without chipbreaker | Without chipbreaker
& F
&y S Ew &y "4 &y Ay
A91 A91 A92 A93 A93 A93 A132
Inserts shape SF EF EM LC Without chipbreaker
- . & &
A91 A92 A92 A93 A132

adAy Japjoy |00

OO-SDQCR/L07  DCOMO070200 DCOMO070200 DCOO070200

DCGX070200 DCOO070200 DCOO070200

OO-SDQCR/L11

DCOOMMT3OO DCOOMMT3OO DCOOMT3OO DCOOMMT3OO DCGX11T3O00O DCOOMNMT3IOO DCOOMMT3OO

A221
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TURN 'N G General Turning Tools

Internal turning tools

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

Kr:93° |
= |
h Dmin
B = a5
~ S @J__t \\ //
@ 2 L ad [2) -
El
;5; R-type shown
g Stock Basic dimensions(mm) Screw Wrench
& Type
g R|L | Dminled| h | L|s|6]e v y/
S10M-SDUCR/L07 A A 13 10 9 150 | 7 -8° 0 160M2.5X5.5
S12M-SDUCR/L07 A A 16 12 11 (150 | 9 -8° | 22
WTO7IP
S16M-SDUCR/L07 AL A 20 16 | 15 | 150 | 11 | -6° | 27 | 160M2.5X6.5
S16R-SDUCR/L07 A A 20 16 15 1200 | M -6° | 27
$20Q-SDUCR/L11 A A 25 20 | 18 | 180 | 13 | -6° | 40
160M3.5X 8
S$20S-SDUCR/L11 A A 25 20 18 | 250 | 13 | -6° | 40
WT15IP
$25Q-SDUCR/L11 A A 32 25 | 23 | 180 | 17 | -6° | 46
160M3.5X10
S25T-SDUCR/L11 A A 32 25 | 23 | 300 17 | -6° | 46
3 A10H-SDUCR/L07 A A 13 10 [ 95 100 | 7 -8° 0 160M2.5X5.5
¥ A12K-SDUCR/L07 A A 16 12 |11.5]125| 9 -8° | 22 WTO7IP - -
160M2.5X6.5
3 A16M-SDUCR/L07 A | A 20 16 | 155|150 | 11 | -6° | 27
% A20Q-SDUCR/L11 A A 25 20 19 | 180 | 13 | -6° | 40 160M3.5X 8
WT15IP
% A25R-SDUCR/L11 A A 32 25 | 24 1200 | 17 | -6° | 46 160M3.5X10
% Tool holders with oil hole A Stock available /\Make-to-order
Applicable inserts
. For extra s For semi- . For Al For castiron =~ PCBN/PCD
aREleatel finishing e el finishing I LI machining machining inserts
USF HF HM HR LH — Without chipbreaker | Without chipbreaker
> 4
& L & &, & & . &
A91 A1 A92 A93 A93 A93 A132
Inserts shape SF EF EM LC _ Without chipbreaker
& S &
A91 A92 A92 A93 A132

adAy Japjoy j0oL

OO-SDUCR/LO7

DCOO070200 DCOMO070200 DCOO0702000

DCGX070200 DCOO070200 DCOO070200

O0O-SDUCR/L11

DCOOMT3OO DCOOMT3OO DCOOMT3OO DCOOMT3OO DCGX11T3OO DCOOMT3ONO DCOOMMT3OO

A222




General Turning Tools

Internal turning tools

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

Kr:95° A1
R — —
51 h Dmin
| TN
"‘_ N — X —— =\
S © f //
od -
e ]
o L
R-type shown é
2
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw g
Type ‘-"' E
R|L Dminjed h|L|S|6|e f v - w g
J E
S$25Q-SDZCRI/L11 A A 32 25 |23 |180| 17 | -6° | 30 | 6.9
160M3.5X 10 WT15IP - -
S25T-SDZCR/L11 A A 32 25 | 23 [300| 17 | -6° | 30 | 6.9
S32R-SDZCR/L11 A A 40 32 |30 |200| 22 | -6° | 39 | 84
$32U-SDZCR/L11 A| A| 40 |32|30|350| 22 |-6°| 39|84 WT15IP
160M3.5X 12 D11BS SM5X 8.65XA
S40S-SDZCR/L11 AL A | 50 | 40|37 |250| 27 | -4° | 47 | 9.4 WH3S5L
S40V-SDZCR/L11 A A 50 40 | 37 [400| 27 | -4° | 47 | 9.4
% A25R-SDZCR/L11 A A 32 25 | 24 |200| 17 | -6° | 30 | 4.5 | I60M3.5X10 WT15IP - -
WT15IP
*A32S-SDZCR/L11 A A 40 32 | 31 |250| 22 | -6° | 39 | 6.0 | I60M3.5X12 WH35L D11BS SM5X 8.65XA
3% Tool holders with oil hole A Stock available /A\Make-to-order
Applicable inserts
Aoplication For extra For finishin For semi- For roughin For Al For castiron =~ PCBN/PCD
pp finishing 9 finishing ghing machining machining inserts
USF HF HM HR LH = Without chipbreaker Without chipbreaker
& F
N s s & a/ -~/
A91 A91 A92 A93 A93 A93 A132
Inserts shape SF EF EM LC Without chipbreaker
A91 A92 A92 ' A93 A132

adAy Japjoy |00

0O0O-SDZCR/L11

DCOOMMT3OO DCOOMMT3OO DCOOMT3OO DCOOMT3OO DCGX1MT3OO DCOOMT3IOO DCOOMT3ION

A223



TURN 'N G General Turning Tools

Internal turningtools -—--------------ooio oo

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

Kr:75° .
== J Dmin
[ELEy -
yA —| 0 | E—
R C ! —— e — 4
e od -
L
E R-type shown
g
g Stock Basic dimensions(mm) Screw Wrench Shim Shim screw
& Type
g R| L |Dminjed| h|L S 6e v y/ = w
S12M- SSKCR/L09 A | A 16 12 | 11 |150| 9 |-10°| 26
S16M- SSKCR/L09 AL A 20 16 | 15 |150 | 11 |-11°|32.5
S16R- SSKCR/L09 A | A 20 16 | 15 | 200 | 11 |-11°|32.5| I60M3.5X8 WT15IP --- -—-
S$20Q- SSKCR/L09 AL A 25 20 | 18 |180| 13 | -6° |34.5
S$20S- SSKCR/L09 A A 25 20 | 18 |250| 13 | -6° |34.5
$25Q- SSKCR/L12 AL A 32 25 | 23 [180| 17 | -8° |36.3
WT15IP
S25T- SSKCR/L12 A | A 32 25 | 23 |300| 17 | -8° |36.3
160M4 X 11X
S32R- SSKCR/L12 AL A 40 32 | 30 |200| 22 |-10°|43.5 WT15IP
S12BS SM6 X 10XA
$32U- SSKCRI/L12 A| A | 40 |3230 350 22 |-10°435 WHA40L
¥ A12K- SSKCR/L09 AL A 16 12 | 11 (125 9 |-10°| 26
3 A16M- SSKCR/L09 A A 20 16 | 15 |150 | 11 |-11°|32.5 160M3.5X 8 WT15IP - -
3 A20Q- SSKCR/L09 A A 25 20 | 19 |180| 13 | -6° |34.5
3 A25R- SSKCR/L12 AL A 32 25 | 24 |1200| 17 | -8° |41.3 WT15IP - -
160M4 X 11X WT15IP
3 A32S- SSKCR/L12 A A 40 32 | 31 |250| 22 |-10°|42.8 WHAOL S12BS SM6 X 10XA
% Tool holders with oil hole A Stock available /\Make-to-order
Applicable inserts
L L e . - For cast iron PCBN/PCD
Application For finishing  For semi-finishing  For roughing  For Al machining machining inserts
HF 3 HM * 4 HR § LH = Without chipbreaker Without chipbreaker
o < ol oy a

W A% N Ao B A7 B A s A7 e A3

Without chipbreaker

EFH EME s «
A96 A96 u A97 Bl Al134

OO-SSKCR/L09  sCOO09T30O scOmooT3nn scOoOooT3nn SCGX09T300 scOoOooT3nn

Inserts shape

O0O-SSKCR/L12 scOO120400 scoO120400 SCGX120400 scomd120400 scOO120400

adA) Japjoy |00l

>
N
N
BN



General Turning Tools

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Internal turning tools

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

Kr:91°
&) 2
R-type shown g
S
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw g
Type ‘_’ E
R|L|Dmn|ed h|L|S|6 e v y/ A w 5
=
S$12M-STFCR/L11 A | A | 16 |12]11|150| 9 |-10°| 30
S16M-STFCR/L11 Al A 20 | 16|15 (150 | 11 | -6° | 35
S16R-STFCR/L11 A | A| 20 |16 |15|200| 11 | -6°| 35 | 160M2.5X6.5 WTO7IP
$20Q-STFCR/L11 A A 25 20 | 18 |180| 13 | -3° | 36
S$20S-STFCR/L11 A | A 25 20 | 18 |250 | 13 | -3° | 36
S$25Q-STFCRI/L16 Al A 32 25 | 23 [180| 17 | -6° | 49
160M3.5X 10 WT15IP
S$25T-STFCR/L16 A | A | 32 | 2523|300 17 |-6°| 49
S32R-STFCR/L16 A | A | 40 | 32|30 |200| 22 |-10°| 50
S32U-STFCR/L16 A | A | 40 |32]30/|350| 22 |-10°| 50 WT15IP
160M3.5X 12 T16BS SM5X 8.65XA
S40S-STFCR/L16 Al A | 50 |40 |37 |250] 27 | -8°| 60 WH35L
S40V-STFCR/L16 A | A 50 40 | 37 |400| 27 | -8° | 60
% A12K-STFCR/L11 A A 16 12 [11.5/125| 9 [-10°| 26
XA16M-STFCR/L11 A | A | 20 |16 |155/150| 11 | -6° | 30 | I60M2.5X6.5 WTO7IP
%A20Q-STFCR/L11 A | A | 25 | 20|19 |180| 13 |-3°| 36
%¢A25R-STFCR/L16 A | A | 32 |25|24|200| 17 | -6° | 45 | 160M3.5X10 WT15IP
%¢A32S-STFCR/L16 A A | 40 | 3231|250 22 |-10°| 49 | 160M3.5X12 WT15IP T16BS SM5 % 8.65XA

% Tool holders with oil hole A Stock available /A\Make-to-order

Applicable inserts

s L For semi- n - For cast iron PCBN/PCD
Application For finishing finishing For roughing  For Al machining machining inserts
HF HM HR LH A Without chipbreaker Without chipbreaker

A -y L% - [=]
. A% s A101 e A101] e A102] s A102] (e A135

EF EM LC /. Without cmpbreaker
Ao, &
A100 A100 "A101 H A135

OO-STFCR/L11 TCOO1102000 TCOO110200 TCOO1102000 TCGX110200 TCOO1102000 TCOO1102000

Inserts shape

OO-STFCR/L16 TCOO16T3OO TCcOO1eT3OO TCOO16T3OO TCGX16T30O TCOO1eT3OO TCOO1eT3OO

adAy Japjoy |00

A225



A TURN 'N G General Turning Tools

Internal turningtools -~

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

Kr:107°30" )
h
orz,@ gd Dmin
R A @
(%) 1 L /
o /
L
% R-type shown
g Stock Basic dimensions(mm) Screw Wrench
& Type
5 R| L |Dminjed| h|L|S|6|e v y/
S$16Q-SVQCR/L11 A | A | 22 |16]15|180| 13 | -6° | 28
I60M2.5% 6.5 WTO7IP
S20R-SVQCR/L11 A | A 26 | 20|18 |200| 15 | -4° | 32
A Stock available /A\Make-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining
USF EE HF - LH ™
A103 A103 - A104
Inserts shape SF LC
A103 A104
0OO-SVQCR/L11 vcoo11o0300 vcood11o3ond vCGX110300O

adA) Japjoy |00l

A226



Corresponding tool holders of insert VC [ ][]

General Turning Tools

S-type clamping

Internal turning tools

SVUCRIL

Kr:93°
¢ 1
=1 ]
. " od Dmin
D ] [ |
s 1 i
e 0 -
R-type shown
Stock Basic dimensions(mm) Screw Wrench - -
Type
R|L |Dminjed h|L|S |6 e v V
$16Q-SVUCR/L11 A A 24 16 | 15 |180| 15 | -6° | 25
160M2.5X6.5 WTO7IP - -
S20R-SVUCR/L11 A A 28 20 | 18 |200| 17 | -4° | 30
A Stock available /A\Make-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining
USF HF LH —
e b R
A103 A103 A104
Inserts shape
O™ " <
A103 A104
OO-SVUCR/L11 vcood11o3onO vcoo11o0300 vecaexX110300

adAy Japjoy |00

A227
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A TURN’NG General Turning Tools

Internal turningtools -—--------------ooio oo

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

SVQBRIL

Kr:107° 30’ ﬁl l
I i

b 3
«
Z
N
D,
n"
|
1
1
_!_
L |
i
Q I
o 1
|
1
|
// O\
\
N 9

5
® R-type shown
E
g Stock Basic dimensions(mm) Screw Wrench Shim Shim screw
& Type (’
5 R| L |Dminled h|L|S|6|e|f v y/ e w
S32RSVQBR/L16 A | A | 40 |32|30200| 22 |-8 |56 |84
S32U-SVQBR/L16 A | A| 40 [32|30|350| 22 |-8|56|84
WT15IP
S40S-SVQBR/L16 A | A | 50 |40 |37 |250| 27 |-8°| 64 |9.4| I60M3.5X12 WH35L V16BS SM5X 8.65XA
S40V-SVQBR/L16 A | A 50 | 40 | 37 |400| 27 | -8° | 64 | 9.4
3 A32S-SVQBR/L16 | A | A 40 32 |31 |250| 22 |-8° |56 |84

% Tool holders with oil hole A Stock available /\Make-to-order

Applicable inserts

Application For finishing For semi-finishing For roughing PCBN/PCD inserts
EF HM “ HR o Without chipbreaker
=t — - iﬂg. =~ -
A106 A107 A107 S A137
Inserts Shape NF Without chipbreaker
‘ ——
A106 A137
OO-SVQBR/L16 vBOO160400 vBOO160400 vBOO160400 vBOO160400

adA) Japjoy |00

A228



Corresponding tool holders of insert VB[ ][]

General Turning Tools

S-type clamping

Internal turning tools

SVUBRIL
Kr:93°

R-type shown
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw
Type (

R|L|Dmin|ed h|L|S|6 | e|f v y/ — w
S32R-SVUBR/L16 A | A 40 | 32|30 |200| 22 |-8°| 49 |84
S32U-SVUBR/L16 A| A| 40 [32)|30|350| 22 |-8°|49 84

WT15IP

S40S- SVUBR/L16 A| A 50 |40 |37 |250| 27 | -8°|56.5) 9.4 | 160M3.5X12 WH35L V16BS SM5 X 8.65XA
S40V- SVUBR/L16 A | A 50 40 | 37 |400| 27 | -8° |56.5| 9.4
3A32S-SVUBR/L16 | A | A 40 32 | 31250 22 | -8° | 49 | 84

% Tool holders with oil hole

A Stock available

Applicable inserts

/A\Make-to-order

Application For finishing For semi-finishing For roughing PCBN/PCD inserts
EF HM HR I Without chipbreaker
— .¢ . -
A106 A107 A107 A137
Inserts Shape NF Without chipbreaker
-2 —
A106 A137
OO-SVUBR/L16 vBOO160400 vBOO160400 vBOO160400 vBOO160400

adAj Japjoy |00

A229
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A TURN 'N G General Turning Tools

Internal turningtools -~

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

SCLPRIL
Kr:95°
h . ad Dmin
6; 1| L
%% @: ''''''' '\
& L )
R-type shown
Stock Basic dimensions(mm) Screw Wrench

=3
=3
(e}
=
=
2
=
=1
=
2.
=
aQ
=
=]
=3
@

Type
R|L | Dminjed h|L S|6]e v >/

S10K-SCLPR/L06 A | A 12 10| 9 [125) 6 |-7°| 17

160M2.5X 5.5 WTO7IP - -
S12M-SCLPR/L06 A | A 16 12 | 11 {150 8 |-4°| 20

$16Q-SCLPR/L09 A | A 20 | 16|15 |180| 10 | -4° | 29

I60M3.5X 8 WT15IP - -
S20R-SCLPR/L09 A A 25 | 20|18 |200| 13 | -4°| 35

A Stock available /A\Make-to-order

Applicable inserts

‘ Application For extra finishing
M =
Inserts shape |9 9
A108
OO-SCLPR/L06 cpOd060200
OO-SCLPR/LO9 cPOO09T3OO

adAy Japjoy |00

A230



General Turning Tools

**************************************************************************** Internal turning tools

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

SDQPRIL
Kr:107°30’

R-type shown

Stock Basic dimensions(mm) Screw Wrench

Type
R|L | Dminjgd h|L|S|8|e v y/

S10K-SDQPR/L07

]
)
<)
2
o0

k=
=
£
3
2

=
=
£
Y
&
=

A 13 10| 9 |125| 7 |-8°| 20

160M2.5X 5.5

S12M-SDQPR/L07 16 |12 |11 |150| 9 |-8°| 22 WTO7IP

> > >
>

$16Q-SDQPR/L07 A 20 |16 |15 |180| 11 | -6°| 27 | I60M2.5X6.5

S$16Q-SDQPR/L11 A | A 20 16 | 15 |180| 11 | -6° | 32

160M3.5X8 WT15IP -—- -

S20R-SDQPR/L11 A A 25 |20 |18 |200| 13 | -6° | 33

A Stock available /A\Make-to-order

Applicable inserts

Application For extra finishing
USF
Inserts shape A109
P SF
A109
OO-SDQPR/LO7 DPOO070200
O0O-SDQPR/L11 DPOO11T3OO

adAy Japjoy j00L

A231



A TURN’NG General Turning Tools

Internal turningtools -~

Corresponding tool holders of insert DP[ 1[ ] s-type clamping
SDUPRIL
Kr:93°
71
o h ad
LS ; ] [
s ! = | |
g e
L
|
R-type shown
Stock Basic dimensions(mm) Screw Wrench

5
=
[}
<]
=
2
o
=]
5
2.
=]
@
o
3
=N
v

Type
R|L Dmin|led h|L|S|6]e v y/

S10K-SDUPR/LO7 A | A 15 10| 9 [125| 9 |-8°| 18

160M2.5%5.5
S12M-SDUPR/LO7 | A | A | 16 |12 |11 |150| 9 |-8°| 19 WTO7IP

S$16Q-SDUPR/L07 A A 20 16 | 15 |180| 11 | -6° | 25 | I60M2.5X6.5

A Stock available /\Make-to-order

Applicable inserts

Application For extra finishing
USF
Inserts shape A109
P SF
A109
OO-SDUPR/LO7 DPOO070200

adAy Japjoy j00L

A232



General Turning Tools

**************************************************************************** Internal turning tools

Corresponding tool holders of insert TP [ | s-type clamping

STUPRIL
Kr:93°
asag
o N gd
Yo —=1
i L
R-type shown
Stock Basic dimensions(mm) Screw Wrench

Type
R|L Dmin|led h|L|S|6]e v >/

S10K-STUPR/L09 A | A 12 10| 9 |125| 6 |-6°| 20

]
)
<)
2
o0

k=
=
£
3
2

=
=
£
Y
&
=

160M2.2X5.5 WTO7IP - —
S12M-STUPR/L09 A | A 16 12|11 |150| 8 |-4°| 22

S$12M-STUPR/L11 A | A 16 12|11 |150| 8 |-4°| 25

160M2.5X6.5 WTO7IP --- —

S$16Q-STUPR/L11 A | A 20 16 | 15 |180| 10 | -3° | 27

A Stock available /\Make-to-order

Applicable inserts

‘ Application For extra finishing

SF
Inserts shape
A1
OO-STUPR/L09 TPOO090200

O0O-STUPR/L11 TPOO110300

adAy Japjoy |00

A233
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TURN 'N G General Turning Tools

Internal turning tools

S-type clamping

Corresponding tool holders of insert CC[ ][]

SCFCR
Kr:90°

a

R-type shown

Inserts shape

Stock Basic dimensions(mm) Screw Wrench
Type
R| L |Dminjed|L|s|a|b|e v >/
S10M-SCFCR06S25 A A 13 10 |160| 7 | 27 | 25 | 30 160M2.5X5.5
WTO7IP
S12P-SCFCR06S25 A | A 16 12 1170 9 | 27 | 25| 35 160M2.5X6.5
S$16Q-SCFCR09S25 A A 20 16 [180| 11 | 27 | 25 | 40
160M3.5X 8 WT15IP -— —
S20R-SCFCR09S25 A | A 25 20 |200| 13 | 27 | 25 | 45
S25R-SCFCR12S25 A A 32 25 |200| 17 | 27 | 25 | 50 160M5 X 13 WT20IP - -
A Stock available /A\Make-to-order
Applicable inserts
L For extra L For semi- . For Al For castiron ~ PCBN/PCD
APAEEIER finishing FEr IS AT finishing eI rELEli machining machining inserts
USF HF ° :r HM HR | 7 LH - --1 Without chipbreaker | Without chipbreaker
E L) Q '_g_r' ’-ﬁ', () -
A87| NN Ag7 W s B o W Ao el A% Wy A130

-
A87

N -
A88

EM.
A88

LC fEm
i)

A89

Without chipbreaker

-
= o

adAy Japjoy j00]

O0O-SCFCR06S25 CCOM060200 CCOM060200 CCOM060200 CCOMO060200 CCGX060200 CCOMO060200 CCOMO0602000

[O0O-SCFCR09S25 CCOMO09T3OO CCOO09T3OO CCOO09T3OO CCOO09T3OO CCGX09T3OO CCOmo9T3dd CccOomoaT3mnd

O0O-SCFCR12S25

CCOMO120400 CCOMO120400 CCOO120400 CCGX120400 CCOO120400 CCOO120400

A234




Corresponding tool holders of insert CC[_] [ ]

General Turning Tools

S-type clamping

Inserts shape

Kr:95°
B 2|
(('\\(\
952 ol P O
isi 51 | S b i
e |
L
)
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R| L |Dminjed| L |s|a|b|e v >/
S10M-SCLCR06S20 A | A 13 10 [150| 7 | 22 | 20 | 30
160M2.5X5.5 WTO7IP - -
S12P-SCLCR06S20 A | A 16 12 (170 9 | 22 | 20 | 35
S$16Q-SCLCR09S20 A A 20 16 |180| 11 | 22 | 20 | 40
160M3.5X8 WT15IP - —
S20R-SCLCR09S20 A | A 25 20 [200| 13 | 22 | 20 | 60
A Stock available /\Make-to-order
Applicable inserts
s For extra o For semi- . For Al For cast iron PCBN/PCD
GERIEtR finishing FEr S finishing e g machining machining inserts
USF HF - HM & HR I 7 LH - Without chipbreaker | Without chipbreaker
N e e Te e e e
Ag7| NN As7 NN ncs NN ngo R Ag9 A% oy A130

SF

EAEW

i -
A88

- .
A88

LC fEm
(S

A89

Without chipbreaker

[
= 0

OO-SCLCR06S20 CCOMO060200 CCOMO060200 CCOMO060200 CCOMO060200 CCGX060200 CCOMO060200 CCOMO0602000

OO-SCLCR09S20 CCOOO09T3OO CCOOO09T3OO CCOO09T3OO CCOMO09T3OO CCGX09T3OO CCOmo9T3mO CCcOmoaT3mn

adAy Japjoy jooL

A235

Internal turning tools



Technical features

Increasing material rigidity of tool holder can reduce the amplitude, or obtain larger overhang
under the condition of same systemic stability. Therefore, compared with steel tool holder,
cemented carbide tool holder has better dampening effect, smaller amplitude and reaches
convergence point sooner. As for machining under the condition of long overhang and easy
vibration, they can exert excellent performance and achieve higher dimensional accuracy and
surface quality.

Under the same machining condition
the maximum overhang of cemented carbide tool holder can

reach L<6D, while the recommended maximum overhang of
steel tool holder is L<3D.

- > ER
33 33
o o 8
32 ERy
3o 38
o3 S o
oY Q=
Qo ~ O
[ng 5
o 2 ez
-9 < ©
s 9 T <
T < 20
=5 0 o
o = Qo
S o S
o 5
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Steel tool holder Cemented carbide tool holder




General Turning Tools

**************************************************************************** Internal turning tools

Corresponding tool holders of insert CIP [_][_](Damping tool holder) s.type clamping

SCLPRIL
Kr:95°
EShins: =}
h . ad Dmin
0 141
%75 1% ''''''' )
f@ , L2 L1 )
R-type shown
Stock Basic dimensions(mm) Screw Wrench

Type
R| L |Dminled| s |Li|L2|h @ v y/

C10M-SCLPR/L06 A | A 12 10| 6 [150| 17 | 9 | -7°

160M2.5X5.5 WTO7IP
C12Q-SCLPR/L06 Al A 16 12| 8 |180| 20 | 11 | -4°

C16R-SCLPR/L09 A | A 20 16 | 10 |200| 29 | 15 | -4°

=
<
=
=]
=
g
=
oh
=
‘a
5
<
a
z
8
=
Bh
=
=
E
=
=
=
=
9
=
=

I160M3.5X8 WT15IP
C20S-SCLPR/L09 Al A 25 | 20|13 |250| 35| 18 | -4°

A Stock available /\Make-to-order

Applicable inserts

‘ Application For extra finishing
M =
Inserts shape i
A108
OO-SCLPR/L06 cpPOO060200
0OO--SCLPR/L09 cPOOO09T3OO

adAy Japjoy |00

A237



TURN 'N G General Turning Tools

Internal turningtools -~

Corresponding tool holders of insert DIP [ | [ ](Damping tool holder) ' s.type clamping

SDQPRIL
Kr:107°30°

2 “\
= R-type shown
E.
=
“ Stock Basic dimensions(mm) Screw Wrench
(=3
I Type
S, R| L |Dmin|gd| s |Li|Lz| h|® v y/
£
@ C10M-SDQPR/L07 A | A| 13 [10| 7 (15020 | 9 |-8°
g I60M2.5X 5.5
= C12Q-SDQPR/L07 AL A 16 12| 9 |180| 22 | 11 | -8° WTO7IP
(=]
§ C16R-SDQPR/L07 Al A 20 |16 |11 200] 27 | 15| -6° | I60M2.5X6.5
C16R-SDQPR/L11 A A 20 16 | 11 |200| 32 | 15 | -6°
160M3.5X 8 WT15IP
C20S-SDQPR/L11 A | A| 25 |20|13|250| 33|18 | -6°

A Stock available /\Make-to-order

Applicable inserts

‘ Application For extra finishing
SF
Inserts shape E
A109
OO-SDQPR/LO7 DPOOO0702000
OO-SDQPR/L11 DPOOMMT3OO

adA) Japjoy |00

A238



General Turning Tools

**************************************************************************** Internal turning tools

Corresponding tool holders of insert DIP [ ] [ ](Damping tool holder) s-type clamping

SDUPRIL
Kr:93°

R-type shown

Stock Basic dimensions(mm) Screw Wrench

Type
R| L |Dminled| s |Li|L2|h @ v y/

C10M-SDUPR/L07 A A 15 10| 9 |150| 18 | 9 | -8° | I60M2.5X5.5

C12Q-SDUPR/L07 Al A 16 121 9 |180| 19 | 11 | -8° WTO7IP
160M2.5X6.5

C16R-SDUPR/L07 AL A 20 16 | 11 |200| 25 | 15 | -6°
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A Stock available /\Make-to-order

Applicable inserts

‘ Application For extra finishing
SF
Inserts shape E
A109
OO-SDQPR/LO7 DPOO07020001

adAy Japjoy |00
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A TURN’NG General Turning Tools

Internal turningtools -~

Corresponding tool holders of insert TP [ | [_](Damping tool holder) s.type clamping

STUPRIL
Kr:93°

) N ad Dmin
ST T=— 1@? 7N
S - | [ 1 &
L2 L1
& “

R-type shown

Stock Basic dimensions(mm) Screw Wrench

Type
R| L |Dminled| s |Li|L2|h @ v >/

C10M-STUPR/L09 A | A 12 10| 6 |1501 20 | 9 | -6°

160M2.2X5.5 WTO7IP

C12Q-STUPR/L09 A | A 16 |12 | 8 |180]| 22 | 11 | -4°

g
2
[}
g
=
=R
=
=
E.
=
aQ
g
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2
o
o
2
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aQ
g
=2
=
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=5
]
=

C12Q-STUPR/L11 A | A 16 12| 8 |180| 25 | 11 | -4°

160M2.5X6.5 WTO7IP

C16R-STUPR/L11 A | A 20 16 | 10 |250| 27 | 15 | -3°

A Stock available /\Make-to-order

Applicable inserts

Application For extra finishing
SF
Inserts shape é
A111
OO-STUPR/LO9 TPOO090200
OO-STUPR/L1M TPOO110300

adAy Japjoy |00L
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General Turning Tools

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Internal turning tools

Corresponding tool holders of insert VC [ ] [_](Damping tool holder) s-type clamping

Kr:107°30’
—
—
h
od Dmin iy
1 734
{71 i \
L1 £ -‘3
S
=
R-type shown )
IS]
4
Stock Basic dimensions(mm) Screw Wrench ‘&
Type 5
R| L |Dmined|s |Li|L2| h| o w )// Z
S]
ep
C16R-SVQCR/L11 Al A 22 |16 |13 (200 28 | 15 | -6° =
160M2.5X 6.5 WTO7IP i
C20S-SVQCR/L11 AL A 26 | 20| 15 |250| 32 | 18 | -4° =
=
A Stock available AMake-to-order =

Corresponding tool holders of insert WC [ ] [_](Damping tool holder) s-type clamping

Kr:93°
— =|
P J
- | @d
\‘. gq," | I
S ------- J | ——
L2 L
I
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R| L |Dmin|ed| s |Li|Lz| h e w y/
C16R-SVUCR/L11 A A 24 16 | 15 |200| 25 | 15 | -6°
160M2.5X6.5 WTO7IP
C20S-SVUCR/L11 AL A 28 20 | 17 |250| 30 | 18 | -4°
A Stock available /\Make-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining
USF HF LH
A103 A103 A104
Inserts shape SF LC
A103 A104
§ OO-SVQCR/L11 vcoot11o300O vcoo110300 veaxX110300
g— OO-SVUCR/L11 vcoo110300 vcoo110300 vecaxX110300




TURN 'N G General Turning Tools

Application information of general turning -~~~

/Table of recommended cutting parameters for general turning\

CVD Coating PVD Coating Cermet (S Cemepted Ceramic
cermet| carbide

YBC151|YBC251|YBC152 | YBC252| YBC351 | YBC352 | YBG102| YBG202 YBG302 | YNG151|YNG151C| YC10 | YC40 |CA1000 | CN2000

ISO Materials|

Feed rate (mm/rev)

0.1-0.6 | 0.1-0.8 | 0.1-0.6 | 0.1-0.8 | 0.2-1.0 | 0.2-1.0 | 0.2-0.4 | 0.1-0.6 |0.05-0.8|0.05-0.2|0.05-0.2| 0.1-0.4 | 0.1-0.5 | 0.1-1.5 | 0.1-1.5

gH ssaupJeH

Cutting speed (m/min)

C=0.15% | 125 |430-200|430-190|500-270|480-240|380-165|430-220 |460-220 | 380-180|360-165 | 550-350 | 580-350|360-165 | 300-145 | 800-300

C=0.35% | 150 |380-180|410-180|460-250|460-230|300-150|350-200 |440-210|300-170|280-150 | 500-300 | 520-300|280-150 |220-130 |600-200

|981s uogien

C=0.60% | 200 |330-150|350-150|400-220 |400-200|260-130|310-180|380-180 | 260-150|240-130 |460-260 |480-260|240-130| 180-80 |400-150

Anneal | 180 [350-170|350-150|400-180|400-200|200-100|250-150|380-180|200-120|180-100 |410-240|430-240|180-100| 160-80 |150-180|400-150
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Hardened| 275 |230-100|210-100|280-150|260-140| 140-70 |200-120|240-120| 140-90 | 120-70 |300-180|320-180| 120-70 | 120-50 |350-120|300-100

|99)s Ao|lyY

Hardened| 300 |210-100| 190-70 |260-150|240-120| 125-60 | 180-110|220-100| 125-80 | 100-60 |250-170|270-170| 100-60 | 80-40 |300-100| 250-80

Hardened| 350 | 180-80 | 170-70 |230-120|220-120| 110-55 |160-100|200-100| 110-75 | 90-55 |230-150|250-150| 90-55 | 70-45 | 300-80

Anneal | 200 |320-150|260-120|360-190|310-170| 175-80 |220-130|290-150|175-100| 155-80 |350-200|370-200| 155-80 | 135-60 |400-150|350-120

Hardene | 325 | 140-90 | 100-50 |190-130|150-100| 85-40 | 140-90 | 130-80 | 85-60 | 65-40 |170-110|190-110| 65-40 | 45-30 |300-100| 280-80

[eays Aojle ybIH

Non-Alloy| 180 |240-120|200-100|280-160|250-140| 135-75 |190-130|230-125| 135-95 | 115-75 |260-170|280-170| 115-75 | 95-55 |600-220

Low alloy | 200 | 230-70 | 170-60 |280-110|220-110| 120-80 |170-130| 200-90 |120-100| 100-80 |260-170|280-170| 100-80 | 80-60 |400-150

19818 158D

High alloy| 225 | 160-70 | 140-50 |210-110|190-100| 95-55 |150-110| 170-80 | 95-55 | 95-55 |260-100|280-100| 95-55 | 75-35 |350-120

CVD Coating PVD Coating Cermet (Gaztl
cermet
I
3 YBM151|YBM153 | YBM251|YBM253 YBG202|YBG205 YBG302 YNG151 YNG151C
. =)
ISO Materials 2 Feed rate (mmi/rev)
7
% 0.2-0.6 | 0.2-0.6 | 0.2-0.6 | 0.2-0.6 0.1-0.4 | 0.2-0.4 | 0.2-0.6 | 0.1-0.3 | 0.1-0.3
Cutting speed (m/min)
| Ferrite | 180 |280-180(280-180(250-140(260-140 300-190 |290-190 | 250-150 | 330-220 | 350-210
g
M § Austenite | 260 |250-150|250-150|200-110|210-110 250-160 |240-160 |220-120 |250-150 |270-140
12}
g
= | Martensite | 330 |200-140|200-140|210-130|220-130 260-170|250-170|210-120|270-170|290-160

A242




General Turning Tools

Application information of general turning

/Recommended table of cutting parameters for general turning\

CVD Coating Cermet el Ceramic Cemepted
cermet carbide
I
E YBD052 | YBD151 | YBD102 | YBD152 | YBD252 | YNG151 [YNG151C| CA1000 | CN1000 | CN2000 | YC10 YC40
. >
ISO| Materials o Feed rate (mmi/rev)
(7]
% 0.1-04 | 0.1-0.6 | 0.1-04 | 0.1-0.5 | 0.1-0.8 | 0.1-0.4 | 0.1-04 | 0.1-1.5 | 0.1-1.5 | 0.1-1.5 | 0.1-0.3 | 0.1-0.4
Cutting speed (m/min)
Ferrite 130 350-230 | 315-210 | 330-220 | 320-105 | 250-170 | 280-160 | 300-180 |1200-200 | 800-600 | 800-600 | 150-90 105-45
Malleable
castiron
Pearlite 230 250-105 | 225-95 | 230-100 | 230-100 | 180-75 | 220-120 | 240-150 |1000-200| 700-500 | 700-500 | 120-70 80-30
Low cast iron 180 520-200 | 450-180 | 480-200 | 480-190 | 380-150 | 400-250 | 420-270 |1200-200 | 800-600 | 700-500 | 170-100 | 130-60
High cast iron 260 230-120 | 210-110 | 220-115 | 210-100 | 170-90 | 360-240 | 380-260 |1000-200| 750-500 | 800-600 | 130-70 95-40
Nodular Ferrite 160 310-150 | 285-140 | 300-150 | 290-140 | 220-110 | 330-190 | 350-210 | 800-200 | 600-450 | 600-450 | 140-80 115-45
cast
o0 Pearlite 250 230-110 | 210-100 | 220-105 | 210-100 | 170-90 | 310-200 | 330-220 | 700-200 | 500-350 | 500-350 | 110-70 80-30
PVD Coating | Cemented CBN PCD
carbide
I
93’- YBG102 | YBG105| YD101 | YCBO11 | YCBO12 | YCDO11
. >
ISO| Materials o Feed rate (mm/rev)
()
% 0.05-0.15/0.05-0.15/0.05-0.35| 0.05-0.5 | 0.05-0.2 | 0.05-0.5
Cutting speed (m/min)
R o 1750-800 <2500
Al treatment
alloy
ey 100 510-250 <2500
treatment
No heat
Cast | treatment | 72 460-175 <2500
aluminum
alloy | Heat 9 300-110 <2500
“ treatment
Lead alloy| 110 610-205 630-65
Copper,
c pure 90 310-195 630-65
:I‘l)oper copper
Y Copper,
nonleaded
Copper, 100 225-115 375-30
electrolytic
copper
NI Ni-base
s base 40 90-30 90-40 70-20
alloy
alloy
45
Hard steel HRC 350-225
Other Super | 50~60
materials | hard steel| HRC 250-135
chilled 54, 180-120
cast iron
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A TURN 'N G General Turning Tools

Application information of general turning

/ Table of correctional cutting parameters of internal turning \

Internal turning tools by P-type clamping

L/D=3-4
- L/D<3 .
. . Machining (Diameter of shank=® 16mm)
Workpiece material Hardness HB - -
category Feed rate Cutting depth Feed rate Cutting depth
(mm/rev) (mm) (mm/rev) (mm)
Carbon steel, Alloy steel
. HB180—280 | For semi-finishing | 0.1-0.25-0.4 <5.0 0.1-0.2-0.3 <4.0
45", 42CrMo
Stainless steel
<HB220 For semi-finishing 0.1-0.2-0.3 <4.0 0.1-0.15-0.25 <3.0
1Cr18Ni9Ti 0Cr18Ni9
Cast iron HT250 HB170—230 | For semi-finishing | 0.1-0.25-0.4 <5.0 0.1-0.2-0.3 <4.0
Internal turning tools by S-type clamping
L/D<3 L/D=4 L/D=5 L/D=6
. .| Hardness | Machining - - - -
Cutt Cutt Cutt Cutti
LIS L] HB category Feed rate uHing Feed rate wHing Feed rate HHing Feed rate dHing
(mm/rev) depth (mm/rev) depth (mml/rev) depth (mm/rev) depth
(mm) (mm) (mm) (mm)
Carbon steel, . For 10.05-0.1-0.15 | <0.2 | 0.05-0.1-0.15 | <0.2
inishing
Alloy steel |HB180-280
457, 42CrMo Ff."r.se.m" 0.15-0.25-0.35| <3.0 | 0.1-0.15-0.2 | <1.5
inishing
Stainless steel . For 10.05-0.1-0.15 | <0.2 |0.05-0.1-0.15| <0.2
inishing
M | icrsnioTi | <HB220
0Cr18Ni9 ':."r.se_m" 0.15-0.2-0.25 | <2.0 | 0.1-0.15-02 | <1.0
inishing
fin;irmg 0.05-0.1-0.15 | <0.2 |0.05-0.1-0.15| <0.2 |0.05-0.1-0.15| -0.15 | 0.05-0.1-0.15 | <0.1
Al Alloy -
For semi-
finishing 0.05-0.1-0.15 | <2.0 |0.05-0.1-0.15| <1.5 |0.05-0.1-0.15| -1.0 0.05-0.1-0.15 <1.0
Damping internal turning tools
Machini E i h
Workpiece material ac .|r1|ng Chipbreaker | Inserts material eed rate Cutting dept
conditions (mm/rev) (mm)
Steel HB180—280 0.05-0.2-0.35 0.05-0.1-0.3-0.5
YNG151
M Stainless steel <HB220 For finishing SF 0.05-0.2-0.35 0.05-0.1-0.3-0.5
YNG151C
Castiron HB170—230 0.05-0.2-0.35 0.05-0.1-0.3-0.5

A244
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General Turning Tools

Application information of general turning

Frequent problems of turning and solutions

\
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Common
problem

Solutions

Cause

Tool

Machine clamping

: Cutting conditions Tool shape
material 9 P system
1ol |lo|ol|eo ® |z |>» |20|55|g5|20|z0| D
® 12 5|8 |5 5|58/ 2|3|8|55/88|23/1a3|25] ¢
g | g | Z a | = = 2313 3 T |52|8¢ |52 (=388 3
@ @ = = =3 S o @ = = S @3 |g2(ge|dgS |8 &
s | f 1€ g€ & 30|88 |8 |32|"8|28|338| 3|«
» 1] [N = n (=3 = () ©
e 3|3 g8 |°2|° | |3 | & 3|%a(s2 S|
- (0] =
2|z |8 S |&a| & e | &| aljsg| =
| 2 3 @ o | F| 2| 8
» =3 ) o = <)
7] o 2 =
x =) o, o
) o o
[ X @

Bad precision
during
machining

Abrasion intensified on flank

<\

Unsuitable cutting
conditions

Bad surface
quality

Abrasion intensified and
cutting edge not sharp
enough

Cutting edge breakage

Unsuitable geometrical
shape of cutting edge

AN

Unsuitable cutting conditions

Vibration

Built-up edge

NER

Effect of cutting
heat

Unsuitable cutting conditions

— | —p [~ | —p

— = | — |~

Unsuitable geometrical
shape of cutting edge

<

Dimensions
fluctuate during
cutting

Insert tolerance

Offset of workpiece or tools

Abrasion on flank
and rake face

Abrasion on clearance face

Abrasion on rake face

ANAN

Edge chipping

Vibration and impact

Built-up edge

Unsuitable workpiece
hardness for cutting
conditions

Thermal
cracking

Hardness of workpiece
material and tool material
unsuitable for cutting
conditions

AN N ANANANEN

Cutting
edge nose
deformation

Occurring during intermittent
machining with high feed
rate

<

Tool life

Unsuitable materials and
cutting conditions

<

Long, unbroken
and snarled
chips

Unsuitable cutting condition

Unsuitable geometry

Too short and
hard chips

Unsuitable cutting condition

Unsuitable geometrical
shape of cutting edge

Steel and Al,
burrs occurring

Unsuitable cutting condition

Tool abrasion and unsuitable
geometrical shape

Edge break out
on cast iron

Unsuitable cutting conditions

Tool abrasion and unsuitable
geometrical shape

Heavy burr on
soft steel

Unsuitable cutting condition

Tool abrasion and unsuitable
geometrical shape

A245
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A TURN’NG General Turning Tools

Application information of general turning

/

Tool damage

type

Flank wear

Abrasion of tools and various damages

Phenomenon

Cutting resistant force
increasing
Groove wear on flank

Cause

Tool material is too soft.
Cutting speed is too high.
Clearance angle is too small.
Feed rate is too low.

\

Solution

#Select tool materials with good wear resistance.
#Reduce cutting speed.

#Enlarge clearance angle.

®Increase feed rate.

Rake face wear

(Crater wear)

Bad chip controlling
Surface quality
deterioration

Tool material is too soft.
Cutting speed is too hig.
Feed rate is too high.

#Select tool materials with good wear resistance.
#Reduce cutting speed.
#Reduce feed rate.

Cutting edge

Occasional breakage

Tool material is too hard.
Feed rate is high.
Cutting edge strength is not

#Select tool materials with good toughness.
#Reduce feed rate.
#Increase land width (if rounding changes into

ili i high h.
breakage Instability of tool life I.g. gnoug chamfering).
Rigidity of tool holder and tool .
) #Enlarge tool bar size.
bar is small.
Tool material is too hard. . .
Cutting resistant force Feed rate is high, #Select tool materials with good toughness.
increasin Cutting edge strength is not #Reduce feed rate.
Breakage 9 989 9 ®Increase land width (if rounding changes into

Deterioration of surface
roughness

high enough.
Rigidity of tool holder and tool
bar is low.

chamfering).
#Enlarge tool bar size.

Plastic deformation

(Cutting edge

collapse)

Workpiece dimensions
change
Nose abrasion

Tool material is too soft.
Cutting speed is too high.
Cutting depth and feed rate
are too high.

Cutting edge temperature is
too high.

#Select tool material with good wear resistance
#Reduce cutting speed.

#Reduce cutting depth and feed rate.

#Select tool materials with good heat conductivity.

Built-up edge

Surface quality
deterioration during

Cutting speed is low.
Cutting edge is not sharp

®Increase cutting speed.
#Enlarge rake angle.

finishi
(Bonding) (I:nls '|ng ) ¢ enough. #Select tool materials that are not easy to adhere
utting resistant force Tool material is unsuitable. together (coating, cermet, etc.)
increasing
Damage because of 5 TG
Thermal thermal circulation remature edge failure due to #Adopt dry cutting.
i N Il ing duri thermal cracks. #Select tool materials with good toughness
cracking ormally occurring during Tool material is too hard. 9 9 ’
intermittent machining
burrs occurring : #Select tool materials with good wear resistance.
. ) ) Feed rate and cutting speed are ) )
Chattering Cutting resistant force : #Sharpen cutting edge by enlarging rake angle.
too high. )
increasing #Reduce cutting speed.
Usually occurring
when machining super Bonding occurs on cutting
#Sh tti dge b largi k le.
Flaking hard materials, which edge. arpen cutling edge by enlarging rake angle

is accompanied with
vibration

Chip flow is obstructed.

#Enlarge chip pocket.
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How to select parting and grooving tools

/ How to select parting and grooving tools \

Bl Structure of parting and grooving tools selection table

@ Categorized as external machining, internal machining and profile machining.

@ Concluded and separately listed according to product series (Little squirrel

series and Supplementary series).

—* Dimensions

External parting, grooving and turi

g tools

Application of external machining, internal
machining and profile machining

Internal

ooving and turning tools

/ Y ,{
s
[EE T - :
\ )
il : 3
s B :f R-type shown
[} /
Retype sh N licable
ype shown Stock Basic dimensions(mm) A‘i’:se e Screw Wrench
Stock Basic dimensions(mm) Applicable inserts|  Screw Wrench Type :
3
Type R|{L|ed| L | s | W |ame| @mn 3 " -r""
RiL|wxe | L | s | W am / - lul &
0527 | A | A | 20 | 160 | 152 | 25 | 5 27 GB70-85-M4x12 | WH3OL
QEED | 1616RI10 | A | A | 1616 | 15 | 15 | 25 | 10 | zoeoozsoo ZTEDOZS00
whaoL C25R-QEDRILO7-33 | & | A | 25 | 200 | 203 | 25 | 7 33 GB70-85-M5 16
1616RI17 | & |4 | t6xis | 125 | 15 | 25 | 17 | zoeooesoo ZRED02500) WHaoL
sovorias TET T 50 T T3 1750 T T soeomsenis C32S-QEDRIL09-42 | A | A | 32 | 250 | 253 | 25 | o a2 GB70-85-M5 20
osorinr [ a |2 om0 [T e [ as T | zoeo0sen C20Q-QFDRIL05-27 | A | A | 20 | 180 | 152 | 3 5 27 romon | STOSSMec2 | oL
wHs0L
2525RI10 | A | & | 25x25 | 150 | 24 | 25 | 10 | zoepozsoo C25R-QFDRILOT-33 | A | A | 25 | 200 | 203 | 3 7 33 GB70-85-M5 16
ZRFDOSCI0 WhaoL
252517 | & | & | 25wz | w0 | 2e |25 | 7| Tzoeooason C32S-QFDRIL09-42 | A | A | 32 | 250 | 263 | 3 9 a2
QEFD | tet6ri10 [ A [a] texie [ 125 [ 146 [ 3 [ 1o | zoFoosoo oL C25R-QGDRILOB-35 | A | A | 25 | 200 | 215 | 4 8 35 GB70-85:M5x16 | WHAOL
— - ZT6D0400
e16RILAT | A | A texe | Tes | 18 3 o Z0roosnn C32S-QGDRIL11-44 | A | A | 32 | 250 | 275 | 4 1 a4 Zroposny | GBT085MBx20
WHS0L
2020RILI0 | A A 2oxE0 | s | e 3 i 20r0nn C40T-QGDR/L13-54 | A | A | 40 | 300 | 335 | 4 13 54 GB70-85-M6 20
2020R117 | & 20x20 | 125 | 88 | 5 | 17 | zoroosoo
o wHs0L C25R-QHDRIL08-35 | A | A | 25 | 200 | 215 | 5 8 35 GB70-85-M5x16 | WHAOL
2525R110 | A | A | 25v25 | 10 | 26 | 5 | 10 | zorooano ZTHDOSCIO
C32S-QHDRILM-44 | A | 4 | 32 | 250 | 275 | 5 | n a4 GB70-85-M6 20
252517 | & | & | zsvzs | w0 | me | s || zoroeano ZRHDOSOD) WHSOL
' A x| 1 4 870-85-M6 X 2
QEGD | 2020RIL13 | & | 4| 20%20 | 10 | 85 | 4 | 1 | zoooooo CAOT-QHDRIL13-54 S Il Wl W 3 > SET0B5ME 20
s T T s T T U T 5 T smammins C25R-QKDRIL08-35 | A | A | 25 | 200 | 215 | 6 8 35 N el L
sy | a | A e | [os | n T heseion C32S-QKDRIL11-44 | A | A | 32 | 250 | 275 | 6 | 11 a4 Srkooenn | CTOREMex20 [
20 | whsoL
2525122 | A | A | 2525 | 150 | 235 | 4 | 22 | zocoosco CAOT-QKDRIL13-54 | A4 | A | 40 | 300 | 335 | 6 | 13 " GB70-85:M6 20
3232RI13 | A | A | s2<32 | a0 | w05 | 4 | 13 | zocoosto AStockavallsble  /\Make-to-order
a2z | & |4 | sxaz | 0 [ss | W] 2| zocoestn = 3
aEnp |z (a2 e [ w0 | 2 [ 5 | o | e Profile turning tools for Al
252522 | & | & | 2wz | w0 | | s |z | zowvosoo (
QEHS | 2525N30 A | 4| 25%25 | 150 | 125 | s B Z0Hs0s00 od E]
20 | whsoL -
szzrize | & |4 | sxaz | 0 | w0 |5 T2 | zonveson
QEHS | 3202830 | A | A | o< | 0 | 6 | s | 30 | zoWsesoo (i
QEKD | 2525RIL13 | 4 | & | 25%25 | 150 | 226 | 6 ) ZOKD0600 f N
&y s,
2sasrizz | A | & | zsxes | 1s0 | 226 |6 2 Z0KD0600 @ x «.\,.,-r""
EK: 2525N30 | A | A | 2525 | 10 | 125 | 6 | 30 | zoksosoo
QEKS GBT085MEx20 | WhsOL Retype shown
QEKD | s2:2RIL13 | A || s2x32 | 10 | 206 | 6 | 1 | zokooeoo
szzrize | & | & | sxaz | 0 | me | s |z | zokosson Stock Basic dimensions(mm) Applicable inserts|  Screw Wrench
QEKS | 3202830 | A | A | o2xa2 | 0 | 6 | 6 | 30 | zoksosoo Type 2] 5
R | L | Otnmen od S L1 L2 f
QELD | 225RiL16 | A | A | 25x25 | 150 | 22 | & | 16 | zrooeosM | GBrossMex20 | wHsOL e
it
2525RIL25 | A | A | 2525 | 10 | 22 | 8 | 25 | ZTLO0G0BMM | GBT0esM6x20 | WrsoL Ca0xQLORIesA | & [ 2| 100 o p 2 | o e
szszrizs | & | & | s2xsz | 0 |2 |8 zriocesewm | caroeswexao | wiol
C4O0X-QLDRIL80-1SA | & | 4 | 160 40 21 320 | w0 ZRLDOB-LH
AStockavaiable  AMake-to-order GB70-85:M6X20 | WHSOL
C40X-QKDRIL60-15A | 4 | 4 | 160 40 20 320 | 60 ZRKDOB-LH
C40X-QKDRIL7515A | 4 | & 160 40 20 320 5 ZRKDOB-LH

—= Specification of products
Including type, basic dimensions, applicable
inserts and accessories.

A248

AStock available

/\Make-to-order

—= |ndicating the

minimum machining
diameter

The minimum machining diameter is very
important for internal machining.
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Parting and grooving tools

Parting and grooving tools overview
Parting and grooving inserts
Introduction of Little Squirrel series inserts chipbreaker
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o
r‘ﬂ _—
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Parting, grooving and profiling inserts code key . x\

Inserts of ZQMX series ’)_//j\"""'
Parting and grooving tools 1

Little squirrel series \

!

Inserts of Little Squirrel series

Little squirrel series parting and grooving tools code key
External parting, grooving and turning tools

Precise grooving and turning tools

External recess and profiling tools

External grooving tools for materials hard to be machined
External parting blade and holder for external parting
Surface grooving and turning tools

Internal grooving and turning tools

Profile turning tools for Al

Supplementary series

Supplementary series parting and grooving tools code key

QZQ external grooving series

Application information on parting and grooving

N
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A TURN 'N G Parting and grooving tools

Parting and grooving tools overview

Machining
application

Machining type

Applicable tools

Corresponding
inserts

Tool features and
parameters

yosew [eutajxg

§.
>
«Q

A250

Little squirrel series
QzOO+QEOO

>
N
o))
©

Parting inserts
zZPOsOonO

'

e Assemble structure of parting
blade and holder; good rigidity;
adjustable parting range

e The maximum parting diameter
is 120mm.

Little squirrel series

Precise grooving
ZTODOO-EG

)

Edge width12.4~6.5mm

QELODOR/L ZPODOO e Inserts have three-dimensional
o u chipbreaker with low cutting
g force and good performance on
8 PDSD ° 'F:I:]elpr;ba:’:itr:r?'parting diameter
- is 60mm.
Supplementary series
QzQOOR/L « Cutting edae strenath i
utting edge strength is
ZaMxod suitable for bad machining
conditions.
) Q o The maximum parting diameter
is 70mm.
A280
Little squirrel series Double cutting edges for
o QEOOR/L parting ZTODOO e Asingle tool with multiple
3 Q applications such as grooving,
2 parting and profile turning,
5 Profile turning reducing tools categories
g ZRODOO needed.
> e A multifunctional tool when
g "-‘ used with grooving inserts.
=l Single cutting edge for deep Suitable for profile machining.
= grooving ZTOISOO e The maximum slot depth
@ machinable is 30mm.
A266
Little squirrel series
QECD
Precise grooving
ZTODOO-EG e Grinded insert used for precise
e Edge width can be anything
3 Edge width1.2~2.4mm between 1.0-6.5mm,
g customized according to users'
z A267 needs.
« e ZTOODOO-EG inserts:
§ Little squirrel series When edge width is between
g. QEOOR/L 1.2-2.4mm, the maximum
Q cutting depth is 2.5mm.

When edge width is above
2.4-6.5mm, the maximum
cutting depth is 22mm.
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Parting and grooving tools overview

Machining
application

Machining type

Applicable tools

Corresponding
inserts

Tool features and
parameters
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Little squirrel series

() ) .
3 cOO-QOORr/LO Grooving, Turning e By using inserts for grooving
2 ZTODOO and profiling, one tool can be
=3 versatile, reducing the tool
g categories needed.
a Profile turning e The rpaxmulm slot depth
e oD | e S
=
=1 ’-‘ diameter is 27mm.
@ A278
Little squirrel series
ina. Turni
QFOOOOH Grooving, Turning e By using inserts for grooving
ZTapono -
and profiling, one tool can be
Q versatile, reducing the tool
] ) categories needed.
o Profile turning e Grooving diameter is
3 ZRODOO 48-400mm.
CS’. ’-‘ e Grooving depth is 10-30mm.
a A270-A275
g
o Little squirrel series
§ QFOOOOL Grooving, Turning e 90°holder, top clamping.
% ZTapOonO e By using inserts for grooving
Q@ Q and profiling, one tool can be
versatile, reducing the tool
Profile turning categories needed.
ZRODOD] e Grooving diameter is
48~400mm.
i i e Grooving depth is 10~30mm.
A276-A277 g.cep
Little squirrel series Grooving. Turi
g QxXOOpOOO rooving, Turning
o} ZTapOoo
8 e The unique tool for recess
»n [@j machining.
g e Complete range of
o Profile turning specifications, able to achieve
=) ZrRODOO various recess machining.
2
Q@ [7 \
noer| 9
m Little squirrel series
x QEOORI/L
@
=
=}
L
g e The unique tool for profiling of
% Al material.
=) e Cutting edge is designed
a A266 |  Little squirrel series to combine sharpness
ZROO-LH and strength, suitable for
=5 Little squirrel series cont_inuous and intermittent
‘:g c40xOO turning.
g ) e Used for external, surface
g o and inner wall machining of Al
5 =
S o wheel hub.
5 =
= oL
3 o
B!
8 A278
o

A251
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A TURN 'N G Parting and grooving tools

Parting and grooving tools overview -~~~ -------oooooooe o

Machining I . Corresponding Tool features and
aplication Machining type Applicable tools inserts parameters
Little squirrel series 2 i i
3' m q Little squirrel series * V-type locating, top clamping,
o % QEOSOON zicQOo precise locating, safe clamping.
— —
7 @ e Normal square-ended inserts
-
2 ;:;,_, and precise square-ended
Y 3 ) . ) inserts are suitable for
=. By Little squirrel series adhesive. materials hard to
. S ZIMFOO ve. !
o 5 machine such as Ni-base high-
@ : ‘3 o . temperature alloy, Ti alloy and
5 .
§ a stainless steel, etc.
= =
«Q =
o zZ
2
T D )
2 S (WS Select and e Tailor made solutions for
& = B Non-standard tools to - .
P = Q . manufacture as machining various parts to
5 o B match workpiece . . .
u’i‘- c o required satisfy your requirements.
3 2 B
S =
s. ) o
@ 7 © |
g
=R
wv
=}
3
=)
(s}
=
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Q / New product for
turning

\‘”/ @Iesqmrrel@

- MM linear edge
grooving insert

High strength cutting edge suitable for medium to
high feed, mainly applied for flat bottom surfaces
with high surface requirement.



Little squirrel series

Customized =MG chipbreaker series

Suitable for parting ,grooving, profile turning and turning, etc. Easy machining and

unobstructed chip flow lead to improved surface quality.
I External turning

Human-centered design realizes End surface grooving
various application of one single
insert, reducing number of tools
needed

Inserts of the same edge with can work with

Internal
turning

Internal
grooving

corresponding tool holders to satisfy the requirements
of external, internal and surface grooving and turning

by using minimum numbers of inserts and tool End surface grooving

holders, effectively reducing cost of tool storage and )
External grooving

management.

The cutting force is reduced by 20%,
and the vibration is diminished.

Unique and professional structure design of parting inserts
@ A special flank structure is designed to reduce cutting resistant force by 20% and diminish
vibration, which improves the surface quality.

@ A special edge design requires less rigidity of machine. It can be used on low power machines.

-

A254



Little squirrel series

Precision grooving and
profile turning inserts

Special(chipbreakerdesign{suitablejforjprecise/grooving]
(of{low:carbon|steel {stainlessIsteel fadhesivelmaterials]
and|non;ferrous/metal

The tolerance of the edge width S of precise grooving and profiling inserts can reach +0.025.
Inserts can also be mounted on the corresponding specifications of original tool series.

-EG
iliheledgelwidthlcanlbefanything
TEN;:GESMMEaccording|
to}yourdrequirements®

-EG Precision profile turning inserts

S +0.025

The Little Squirrel series

precise profiling and turning
inserts are mainly used
for Precise grooving
and profiling.

>2.4~6.5mm

The width of the Little Squirrel series precise grooving
inserts can be anything between 1.0mm to 6.5mm,
which means products with any edge width or nose
radius can be provided according to customers’
requirements. The inserts are mainly used for precise
grooving, such as sealing slot and locating slot, etc.

-LC/-L

Profile turning inserts for Al

The special chipbreaker for aluminum profiling is designed to
combine sharpness and strength of the cutting edge, effectively
reducing the friction between chips and the rake face. The inserts
are suitable for continuous and intermittent profiling of Al alloy.

Suitable for various machining of Al wheel boss
periphery, surface and inner wall, etc.

A255
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Little squirrel series parting and grooving inserts --------------------oooooooooooioioooiooos

. Little squirrel series parting, grooving and profiling inserts code key

Insert applications

ZP Parting ZT Grooving and turning
ZR  Profiling

Code of locating slot

Code of locating slot E F G H K L
Corresponding edge width of inserts 2.5 3.0 4.0 5.0 6.0 8.0

[}
=
o
Q
<t
=]

@

_pue Buped

Code of cutting edge number

S  Single cutting edge D Double cutting edge

s)1asul Suin0018

pue Sunued sauds [p.unbs 3]

Cutting edge width

025=2.5mm
03=3.0mm

% %) 04=4.0mm
05=5.0mm
06=6.0mm
08=8.0mm

Tolerance class —

R 02=0.2mm
03=0.3mm M M-level tolerance
04=0.4mm E = E-level tolerance
08=0.8mm
Chipbreaker code

Curve edges universal chipbreaker,
suitable for machining various materials

linear edges universal chipbreaker,
suitable for machining various materials

Special chipbreaker

A256
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ffffffffffffffffffffffffffffffffffffffffffff Little squirrel series parting and grooving inserts

Parting inserts

La S
S
R
— <] )
.3—@.4 S R
Double edges Single edge
Grade
Basic dimensions(mm)
Type CVD Coating PVD Coating ng:girc‘;:d
o5 Rtoq | MMM ypoq5 YBC251 YBG205 | YBG302 YD101
0 Lamax
ZPED02502-MG 2.5 0.2 17 O * *

g ZPFD0302-MG 3.0 0.2 17 O * O

c

o

f ZPGD0402-MG 4.0 0.2 22 O * O

Q.

2 | ZPHD0503-MG 5.0 03 22 o * o
ZPKD0604-MG 6.0 0.4 22 O * O
ZPES02502-MG 25 0.2 @) * *

(%) ZPFS0302-MG 3.0 0.2 O * @]

>

«Q

f ZPGS0402-MG 4.0 0.2 @] * @]

Q.

8 | zZPHS0503-MG 5.0 0.3 o) * o)
ZPKS0604-MG 6.0 0.4 O * O

The single-edge insert is only mounted on parting blade.

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

Please reduce the cutting speed by 30% when the
insert is approaching the centre of workpiece. This
can prolong tool life.

Optimal chipbreaker structure can well
control chip flow and curling.

Cutting resistant force is reduced by
20% and vibration is diminished.

A257
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Little squirrel series parting and grooving inserts --------------------oooooooooooioioooiooos

Grooving and turning inserts

4 )

? . La % S
4 5 H ¢ vf
T R y
Double edges Single edge R
@ - . Grade
g Hose ) CVD Coating PVD Coating Cs;‘:gir(‘jt:d
%! R+0.10 C‘ﬁ‘zgnf:zt“ YBC151 | YBC251 | YBG202 | YBG205 | YBG302 | YD101
cg % ZTED02503-MG 25 0.3 17 @) ° * *
‘g é S | ZTFD0303-MG 3.0 0.3 17 o o ° * *
é Ef % ZTGD0404-MG 4.0 0.4 22 ¢ ° * *
g‘ ‘§ ZTHD0504-MG 5.0 0.4 22 ¢} ° * *
§' ZTKD0608-MG 6.0 0.8 22 @) ° * *
g %: ZTHS0504-MG 5.0 0.4 o o * o
% ZTKS0608-MG 6.0 0.8 o @ * o
% Recommended grade (always stock available) @ Available grade (always stock available) OMake-to-order
- I
Grade
Fose EEER ISR CVD Coating PVD Coating ng:g;t:d
s R+0.1 Cﬂ:’:‘“ YBC151 | YBC251 | YBG202 | YBG205 | YBG302 | YD101
ZTED02503-MM 2.5£0.03 0.3 17 o o ° * o
ZTFD0303-MM 3.0£0.03 0.3 17 o o ° * o
g ZTGD0404-MM 4.0£0.04 0.4 22 o o ° * o
g ZTHD0504-MM 5.0£0.04 0.4 22 o o ° * o
% | ZTkD0608-MM 6.0£0.04 0.8 22 o o ° * o
ZTLD0808-MM 8.0£0.05 0.8 28 o o ° * o

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

A258
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ffffffffffffffffffffffffffffffffffffffffffff Little squirrel series parting and grooving inserts

Precise grooving and turning inserts

R
o —] P B

1.0~2.4mm series >2.4~6.5mm series

Grade >
Basic dimensions(mm) =
Type CVD Coating PVD Coating Cemented 3
>
) Cutting depth
S+0025 | R¥<005 | " ' | YBC151 | YBC251 | YBG202 | YBG205 | YBG302 | YD101

1.0~1.6 2.6 2

M, 5

zrcoOooOoOoO™-EG oy 34 o) o) O * o) 5

L | ZTEDOOOOO-EG 2.4~3.0 17 o) e) o * o) g

g £
& ZTFDOOOOO-EG 3038 | See note. 17 o) o) O * o) 5
® (2) < &
& ZTGDOOOOO-EG 3.8~4.8 22 O O O * o) £z
8 £E
ZTHDOOOOO-EG 48-58 22 o o o * o Z £
E ¢
ZTKDOOOOO-EG 5.8~6.5 22 @) o} ¢} * o) = bo

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

Note: (1) O The code here in the description is determined by edge width and nose radius requested by customers. For example, when the customer requires
an edge width of 3.5mm and a nose radius of 0.3mm, the description of the insert would be ZTFD03503-EG.

(2) The nose radius range is 0.2<R<0.5 on request.

A259
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Little squirrel series parting and grooving inserts ---------------- - oo

Single-edge grooving and turning inserts for machining (from
semi-finishing to roughing) materials hard to be machined

[{=]
g
g_ Grade
@ Basic dimensions(mm) Camnanicd
Type PUDCRE carbide
@ o
g g W005 | R%0.1 b L YBG102 YBG202 YBG205 YD101
EE-
= £ ZIMF304N-NM 3 0.4 24 15.3 * o * o
z2 3
a8 ZIMF406N-NM 4 06 3.2 15.3 * o * o
(s3]
< ZIMF506N-NM 5 0.6 4 15.3 * o * o
& ZIMF608N-NM 6 08 4 15.3 * o * o
ES
(=9

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

Profile turning inserts

4 N
La #Ek
/ & :CHE
Grade
Basic dimensions(mm)
. CVD Coating PVD Coating ng:girc‘;:d
%! CLeh | YBC151 | YBC251 | YBG202 | YBG205 | YBG302 | YD101
ZRED025-MG 25 17.5 ¢} ° * *
g ZRFD03-MG 3.0 17 O ] * *
c
o
f ZRGD04-MG 4.0 21 @) [ * *
Q.
? ZRHD05-MG 5.0 20 e o * *
ZRKD06-MG 6.0 19 @) [ * *
* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

A260
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ffffffffffffffffffffffffffffffffffffffffffff Little squirrel series parting and grooving inserts

recision profiling inserts
4 )

La .S,

i
-& ® s
}

Grade 3"-2 >
Basic dimensions(mm) C =es
. ) emented o>
Type CVD Coating PVD Coating carbide | E §
Cutting depth £ 2
S+0.025 ”ngm:x" YBC151 YBC251 YBG202 YBG302 YD101 -
ZRFD03- EG 3.0 17 @) O 2
o]
S =}
S | ZRGD04-EG 4.0 21 O o £
(0] ©
[=9
& ZRHDO05-EG 5.0 20 @) O g
2 5 o
® |  ZRKD06-EG 6.0 19 O O =5
£ 2
% Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order g é"
23
=i
5 &

Single-edge inserts for machining materials hard to be machined

Grade
Basic dimensions(mm)
Type PVD Coating Cemented carbide
W=0.025 b L YBG102 YBG202 YD101
ZIGQ3N-NM 3 24 15.3 * @) O
ZIGQ4N-NM 4 3.2 15.3 * O O
ZIGQ5N-NM 5 4 15.3 * O O
ZIGQ6N-NM 6 5 15.3 * @) O

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
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A TURN’N G Parting and grooving tools

Little squirrel series parting and grooving inserts

-

Profiling inserts for Al

Basic dimensions(mm) GrdE
Type S+0.02 Cutting depth Cemented carbide
B amax YD101
ZRKDO06- LH 6.0 19 N
ZRLDO8-LH 8.0 22 "

-

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

Profiling inserts for Al

P

OMake-to-order

T
o

Basic dimensions(mm)

Grade

Type S100 = Cutting depth Cemented carbide
B Lamax YD101
ZILD08-LC 8.0 4.0 29 °

A262

% Recommended grade (always stock available) @ Available grade (always stock available)

OMake-to-order
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fffffffffffffffffffffffffffffffffffffffffff Supplementary series parting and grooving inserts

Y % g

La lB)

Grade ‘o
Basic dimensions(mm) &2
Type CVD Coating Cemented carbide g‘ §
L1 La r L YBC251 YC10 YC40 YD201 E S
ZQMX3N11-1E 4.4 3.125 0.3 1 [ ] [ ] ([ ] ([ ] bn
ZQMX4N11-1E 4.95 4.125 0.3 1 [ ] [ ] [ ] ‘g
ZQMX5N11-1E 5 5.125 0.3 1 [ ] ([ ] ([ ] E’-
ZQMX6N11-1E 5.28 6.4 0.3 1 [ ] ([ ] (@] ; "‘2
ZQMX7N11-1E 4.53 7.05 0.3 14 O % é‘)
* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order .“—i ;8-.,
73
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Little squirrel series parting and grooving tools -----------------------oooooioi oo

. Little squirrel series parting and grooving tools code key

@ External and surface turning

Ll Code of grooving tools
L Machining mode

E = External cutting F = End surface cutting

® Code of locating slot

Accords with locating slot code of insert and
corresponds to certain range of insert edge width

Code of edge number of corresponding inserts

S  Single cutting edge D = Double cutting edge

2525 R 13
EGD{*2°F

2525 R 22 S - 130H

Q@
=
o
Q
<t
5

Q@

_pue Buiped

§]003 SuIr00i3

pue Sunied sarids PuNbs 3]

Nose height and width of tool holder
Left and right hand of tool

R Right L Left N  Both are acceptable

Maximum cutting depth ®

Supplementary code o

S: Strengthened tool holder for
external and surface deep grooving

The minimum diameter of end surface

grooving tools for initial machining

Holder type of end surface grooving tools ®

H  Straight holder L 90° holder

A264
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ffffffffffffffffffffffffffffffffffffffffffffff Little squirrel series parting and grooving tools

® Holder for parting blade

Coder of holder for parting blade Specification of holder

Including 20/25/32 etc

o

=
>
5]
o
S
o

-}
=
1 ©
-
L
=
I (©
o

Code of edge number for corresponding inserts Blade height

S = Single cutting edge D =~ Double cutting edge

Little squirrel series parting and

grooving tools

@ Internal machining

L Clamping system
L Diameter of shank
® Length of shank

Code Q R S T
Length(mm) 180 200 250 300

Code of grooving tools

Code of locating slot ®

Accords with locating slot code of insert and
corresponding to certain range of insert edge width.

Code of edge number for corresponding inserts

S  Single cutting edge D~ Double Cutting edge

Left and right hand of tool ®

R Right L = Left

Maximum cutting depth o——
Minimum machining hole diameter X 4

A265
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Little squirrel series parting and grooving tools -----------------------ooooi oo

External parting, grooving and turning tools

R-type shown
=
S Stock Basic dimensions(mm) Applicable inserts Screw Wrench
<
= Type
= R|L| HxB L S | W | arma :’/ f r‘
®© o QEED 1616R/L10 A | A | 16%16 125 15 25 10 ZOED025000
=4 GB70-85-M5X20 | WH40L
= 1616R/L17 A | A | 16%16 125 15 25 17 ZOED0250000
@ =)
z 5 2020R/L10 A | A | 20Xx20 125 19 25 10 ZOEDO0250000
S o
e 2020R/L17 A | A | 20X20 125 19 25 17 ZOED0250000
2 GB70-85-M6X20 | WH50L
& 2525R/L10 A | A | 25%25 150 24 25 10 ZOED025000
oo
= 2525R/L17 A | A | 25X25 150 24 25 17 ZOED02500
aQ
] QEFD 1616R/L10 A | A | 16X16 125 | 14.8 3 10 ZOFD030O
2 GB70-85-M5X20 | WH40L
1616R/L17 A | A | 16X16 125 14.8 3 17 ZOFDO30O
2020R/L10 A | A | 20X20 125 18.8 3 10 ZOFDO3OO
2020R/L17 A | A | 20x20 125 18.8 3 17 ZOFDO3OO
GB70-85-M6X20 | WH50L
2525R/L10 A | A | 25x25 150 23.8 3 10 ZOFDO3OO
2525R/L17 A | A | 25Xx25 150 23.8 3 17 ZOFDO30O
QEGD 2020R/L13 A | A | 20x20 140 18.5 4 13 zOGDo400O
2020R/L22 A | A | 20X20 140 18.5 4 22 zOGDo4O0O
2525R/L13 A | A | 25x25 150 23.5 4 13 zOGDo4O0O
GB70-85-M6X20 | WH50L
2525R/L22 A | A | 25Xx25 150 23.5 4 22 zOGDo4OO
3232R/L13 A | A | 32Xx32 170 305 4 13 zOGDo400
3232R/L22 A | A | 32Xx32 170 305 4 22 zOGDo4O0O
QEHD 2525R/L13 A | A | 25%25 150 23 5 13 ZOHDO50O
2525R/L22 A | A | 25Xx25 150 23 5 22 ZOHDO5O0
QEHS 2525N30 A | A | 25x25 150 12.5 5 30 ZOHS0500
GB70-85-M6X20 | WH50L
QEHD 3232R/L13 A | A | 32x32 170 30 5 13 ZOHDO5OO
3232R/L22 A | A | 32x32 170 30 5 22 ZOHDO5OO
QEHS 3232N30 A | A | 32Xx32 170 16 5 30 ZOHS0500
QEKD 2525R/L13 A | A | 25%x25 150 226 6 13 ZOKDo6OO
2525R/L22 A | A | 25%25 150 22.6 6 22 ZOKDo6OO
QEKS 2525N30 A | A 25X25 150 125 6 30 ZOKs060OO
GB70-85-M6X20 | WH50L
QEKD 3232R/L13 A | A | 3232 170 29.6 6 13 ZOKDOo6OO
3232R/L22 A | A | 32Xx32 170 29.6 6 22 ZOKDo6OO
QEKS 3232N30 A | A | 32x32 170 16 6 30 zOKsosOd
QELD 2525R/L16 A | A | 25%25 150 22 8 16 ZTLD0808-MM GB70-85-M6X20 | WH50L
2525R/L25 A | A | 25%25 150 22 8 25 ZTLDO0808-MM GB70-85-M6X20 | WH50L
3232R/L28 A | A | 32Xx32 170 29 8 28 ZTLD0808-MM GB70-85-M8x30 | WH60L

A Stock available /A\Make-to-order
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Parting and grooving tools TURN ’N G A

ffffffffffffffffffffffffffffffffffffffffffffff Little squirrel series parting and grooving tools

Precision grooving and turning tools

H | H
ar
-
S|.|le B
w L
R-type shown ;
2o
Stock Basic dimensions(mm) Applicable inserts Screw Wrench oE
S O
Type & i€ 9
R|L| HxB | L S | W | armax / ’ " 5
QECD | 1616R/L025 A A | 16X16 125 | 14.75 GB70-85-M5x 20 WH40L
2020R/L025 A | A | 20X20 | 125 | 18.75 25 | ZTCDOOOOO-EG
GB70-85-M6 X 20 WH50L
2525R/L025 A | A | 25%X25 | 150 | 23.75

A Stock available /\Make-to-order

Little squirrel series parting and

grooving tools

T H

i 40
45° |S B
N L
wi
R-type shown
Stock Basic dimensions(mm) Applicable inserts Screw Wrench

Type
RIL| HXB | L | S | W |arma , « r"

QXFD | 2020R/L03-45 A | A | 20%20 125 23
ZR(T)FDO3-EG
2525R/L03-45 A | A | 25%25 150 28 3.0 3.0 M
ZR(T)FD03-MG
3232R/L03-45 Al oA | B2x32 170 35
QXGD | 2020R/L03-45 A | A | 20%20 125 23
ZR(T)GD04-EG
2525R/L03-45 A | A | 25%x25 150 28 4.0 3.0 (M

ZR(T)GD04-MG

3232R/L03-45 A A 32X32 170 35

GB70-85-M6 X 20 WH50L
QXHD | 2020R/L04-45 Al A 20X 20 125 24

ZR(T)HDO5-EG
ZR(T)HD05-MG

2525R/L04-45 A A 25X25 150 29 5.0 4.0

3232R/L04-45 A A 32X32 170 36

QXKD 2020R/L04-45 A A 20X20 125 24

ZR(T)KDO6-EG
ZR(T)KD06-MG

2525R/L04-45 A A 25X25 150 29 6.0 4.0

3232R/L04-45 A A 32X32 170 36

A Stock available /\Make-to-order

A267



TURN’N G Parting and grooving tools

Little squirrel series parting and grooving tools -—------------------oooo oo

External grooving tools for materials hard to be machined

I sl % B
Wi L ”
R-type shown
<
S Stock Basic dimensions(mm) Applicable inserts Screw Wrench
<
= Type
< R| L | HXB | L s W amex | g P f "
© o EFS R X .
5 E Q 2525R/L12-3N A | A | 25x25 | 150 | 253 3 12 ZIGQ3N-NM
)
é' 2 3232R/L22-3N A | A | 32x32 | 170 | 323 3 22 ZIMF304N-NM
=
3 =
22 QEGS | 2525R/L12-4N A | A | 25X25 | 150 | 253 4 12 ZIGQ4AN-NM
(e}
S 3232R/L22-4N A | A | 32x32 | 170 | 323 4 22 ZIMF406N-NM
= GB70-85-M6X20 | WHS0L
Y QEHS | 2525R/L12-5N A | A | 25%25 | 150 254 5 12 ZIGQ5N-NM
=
(=]
z 3232R/L22-5N | A | A | 32x32 | 170 | 324 | 5 22 | ZMF506N-NM
(=9
QEKS 2525R/L12-6N A A | 25X%25 150 25.4 6 12 ZIGQBEN-NM
3232R/L22-6N A | oA | 32x32 | 170 | 324 6 22 ZIMFB08N-NM

A Stock available /A\Make-to-order
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Parting and grooving tools TURN ’N G A

ffffffffffffffffffffffffffffffffffffffffffffff Little squirrel series parting and grooving tools

Blade for external parting

e @D
i — ]
‘.'\_ t /'j hl H ‘ \
..\'~.. ..—"’.’ L
150°
(2]
Basic dimensions(mm) Applicable inserts Wrench §
o
Type Stock @Dmax %
L H h B W (Maximum / /
parting diameter)
QEES26N A 110 26 19 2 2.5 60 ZPES02502-MG =
3
QEFS26N A 110 26 19 2.4 3 60 ZPFS0302-MG .%D
5]
QEGS26N A 110 26 19 3.2 4 70 ZPGS0402-MG ;
QEHS26N A 110 26 19 4 5 70 ZPHS0503-MG E -«
=
= o
QEKS26N A 110 26 19 5 6 70 ZPKS0604-MG B o
W50RL 52
QEES32N A 150 32 24.6 2 2.5 100 ZPES02502-MG s 3
S e
QEFS32N A 150 32 24.6 2.4 3 100 ZPFS0302-MG
QEGS32N A 150 32 24.6 3.2 4 120 ZPGS0402-MG
QEHS32N A 150 32 24.6 4 5 120 ZPHS0503-MG
QEKS32N A 150 32 24.6 5 6 120 ZPKS0604-MG

A Stock available /\Make-to-order

l: [
H :[ h2
hi
L B
B1
Basic dimensions(mm) Clamp Screw Wrench
Type Stock
L H hi ha B B > @ '
QZS2026 A 86 20 10 46.6 19 38 QzC26
QZS2526 A 86 25 5 46.6 23 42 QzC26
QZS3226 A 86 30 3 51.6 30 48 QzC26
GB70-85-M6 X 20 WH50L
QZS2032 A 110 20 13 50 19 38 QzC32
QZS2532 A 110 25 8 50 23 42 QzC32
QZS3232 A 110 32 5 54 30 48 QZC32

A Stock available /\Make-to-order
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TURN’N G Parting and grooving tools

Little squirrel series parting and grooving tools -~~~

End surface grooving and turning tools

Diameter range ’(
of entering
L-type shown
Q Applicable
8 Stock Basic dimensions(mm) . Screw Wrench
< inserts
= Type
« -
R L HXB L S W | @rmax QD ly ? (
(min-max)
E 5 QFFD | 2020R/L7-48H A | A | 20x20 | 150 | 21 3 7 48-66
= "
0%' é 2020R/L10-48H A A 20%20 150 21 3 10 48-66
g i 2525R/L10-48H | A | A | 25x25 | 150 26 3 10 48-66
%. 2525R/L17-48H | A | A | 25x25 | 150 26 3 17 48-66
2 2020R/L7-60H A A 20%20 150 21 3 7 60-80
& 2020R/L10-60H | A | A | 20x20 | 150 21 3 10 60-80
j-2)
2 2525R/L10-60H A A 25%25 150 26 3 10 60-80
2525R/L17-60H | A | A | 25x25 | 150 26 3 17 60-80
ZTFD0303-00
2020R/L7-74H A | A | 20x20 | 150 21 3 7 74-110
2020R/L10-74H A A 20x20 150 21 3 10 74-110
2525R/L10-74H | A | A | 25x25 | 150 26 3 10 74-110
2525R/L17-74H | A | A | 25x25 | 150 26 3 17 74-110
2020R/L7-100H | A | A | 20x20 | 150 21 3 7 100-150
2020R/L10-100H | A A 20%20 150 21 3 10 100-150
2525R/L10-100H | A | A | 25x25 | 150 26 3 10 | 100-150
2525R/L17-100H | A | A | 25x25 | 150 26 3 17 | 100-150
GB70-85-M6x20 |  WH50L
QFGD | 2020R/L10-52H | A | A | 20x20 | 150 21 4 10 52-72
2525R/L13-52H | A | A | 25x25 | 150 26 4 13 52-72
2020R/L15-52H A A 20%20 150 21 4 15 52-72
2525R/L22-52H | A | A | 25x25 | 150 26 4 22 52-72
2020R/L10-64H A A 20%20 150 21 4 10 64-100
2525R/L13-64H A A 25x25 150 26 4 13 64-100
2020R/L15-64H | A | A | 20x20 | 150 21 4 15 64-100
2525R/L22-64H A | A | 25x25 | 150 26 4 22 64-100
ZTGDO0404-00
2020R/L10-90H | A | A | 20x20 | 150 21 4 10 90-140
2525R/L13-90H A A 25%25 150 26 4 13 90-140
2020R/L15-90H | A | A | 20x20 | 150 21 4 15 90-140
2525R/L22-90H | A | A | 25x25 | 150 26 4 22 90-140
2020R/L10-130H | A A 20%20 150 21 4 10 130-230
2525R/L13-130H | A | A | 25x25 | 150 26 4 13 | 130-230
2020R/L15-130H | A A 20%20 150 21 4 15 130-230
2525R/L22-130H | A | A | 25x25 | 150 26 4 22 | 130-230

A Stock available /A\Make-to-order
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Parting and grooving tools TURN ’N G

ffffffffffffffffffffffffffffffffffffffffffffff Little squirrel series parting and grooving tools

End surface grooving and turning tools

Diameter range

P

of entering

L-type shown 6

2 o
- . Applicable :

Stock Basic dimensions(mm) pp Screw Wrench o5
inserts £ 8
B 8

a

R L HXB L S} W | @rmax Q L y ’ (
(min-max)

QFHD | 2525R/L13-58H A | A | 25X25 150 26 5 13 58-96

o
g
2
2525R/L22-58H | A | A | 25%x25 | 150 26 5 22 58-96 £
(=%
2525R/L13-86H | A | A | 25%x25 | 150 26 5 13 86-140 ]
7
2525R/L22-86H | A | A | 25%x25 | 150 26 5 22 86-140 - 2
ZTHD0504-001 E S
2525R/L13-130H | A | A | 25%X25 | 150 26 5 13 | 130-200 GB70-85-M6x20 | WH50L iy
@ 3
2525R/L22-130H | A | A | 25X25 | 150 | 26 5 22 | 130-200 E g
2525R/L13-185H | A | A | 25%X25 | 150 26 5 13 | 185-400
2525R/L22-185H | A | A | 25%X25 | 150 26 5 22 | 185-400
QFHS | 2525R/L30-185H | A | A | 25%25 | 150 26 5 30 | 185-400 | ZTHS0504-MG
QFKD | 2525R/L13-60H | A | A | 25X25 | 150 26 6 13 60-100
2525R/L22-60H | A | A | 25%x25 | 150 26 6 22 60-100
2525R/L13-88H | A | A | 25%x25 | 150 26 6 13 88-180
ZTKD0608-0101
2525R/L22-88H | A | A | 25%x25 | 150 26 6 22 88-180 GB70-85-M6Xx20 | WH50L
2525R/L13-160H | A | A | 25%X25 | 150 26 6 13 | 160-400
2525R/L22-160H | A | A | 25%X25 | 150 26 6 22 | 160-400

QFKS | 2525R/L30-160H | A | A | 25X25 150 26 6 30 160-400 | ZTKS0608-MG

QFLD | 2525R/L25-75H A A | 25X25 150 27 8 25 75-150 ZTLD0808-MM | GB70-85-M6xX20 | WH50L
2525R/L25-140H | A A | 25X25 150 27 8 25 140-400 | ZTLDO808-MM | GB70-85-M6x20 | WH50L
3232R/L28-140H | A A | 32X32 170 30 8 28 140-400 | ZTLDO808-MM | GB70-85-M8X 30| WHG0L

A Stock available /\Make-to-order
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TURN’N G Parting and grooving tools

Little squirrel series parting and grooving tools -~~~

End surface grooving and turning tools

@Dvex
fins [ o>
ar 3 -
& | || ls
W L !
Diameter range
of entering
RR-type shown
«Q 3
F3; L . Applicable
8 Basic dimensions(mm) ;?p Screw Wrench
< inserts
= Type Stock oD -
HXB L S W | armax ) {y ? (
(min-max)
°§ 5 QFFD | 2020RR7-48H A 20X20 | 150 | 21 3 7 48-66
= "
C,%' é 2020RR10-48H A 20X20 150 21 3 10 48-66
8 E 2525RR10-48H A 25X 25 150 26 3 10 48-66
%. 2525RR17-48H A 25X 25 150 26 3 17 48-66
2 2020RR7-60H A 20X 20 150 21 3 7 60-80
& 2020RR10-60H A 20X 20 150 21 3 10 60-80
o
2 2525RR10-60H A 25X25 150 26 3 10 60-80
2525RR17-60H A 25X 25 150 26 3 17 60-80
ZTFD0303-00
2020RR7-74H A 20X 20 150 21 3 7 74-110
2020RR10-74H A 20X 20 150 21 3 10 74-110
2525RR10-74H A 25X 25 150 26 3 10 74-110
2525RR17-74H A 25X 25 150 26 3 17 74-110
2020RR7-100H A 20X 20 150 21 3 7 100-150
2020RR10-100H A 20X20 150 21 3 10 100-150
2525RR10-100H A 25X 25 150 26 3 10 100-150
2525RR17-100H A 25X 25 150 26 3 17 100-150
GB70-85-M6 X 20 WH50L
QFGD | 2020RR10-52H A 20%20 | 150 | 21 4 10 52-72
2020RR15-52H A 20X 20 150 26 4 15 52-72
2525RR13-52H A 25X 25 150 21 4 13 52-72
2525RR22-52H A 25X 25 150 26 4 22 52-72
2020RR10-64H A 20X 20 150 21 4 10 64-100
2020RR15-64H A 20X 20 150 26 4 15 64-100
2525RR13-64H A 25X 25 150 21 4 13 64-100
2525RR22-64H A 25X 25 150 26 4 22 64-100
ZTGD0404-00
2020RR10-90H A 20X 20 150 21 4 10 90-140
2020RR15-90H A 20X20 150 26 4 15 90-140
2525RR13-90H A 25X 25 150 21 4 13 90-140
2525RR22-90H A 25X 25 150 26 4 22 90-140
2020RR10-130H A 20X20 150 21 4 10 130-230
2020RR15-130H A 20X 20 150 26 4 15 130-230
2525RR13-130H A 25X 25 150 21 4 13 130-230
2525RR22-130H A 25X 25 150 26 4 22 130-230

A Stock available /\Make-to-order
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Parting and grooving tools TURN 'N G

ffffffffffffffffffffffffffffffffffffffffffffff Little squirrel series parting and grooving tools

End surface grooving and turning tools

@Dvex
Sl [ 11 2B
ar
s} || s
W L !
Diameter range
of entering
RR-type shown A
o : Applicable 52
Basic dimensions(mm) pp Screw Wrench 3 ;5
inserts £ 8
Type Stock . " E S
HXB L S W | armax _ (y ? ( o
(min-max)
o=
QFHD | 2525RR13-58H A 25X 25 150 26 5 13 58-96 5
=}
=
2525RR22-58H A 25X25 150 26 5 22 58-96 g
o
2525RR13-86H A 25X25 150 26 5 13 86-140 §
U
2525RR22-86H A 25X 25 150 26 5 22 86-140 e -
ZTHD0504-000 =
2525RR13-130H | A 25X 25 150 26 5 13 130-200 GB70-85-M6X20 |  WH50L g2
2 3
2525RR22-130H | A | 25X25 | 150 | 26 5 22 | 130-200 E g
2525RR13-185H | A 25X 25 150 26 5 13 185-400
2525RR22-185H | A 25X 25 150 26 5 22 185-400
QFHS | 2525RR30-185H A 25X 25 150 26 5 30 185-400 ZTHS0504-MG
QFKD | 2525RR13-60H A 25%25 | 150 26 6 13 60-100
2525RR22-60H A 25X25 150 26 6 22 60-100
2525RR13-88H A 25X 25 150 26 6 13 88-180
ZTKD0608-0000
2525RR22-88H A 25X 25 150 26 6 22 88-180 GB70-85-M6X20 | WH50L
2525RR13-160H | A 25X 25 150 26 6 13 160-400
2525RR22-160H | A 25X 25 150 26 6 22 160-400
QFKS | 2525RR30-160H A 25X25 150 26 6 30 160-400 ZTKS0608-MG

A Stock available /AMa
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TURN’N G Parting and grooving tools

Little squirrel series parting and grooving tools -~~~

End surface grooving and turning tools

@Duex
sljw R | | Ie A
L | i
Diameter range
f enteri
LL-type shown or enerng
«Q q
= . ) Applicable
8 Basic dimensions(mm) Pp Screw Wrench
< inserts
= Type Stock - -
HXB L S W armax ) Cy ’ (
(min-max)
E E QFFD | 2020LL7-48H A 20X 20 150 21 3 7 48-66
= )
0%' é 2020LL10-48H A 20X20 150 21 3 10 48-66
8 E 2525LL10-48H A 25X 25 150 26 3 10 48-66
%. 2525LL17-48H A 25X 25 150 26 3 17 48-66
= 2020LL7-60H A 20X20 150 21 3 7 60-80
& 2020LL10-60H A 20X 20 150 21 3 10 60-80
o
2 2525LL10-60H A 25X25 150 26 3 10 60-80
2525LL17-60H A 25X 25 150 26 3 17 60-80
ZTFD0303-00
2020LL7-74H A 20X 20 150 21 3 7 74-110
2020LL10-74H A 20X20 150 21 3 10 74-110
2525LL10-74H A 25X 25 150 26 3 10 74-110
2525LL17-74H A 25X25 150 26 3 17 74-110
2020LL7-100H A 20X 20 150 21 3 7 100-150
2020LL10-100H A 20X20 150 21 3 10 100-150
2525LL10-100H A 25X 25 150 26 3 10 100-150
2525LL17-100H A 25X 25 150 26 3 17 100-150
GB70-85-M6X20 | WH50L
QFGD | 2020LL10-52H A 20X20 | 150 21 4 10 52-72
2020LL15-52H A 20X 20 150 26 4 15 52-72
2525LL13-52H A 25X 25 150 21 4 13 52-72
2525L1L22-52H A 25X 25 150 26 4 22 52-72
2020LL10-64H A 20X 20 150 21 4 10 64-100
2020LL15-64H A 20X 20 150 26 4 15 64-100
2525LL13-64H A 25X 25 150 21 4 13 64-100
25251 122-64H A 25X 25 150 26 4 22 64-100
ZTGD0404-00
2020LL10-90H A 20X 20 150 21 4 10 90-140
2020LL15-90H A 20X 20 150 26 4 15 90-140
2525LL13-90H A 25X 25 150 21 4 13 90-140
2525LL22-90H A 25X 25 150 26 4 22 90-140
2020LL10-130H A 20X20 150 21 4 10 130-230
2020LL15-130H A 20X 20 150 26 4 15 130-230
2525LL13-130H A 25X25 150 21 4 13 130-230
2525L1L.22-130H A 25X 25 150 26 4 22 130-230

A Stock available /\Make-to-order
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Parting and grooving tools TURN ’N G A

ffffffffffffffffffffffffffffffffffffffffffffff Little squirrel series parting and grooving tools

End surface grooving and turning tools

s[wﬁ, || | / :
L | !
' Diameter range
of entering
LL-type shown A
o . Applicable 52
Basic dimensions(mm) pp Screw Wrench 3 ;E
inserts £ 8
Type Stock N ‘£ 2
yp @D y- &
HXB L S W armax _ (/ \
(min-max)
=
QFHD | 25251L13-58H A 25X 25 150 26 5 13 58-96 5
=}
=
2525LL22-58H A 25X25 150 26 5 22 58-96 g
o
25251 L13-86H A 25X25 150 26 5 13 86-140 E
U
2525LL22-86H A 25%25 | 150 26 5 22 86-140 e -
ZTHD0504-000 =
2525LL13-130H A 25%25 | 150 26 5 13 130-200 GB70-85-M6x20 | WH50L g2
2 3
2525LL22-130H | A | 25%25 | 150 | 26 5 22 | 130-200 E g
2525LL13-185H A 25%25 | 150 26 5 13 185-400
2525LL22-185H A 25%25 | 150 26 5 22 185-400
QFHS | 2525LL30-185H A 25X25 150 26 5 30 185-400 ZTHS0504-MG
QFKD | 2525LL13-60H A 25%25 | 150 26 6 13 60-100
25251 L.22-60H A 25X25 150 26 6 22 60-100
2525LL13-88H A 25%25 | 150 26 6 13 88-180
ZTKD0608-00
2525LL.22-88H A 25%25 | 150 26 6 22 88-180 GB70-85-M6x20 | WH50L
2525LL13-160H A 25%25 | 150 26 6 13 160-400
2525LL22-160H A 25%25 | 150 26 6 22 160-400
QFKS | 2525LL30-160H A 25X25 150 26 6 30 160-400 ZTKS0608-MG
A Stock available /A\Make-to-order
\“ Y |
b O\ T
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TURN’N G Parting and grooving tools

Little squirrel series parting and grooving tools -~~~

L type tools for surface grooving and turning

w—far L Diameter range
of entering
R-type shown
Q Applicable
8 Stock Basic dimensions(mm) ) Screw Wrench
< inserts
2 Type oD -
R L | HXB L S} W | @rmax ) df/‘ ’ (
(min-max)
E 5 QFFD | 2020R/L7-48L A | A | 20x20 | 150 | 285 | 3 7 48-66
= "
0%' é 2020R/L10-48L A A | 20x20 150 31.5 3 10 48-66
Sz 2525R/L10-48L | A | A | 25x25 | 150 | 36.5 3 10 48-66
%. 2525R/L17-48L | A | A | 25x25 | 150 | 435 3 17 48-66
2 2020R/L7-60L A A | 20x20 150 28.5 3 7 60-80
& 2020R/L10-60L | A | A | 20x20 | 150 | 315 3 10 60-80
j-2)
2 2525R/L10-60L A A | 25x25 150 36.5 3 10 60-80
2525R/L17-60L | A | A | 25x25 | 150 | 435 3 17 60-80
ZTFD0303-00
2020R/L7-74L A | A | 20%20 | 150 | 28.5 3 7 74-110
2020R/L10-74L A A | 20x20 150 315 3 10 74-110
2525R/L10-74L | A | A | 25x25 | 150 | 36.5 3 10 74-110
2525R/L17-74L | A | A | 25x25 | 150 | 435 3 17 74-110
2020R/L7-100L | A | A | 20x20 | 150 | 285 3 7 100-150
2020R/L10-100L | A A | 20x20 150 31.5 3 10 100-150
2525R/L10-100L | A | A | 25x25 | 150 | 36.5 3 10 100-150
2525R/L17-100L | A | A | 25x25 | 150 | 435 3 17 100-150
GB70-85-M6X20 |  WH50L
QFGD | 2020R/L10-52L | A | A | 20x20 | 150 | 315 4 10 52-72
2525R/L13-52L | A | A | 25x25 | 150 | 395 4 13 52-72
2020R/L15-52L A A | 20x20 150 36.5 4 15 52-72
2525R/L22-52L | A | A | 25x25 | 150 | 485 4 22 52-72
2020R/L10-64L A A | 20x20 150 31.5 4 10 64-100
2525R/L13-64L A A | 25%25 150 39.5 4 13 64-100
2020R/L15-64L | A | A | 20x20 | 150 | 36.5 4 15 64-100
2525R/L22-64L A A | 25x25 150 48.5 4 22 64-100
ZTGD0404-00
2020R/L10-90L | A | A | 20x20 | 150 | 315 4 10 90-140
2525R/L13-90L A A | 25x25 150 39.5 4 13 90-140
2020R/L15-90L | A | A | 20x20 | 150 | 36.5 4 15 90-140
2525R/L22-90L | A | A | 25x25 | 150 | 485 4 22 90-140
2020R/L10-130L | A A | 20%20 150 31.5 4 10 130-230
2525R/L13-130L | A | A | 25x25 | 150 | 39.5 4 13 130-230
2020R/L15-130L | A A | 20x20 150 36.5 4 15 130-230
2525R/L22-130L | A | A | 25x25 | 150 | 485 4 22 130-230

A Stock available /\Make-to-order

A276



Parting and grooving tools TURN 'N G A

ffffffffffffffffffffffffffffffffffffffffffffff Little squirrel series parting and grooving tools

L type tools for surface grooving and turning

P

L Diameter range
of entering
R-type shown
. ) Applicable 2
Stock Basic dimensions(mm) pp Screw Wrench £
inserts S
Type - >

R|L|HxB| L | S | W |arme| 2P cf ? (‘
(min-max)

QFHD | 2525R/L13-58L A | A | 25%25 | 150 | 39.5 5 13 58-96

2525R/L22-58L A A | 25x25 | 150 | 48.5 5 22 58-96

2525R/L13-86L A A | 25x25 | 150 | 39.5 5 13 86-140

=
=
]
on
=
B
=
(23
=9
v
9]
=
o
@
o
=
=
El
=3
&
=
=
=
=

2525R/L22-86L A | A | 25x25 | 150 | 485 5 22 86-140 2
ZTHD0504-00 g
2525R/L13-130L | A | A | 25x25 | 150 | 39.5 5 13 | 130-200 GB70-85-M6x20 |  WH50L 2
>
[=]
2525R/L22-130L | A | A | 25%25 | 150 | 485 5 22 | 130-200 =4
2525R/L13-185L | A | A | 25x25 | 150 | 395 5 13 | 185-400
2525R/L22-185L | A | A | 25x25 | 150 | 485 5 22 | 185-400
QFHS | 2525R/L30-185L | A | A | 25x25 | 150 | 56.5 5 30 | 185-400 | ZTHS0504-MG
QFKD | 2525R/L13-60L A | A | 25%25 | 150 | 39.5 6 13 60-100
2525R/L22-60L A | A | 25x25 | 150 | 485 6 22 60-100
ZTKD0608-00 | GB70-85-M6x20 |  WH50L
2525R/L13-88L A | A | 25x25 | 150 | 39.5 6 13 88-180

2525R/L22-88L A A | 25x25 150 | 48.5 6 22 88-180

A Stock available /\Make-to-order
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A TURN’N G Parting and grooving tools

Little squirrel series parting and grooving tools -~~~

Internal grooving and turning tools

)) ‘e
/I 7 8 X
y \ N K
, W
L @Dmin
R-type shown
«Q
g o Applicable
e Stock Basic dimensions(mm) ?p Screw Wrench
= inserts
@ Type 2
R|L | ad L s W | armax | ©@Dmin (y « ""‘
© =
g 2 C20Q-QEDR/L05-27 A | A 20 180 | 15.2 25 5 27 GB70-85-M4 X 12 WH30L
20 ZTED02500
® 2 C25R-QEDR/L07-33 A | A 25 200 | 203 | 25 7 33 GB70-85-M5x 16
g = ZREDO025000 WH40L
s C32S-QEDR/L09-42 A | A 32 250 | 253 | 25 9 42 GB70-85-M5 % 20
% C20Q-QFDR/L05-27 A | A 20 180 | 15.2 3 5 27 GB70-85-M4 X 12 WH30L
3 ZTFDO30O0O
B C25R-QFDR/L07-33 A A 25 200 20.3 3 7 33 GB70-85-M5 X 16
g ZRFD030OO WH40L
= C32S-QFDR/L09-42 A | A 32 250 | 25.3 3 9 42 GB70-85-M5 % 20
j-2)
2 C25R-QGDR/L08-35 A A 25 200 21.5 4 8 35 GB70-85-M5 X 16 WH40L
ZTGD0400
C32S-QGDR/L11-44 A | A 32 250 | 27.5 4 11 44 GB70-85-M6 X 20
ZRGD040O WH50L
C40T-QGDR/L13-54 A A 40 300 33.5 4 13 54 GB70-85-M6 X 20
C25R-QHDR/L08-35 A A 25 200 215 5 8 35 GB70-85-M5 X 16 WH40L
ZTHDO50OO
C32S-QHDR/L11-44 A A 32 250 275 5 1 44 GB70-85-M6 X 20
ZRHDO500 WH50L
C40T-QHDR/L13-54 A | A 40 300 | 335 5 13 54 GB70-85-M6 X 20
C25R-QKDR/L08-35 A | A 25 200 | 215 6 8 35 GB70-85-M5x 16 WH40L
ZTKDO6OO
C32S-QKDR/L11-44 A | A 32 250 | 275 6 11 44 GB70-85-M6 X 20
ZRKDO06OO WHS50L
C40T-QKDR/L13-54 A | A 40 300 | 335 6 13 54 GB70-85-M6 X 20

A Stock available /\Make-to-order

Profile turning tools for Al
4 )

od

750

R-type shown

Stock Basic dimensions(mm) Applicable inserts Screw Wrench

Type @D -
(Minimum
R L machining ed S L1 L2 \‘f « (

diameter)

C40X-QLDR/L65-15A A A 160 40 21 320 65 ZRLDO08-LH
C40X-QLDR/L80-15A A A 160 40 21 320 80 ZRLDO08-LH

GB70-85-M6 X 20 WH50L
C40X-QKDR/L60-15A A A 160 40 20 320 60 ZRKDO6-LH

C40X-QKDR/L75-15A A A 160 40 20 320 75 ZRKDO06-LH
A Stock available /A\Make-to-order
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ffffffffffffffffffffffffffffffffffffffffffffff Little squirrel series parting and grooving tools

. Parting and grooving tools code key

® External grooving

L M Code of grooving tools
® Inserts shape

ng.
16 R 04

o

=
>
5]
o
S
o

-}
=
1 ©
-
L
=
I (©
o

Width of tool holder
(o] b

Cutting direction [

[ ]
Wr UL

Cutting edge width ®

@ Internal grooving

Little squirrel series parting and

grooving tools

B Clamping systom
S iametor of tool hoder
" Length of tool holder

Inserts shape

Cutting direction

[ ]
Wer Ol

Cutting edge width e
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TURN’N G Parting and grooving tools

Supplementary series parting and groovingtools -

External parting and grooving tools: QZQ series

L
R-type shown
&
S Stock Basic dimensions(mm) Applicable inserts Screw Wrench
<
g' Type
R| L |ah | b L | S | B | arma ’ ¢ r‘"
g v QZQ | 1616R/LO3 | A | A 16 16 | 100 | 164 | 3 16 ZQMX3N11-IE
- GB70-85-M5x 16 WH40L
E g 1616R/LO4 | A | A 16 16 100 | 16.4 4 18 ZQMX4N11-IE
=0
& 3 2020R/LO3 | A | A 20 20 125 | 20.4 3 20 ZQMX3N11-IE
g 2
&9 2020R/L04 | A | A 20 20 125 | 20.4 4 20 ZQMX4N11-IE
2.
2z 2525R/L03 | A | A 25 25 150 | 25.4 3 20 ZQMX3N11-IE
b=~
S 2525R/L04 | A | A 25 25 150 | 25.4 4 20 ZQMX4N11-IE
aQ
2525R/LO5 | A | A 25 25 150 | 25.4 5 25 ZQMX5N11-IE
GB70-85-M6 X 20 WH50L
2525R/L06 | A | A 25 25 150 | 25.7 6 32 ZQMX6N11-IE
3225R/L03 | A | A 32 25 170 | 25.4 3 25 ZQMX3N11-IE
3225R/L04 | A | A 32 25 170 | 25.4 4 25 ZQMX4N11-IE
3225R/LO5 | A | A 32 25 170 | 25.4 5 25 ZQMX5N11-IE
3225R/L06 | A | A 32 25 170 | 25.7 6 35 ZQMX6N11-IE

A Stock available /A\Make-to-order
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Parting and grooving tools TURN ’N G

ffffffffffffffffffffffffffffffffffffffffffffff Application information of parting and grooving

/ Center height control of parting and grooving tools \

@ No matter which parting or grooving tools you select, the ideal
surface quality is only achieved by ensuring that insert is vertical /N~ "~~~ "~"~" "~ ~° [
from the center line of workpiece, which can also effectively reduce
vibration during machining.

@ The height tolerance between insert edge bottom and the center
height of workpiece should be remained in +0.1mm, especially for
lever parting and grooving workpieces with small diameter. This can
improve tool life, reduce cutting resistant force, and diminish burrs.

Conventional diagram
-- of height difference of
tool center line

(=2}
=
S
=]
o
S
(=2}

© When the insert is approaching the center of workpiece, the cutting kS

speed should be reduced by 30%, which is good for improving life and 8
surface quality. g ®
© As long as conditions allow, try to shorten the overhang of tools as S §
much as possible to ensure good stability. - E En
£%
SF

(=5
3]

External grooving, turning and profiling

©® In-feed sequence: When cutting depth>0.5mm, radial in-feed (Max.
cutting depth can be 0.75xinsert edge width S) — radial out-feed
about 0.1mm — axial in-feed —flank out-feed — axial in-feed — radial
machining to required depth.

© When finishing, adopt the sequence shown in the diagram. It can reduce
vibration caused by the friction between tools and chips.

| oSurface grooving and turning |

© Finishing (Multi-slot cutting) | T T |

Cut inwards from Max. diameter. Inserts offset to inward flange when

retracting, as is shown in diagram (1). \ ® @ @
© Recess turning !

Axial turning depth should not exceed 0.75xS (cutting edge width).

If slot width is larger than slot depth, it is recommended to adopt recess

turning, as is shown in diagram (2). |©a,|
(2)

If slot depth is larger than slot depth, it is recommended to adopt multi- ! ® ®
slot cutting.

© Finish machining
First finish bottom and external diameter fringe, then finish the internal

diameter to required size, as is shown in diagram (3). | T r» N\

Internal grooving and turning

© To facilitate chip flow, always feed along the direction of moving from
the deepest in the hole to outside.
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A TURN 'N G Parting and grooving tools

Application information of parting and grooving ------------- -

/ The cutting parameters recommended are suitable for wet machining. \

Insert size Recommended feed rate(mm/r)

Insert width(mm) Parting Grooving Grooving(-MM) Turning Turning(-MM) Profiling
2.5 0.05-0.15 0.05-0.15 0.05-0.2 0.05-0.15 0.05-0.2 0.05-0.15
3 0.05-0.15 0.05-0.15 0.05-0.2 0.07-0.15 0.07-0.2 0.1-0.2
4 0.05-0.2 0.05-0.2 0.05-0.25 0.07-0.25 0.07-0.3 0.1-0.2
5 0.07-0.2 0.07-0.22 0.07-0.25 0.1-0.25 0.1-0.3 0.15-0.3
@ 6 0.1-0.3 0.07-0.25 0.07-0.3 0.1-0.3 0.1-0.35 0.15-0.3
§ 8 0.1-0.4 0.15-0.45
s
«
. . YBG202
Workpiece material Hardness | YBG302 YBG205 YBC151 | YBC251 | YD101 | YD201 | YBG102 | YC10 YC40
= >
S Carbon steel 125<HB<170 | 120-260 150-280 140-280 150-280 130-280 110-260
s =
C[: § Low alloy steel | 180<HB<275 | 80-175 110-200 100-240 110-200 90-200 70-175
S o
C,‘Z' = High alloy steel | 180<HB<325 | 80-160 110-190 100-220 110-190 90-190 70-160
S =
_2_ §:’ Cast steel 180<HB<250 | 75-140 100-170 80-160 100-170 80-170 60-140
& g Ferrite,
z M i 200<HB<300 70-170 100-200 100-200 80-200 60-170
S artensite
S, Austenite 180<HB<300 | 80-200 110-220 110-220 90-220 70-200
Ma”ef:g': cast | 430<HB<230 | 100-200 | 130-220 90-160
Grey cast iron | 180<HB<220 | 90-170 120-200 80-140
Nodular cast iron | 160 <HB <250 80-150 110-180 60-140
Al alloy - 200-400
High temperature <400 20-50 30-60
alloy

The cutting parameters recommended are suitable for wet machining.
Advice: internal machining and end machining, The cutting speed should be reduced by 30%-40%.
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New product for
~ turning

ISO metric thread

® General pitch thread

® Whitworth thread

® Unified thread

@ British standard pipe thread
® American standard pipe thread

A9

Threading insert

Fully ground high precision inserts for high quality, high
precision threading in a variety of materials e.g. steel,
stainless steel, hard-to-machine materials.




How to select threading tools

Ve

How to select threading tools

Bl Structure of threading tools selected table

@ Categorized as external threading and internal threading

according to machining type.

@ Separately listed out according to series.

—= Dimensions of product

Indicating external threading
or internal threading

A284

—e Threading insert type
Including type, standard, tolerance class

Diagram of thread
|—‘ pitch
|

AStock available

AMake-to-order

———e Product specification
Including type (right hand and left hand), basic

dimensions, applicable inserts, spare parts

Product specification

Including type (right hand and left hand),

basic dimensions, stock

Dimension diagram e—

of insert

External threading tools
s N Ve 1SO metric thread (with end) ~
10°
n a 1SO 965-1980  DIN 13
GB/T 197-2003 Tolerance class: 6g/6H
- £ b
Retype shown o 5 ra S
Sy oic = ac =
Basic dimensions(mm) | Applicable inserts |Inserts screw|  Shim Srow | Wrench .
Type Stock A _ - od] od]
aln|b|L|s ' v d ? -
22 = (S h
1616H16 | A 16 | 16 | 16 | 100 | 20 Rtype Ltype
2020K16 | A | 20 | 20 | 20 | 125 | 25 ‘ Type e ) Rewmmenf’e: coating
A |25 |25 |25 150 | 32 | zieer 160 M3.5X12TT| MT16-00MN | SMaxec | WTisiP
2516 oeae oo The right hand tools |  The left hand tools Pitch s o1.c od YBG203 | YBG205
3225P16 | A |92 |32 |25 |10 %2 Z16ER0.51S0 Z16EL0.5ISO 050 352 9525 40 * o
ZSER| 3232P16 | A | 32 | 32 | 32 [ 170 | 40 Z16ER0.75ISO Z16EL0.75ISO 075 352 9525 4.0 * o
2525M22 | A | 25 | 25 | 25 | 150 | 32 Z16ER1.01S0 Z16EL1.01S0 1.00 352 9525 40 * o
s UL T T T T T Z16ER1.251S0 Z16EL1.251S0 125 352 9525 40 * o
Z226ROO00 | 160MSX17 | MT22.00MN | SMsxes | w200 Z16ER1.51S0 Z16EL1.5IS0 1.50 352 9525 40 * o
3232p22 | A | 32 | 32 |32 | 170 | 40
P zicer1.75150 Z16EL1.75IS0 175 352 9525 40 * o
dod0s22 40 | 40 | 40 |20 ) 50 | zieER2.0i50 Z16EL2.01S0 200 352 9525 40 * o
1616H16 | A | 16 | 16 | 16 | 100 | 20 2| z16ER25IS0 Z16EL2,5IS0 250 352 9525 40 * o
E
2020k16 | & | 20 | 20 | 20 | 125 | 25 +1| z1eeRa0is0 Z16EL3.0150 3.00 352 9525 40 * o
2
2525M16 | A | 25 | 25 | 25 | 150 | 32 | ZI6ELOOOD  |160M3.SX12TT| MTI6-COMN | Smaxec | wTisie Z22ER3 NS0 222513 8i50) 350 465 17 50 * o
222ER4.0150 222EL4.010 400 465 127 50 * o
3225016 | A | 32 | 32 |25 | 170 | 32
222ER4.5150 2226145150 450 465 127 50 * o
ZSEL | 3232P16 | 4 | 32 | 32 | 32 | 170 | 40 222ER5.01S0 222EL5.0150 500 465 127 50 * o
2525M22 | A | 25 | 25 | 25 | 150 | 32 222ER5.5150 2226155150 550 465 127 50 * o
3225p22 | A | 32 | 32 |25 |70 | 32 222ER6.01S0 222EL6.0150 6.00 465 127 50 * o
Z2EL0000 | 160MSX17 | MT22.00MN | SMsxes | wr2op . P ———
32322 | A | 32 | 32 |32 | 170 40 ve
4040522 40 | 40 | 40 | 250 | 50




A286-A287
A288
A289-A296
A289
A290-A291
A292

A293

A294

A295

A296
A297-A299
A297

A298

A299
A300-A309

Threadin

Threading tools overview
Introduction on threading insert grade and chipbreaker
Threading insert

Threading insert code key

ISO metric external thread =

General pitch thread
Whitworth thread r=—scdl)

8 &
Unified thread % /f

British standard pipe thread

1

American standard pipe thread

Threading tools

. fﬁ
Threading tools code key A g{}’
External threading tools 4 N

. el O\
Internal threading tools ] f/‘"'/j”
Application information on threading <7
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MIIAIINO S[003 Surpealy

Threading tools overview

Threading Tools

Applications

For general use

Legend

Thread name

ISO metric thread
With end

General pitch thread
Without end

General pitch thread
Without end

Profil

GM

60

55

=
N
-~
@
Q.
Q!
=
@

Shape of insert

(length: 11, 16, 22mm)

R style shown

S~
2

A290-291

R style shown

R style shown

A292

A292

Tool holder

Pitch

Dimensions
(mm)
(HxWxL)
(DiaxLxMin.
dia)

Pitch/mm

Pitch/mm (pitch/Inch)

Pitch/mm (pitch/Inch)

pealy) |eusalxg
»

R-type shown
A298

16X16X100
20X20X125
25X25X150
32X25X170
32X32X170
40X40Xx250

0.5~6.0

0.5~5.0 (5~48)

0.5~5.0 (5~48)

'@-‘,'Tx"’.

pealy) |eulaju|

R-type shown
A299

16X125X12
16X 150X 16
16X150X20
20X 150X 25
20X180X25
25X150X32
32X200X40
32X250X40
40X300X50
50X 350X63

0.5~6.0

0.5~5.0 (5~48)

0.5~5.0 (5~48)

A286



Threading Tools TURN’NG A

Threading tools overview

For general use

For aerospace industry

Heater, gas and water pipe
thread

For gas and water faucet
and pipe connection

Unified thread

British standard taper piper

American standard taper pipe

Whitworth thread (American standard threads) threads threads
w UN BSPT NPT
R style shown R style shown R style shown R style shown

£

A293

(15

A294

,ﬂ;

A295

Pitch/mm (pitch/Inch)

Pitch/mm (pitch/Inch)

Pitch/mm (pitch/Inch)

Pitch/mm (pitch/Inch)

8~19

8~24

11~28

8~27

8~19

8~24

11~28

8~27

A287
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Threading tools overview



e Specially treated edge for superior
surface quality

e Sharp nose with small cutting resistance and
superior performance

e Full ground inserts with high dimensional precision
for high quality threading

Theoretical thread profile Thread type Grade of tolerance

New fully ISO metric thread 69/6H
ground series g7\ Whitworth thread W Medium Class

tish standard pipe thread Standard B

Unified thread 2A/2B

Compared with products rican standard pipe thread ~ Standard
of other companies

e New nano coating grade specially designed for
threading with longer insert life

Advanced surface treatment
techniques effectively reduce
friction and allows for better
wear observation.

Advanced TiAIN substrate nano Case:
coating, in combination with
proper coating ingredients,
improves the mechanical and insert: Z16ER2.01ISO/YBG203
thermal properties of coating. thread pitch: p=2.0mm

workpiece material: 42CrMo(HB260)

cutting data: Vc=120 m/min
Further optimizing coating
structre, improving coating
stress, enhancing bond strength

of coating and substrate.
(YBG203 )

A company

tool life(pieces/ edge)

84% tool life improvement of ZCC+CT product than

that of company A under the same cutting condition.




Threading Tools TURN’N G

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Threading insert

/ Threading inserts code key \

Insert size

Code Diameter of IC(mm)

711 26.35
716 29.525
722 @12.7

Cutting style

E -External threading inserts

I -Internal threading inserts

Cutting direction

R-Righ
L-Left

e
=]
5
. @
@
;I—
1S
=

Threading insert

R 2.0 ISO (P)

Full profile (Range of screw pitch is
indicated by numbers).

mm TPI

—— — C Profile |

V profile (Range of screw pitch is
indicated by letters). ISO—ISO metric 60° thread

mm TPI 60—60° general pitch thread

A 0.5-1.5 48-16 .
AG 05-3.0 48-8 55—55° general pitch thread

G 1.75-3.0 14-8 W—Whitworth thread
N 3.5-5.0 7-5 UN—Unified thread(American standard threads)
Thread specification ~ Range of thread pitch BSPT—British standard taper piper thread
IS0 metf'c thread 0560 NPT—American standard taper piper thread
General pitch thread 0.5-5.0
Whitworth thread W 8-19
British standard pipe thread 11-28
Unified thread 8-24
meran arcardope g
thread 8-27 chip breaker

o-fully ground edge insert

P —3-Dimensional chip-breaking insert

A289



A TURN’N G Threading Tools

Threading insert -~~~ oo oo

ISO metric thread (with end) ~

ISO 965-1980 DIN 13
GB/T 197-2003 Tolerance class: 6g/6H

Type Basic dimensions(mm) Recommgeg(éeed el

The right hand tools The left hand tools Pitch S g1.C od YBG203 YBG205
4 Z16ER0.5ISO Z16EL0.5ISO 0.50 3.52 9.525 4.0 * O
g Z16ERO0.75ISO Z16EL0.75ISO 0.75 3.52 9.525 4.0 * (@)
0%1 Z16ER1.01SO Z16EL1.0I1SO 1.00 3.52 9.525 4.0 * O
é. Z16ER1.25ISO Z16EL1.25ISO 1.25 3.52 9.525 4.0 * (@)
- Z16ER1.51SO Z16EL1.5I1SO 1.50 3.52 9.525 4.0 * O
. Z16ER1.751SO Z16EL1.751SO 1.75 3.52 9.525 4.0 * (@)
5’ Z16ER2.01SO Z16EL2.0I1SO 2.00 3.52 9.525 4.0 * O
% Z16ER2.5I1SO Z16EL2.5I1SO 2.50 3:52 9.525 4.0 * O
§:;- Z16ER3.01SO Z16EL3.0I1SO 3.00 3.52 9.525 4.0 * (@)
= Z22ER3.51SO Z22EL3.5I1SO 3.50 4.65 12.7 5.0 * O
Z22ER4.01SO Z22EL4.0I1SO 4.00 4.65 12.7 5.0 * (@)
Z22ER4.51SO Z22EL4.51SO 4.50 4.65 12.7 5.0 * O
Z22ERS5.0ISO Z22EL5.0ISO 5.00 4.65 12.7 5.0 * O
Z22ER5.51SO Z22EL5.51SO 5.50 4.65 12.7 5.0 * (@)
Z22ER6.01SO Z22EL6.0I1SO 6.00 4.65 12.7 5.0 * O

A290

* Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order
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ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Threading insert

ISO metric thread (with end) ~

ISO 965-1980  DIN 13
GB/T 197-2003 Tolerance class: 6g/6H
\‘x
-
ey
L type
o
Type Basic dimensions(mm) Recomm:rnaccljeed coating §
The right hand tools The left hand tools Pitch S al.Cc od YBG203 YBG205 E
Z111IR0.51SO Z111L0.51SO 0.50 3.05 6.35 3.2 * O \ N
Z11IR0.75ISO Z111L0.751SO 0.75 3.05 6.35 3.2 * O 2
Z11IR1.01SO Z11IL1.0ISO 1.00 3.05 6.35 3.2 * O _éo
s
Z11IR1.25ISO Z11IL1.251SO 1.25 3.05 6.35 3.2 * (@] _“E’
Z11IR1.51SO Z11IL1.5ISO 1.50 3.05 6.35 3.2 * O a
Z11IR1.75ISO Z11IL1.751SO 1.75 3.05 6.35 &2 * (@]
Z11IR2.01SO Z11IL2.0ISO 2.00 3.05 6.35 3.2 * O
Z16IR0.51SO Z16IL0.51SO 0.50 3152 9.525 4.0 * (@]
Z16IR0.751SO Z161L0.75ISO 0.75 3.52 9.525 4.0 * (@]
=1 | Z16IR1.0ISO Z161L1.0I1SO 1.00 3.52 9:525 4.0 * O
% Z16IR1.251SO Z161L1.25ISO 1.25 3.52 9.525 4.0 * (@]
5 Z16IR1.5ISO Z16IL1.51SO 1.50 3.52 9.525 4.0 * O
gé_ Z16IR1.751SO Z16IL1.751SO 1.75 3.52 9.525 4.0 * O
Z16IR2.0ISO Z161L2.0I1SO 2.00 3.52 9.525 4.0 * O
Z16IR2.51SO Z161L2.5I1SO 2.50 3.52 9.525 4.0 * O
Z16IR3.0ISO Z161L3.01SO 3.00 3.52 9.525 4.0 * (@]
Z22]IR3.5ISO Z22IL3.51SO 3.50 4.65 12.7 5.0 * O
Z221R4.0ISO Z2211.4.01SO 4.00 4.65 12.7 5.0 * (@]
Z221R4.5ISO Z221L.4.51SO 4.50 4.65 12.7 5.0 * (O]
Z22IR5.01SO Z221L5.01SO 5.00 4.65 12.7 5.0 * (@]
Z22IR5.5ISO Z221L.5.51SO 5.50 4.65 12.7 5.0 * (@]
Z221R6.0ISO Z221L6.01SO 6.00 4.65 12.7 5.0 * O

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

A291
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R type L type
Type Basic dimensions(mm) ii(;?m;n;;%eed

The right hand tools | The left hand tools (i.'fﬁﬂfm) s @1.c od o | YBG203|YBG205
Z16ERAS55 Z16ELAS55 0.5-1.5(48-16) 3.52 9.525 4.0 55° * O
5 Z16ERG55 Z16ELG55 1.75-3.0(14-8) 3.52 9.525 4.0 55° * O
% Z16ERAG55 Z16ELAG55 0.5-3.0(48-8) 3.52 9.525 4.0 55° * O
Z22ERNS55 Z22ELN55 3.55.0(7-5) 4.65 12.7 5.0 55° * o
Z16ERA60 Z16ELAGO 0.5-1.5(48-16) 3.52 9.525 4.0 60° * @]
, Z16ERG60 Z16ELG60 1.75-3.0(14-8) 3.52 9.525 4.0 60° * O
%0 Z16ERAG60 Z16ELAG60 0.5-3.0(48-8) 3.52 9.525 4.0 60° * O
Z22ERN60 Z22ELN60 3.55.0(7-5) 4.65 12.7 5.0 60° * o

* Recommended grade (always stock available)

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

4 )
R type L type
Type Basic dimensions(mm) ii‘;?ﬁ?gg%id

The right hand tools | The left hand tools (E::gﬂjmg) s 21.c od o | YBG203|YBG205
Z11IRA55 Z11ILAS55 0.5-1.5(48-16) | 3.05 6.35 3.2 55° * o
Z16IRA55 Z16ILAS55 0.5-1.5(48-16) 3.52 9.525 4.0 55° * O
55° | Z16IRG55 Z16ILG55 175-3.0(14-8) | 352 | 9525 40 55° * o
5 Z16IRAG55 Z16ILAGS55 0.5-3.0(48-8) 352 | 9525 40 55° * o
% Z22IRN55 Z22ILN55 3.5-5.0(7-5) 4.65 12.7 5.0 55° * O
5 Z11IRA60 Z111LA60 0.5-1.5(48-16) | 3.05 6.35 3.2 60° * S
§ Z16IRA60 Z16ILAGO 0.5-1.5(48-16) 3.52 9.525 4.0 60° * O
60° | Z16IRG6O Z161LG60 175-3.0(14-8) | 352 | 9525 40 60° * o
Z16IRAG60 Z161LAG60 0.5-3.0(48-8) 352 | 9525 40 60° * o
Z22IRN60 Z22ILN60 3.5-5.0(7-5) 4.65 12.7 5.0 60° * o

A292

% Recommended grade (always stock available)

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



Threading Tools TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Threading insert

Whitworth thread (with end) ™

ISO 228/1:1982,
DIN 259, B.S.84:1956
Tolerance class: Medium class A

-]
Type Basic dimensions(mm) Recommgerr:jjeed coating g
The right hand tools The left hand tools (E::gml’:g‘) s 21.c od YBG203 | YBG205 rf
Z16ER8W Z16ELSW 8 3.52 9.525 40 * 0 -
Z16ER9W Z16EL9W 9 3.52 9.525 4.0 * O E
S Z16ER10W Z16EL10W 10 3.52 9.525 40 * 0 ;%:
G| Z16ER1W Z1GEL1W 11 3.52 9.525 40 * o z
i—) Z16ER12W Z16EL12W 12 3.52 9.525 4.0 * (@]
§ Z16ER14W Z16EL14W 14 3.52 9.525 40 * 0
o
Z16ER16W Z16EL16W 16 3.52 9.525 4.0 * @]
Z16ER18W Z16EL18W 18 352 9.525 40 * o
Z16ER19W Z16EL19W 19 3.52 9.525 4.0 * @]

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

Type Basic dimensions(mm) Recomm:;c:jzd oty

The right hand tools The left hand tools (':I':gﬂjmg) s @1.c ad YBG203 | YBG205
Z161IR8W Z161L8W 8 3.52 9.525 40 * o
Z161IROW Z161LOW 9 3.52 9.525 40 v o
| z16IR10W Z161L10W 10 3.52 9.525 40 * o
o0 Z161IR1W Z16IL1IW 11 3.52 9.525 40 * o
% Z16IR12W Z161L12W 12 3.52 9.525 40 * o
g‘:‘? Z16IR14W Z161L14W 14 3.52 9.525 40 * o
Y Z16IR16W Z161L16W 16 3.52 9.525 40 * o
Z16IR18W Z161L18W 18 3.52 9.525 40 * o
Z16IR19W Z161L19W 19 3.52 9.525 40 * o

* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
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Unified thread (with end)

ASME B1.1-1989
Tolerance class: 2A/2B

Threading insert

Threading Tools

Type Basic dimensions(mm) Recomm;r:;;eed EREITE,
The right hand tools The left hand tools (';::g:fl’zg;]) s 21.c od YBG203 | YBG205
Z16ERSUN Z16ELSUN 8 352 9.525 40 * o
Z16ER10UN Z16EL10UN 10 8152 9.525 4.0 * @]
U Z16ER12UN Z16EL12UN 12 352 9.525 40 * o
§ Z16ER14UN Z16EL14UN 14 352 9.525 40 * o
'_':3-" Z16ER16UN Z16EL16UN 16 3.52 9.525 4.0 * @]
| Z16ER18UN Z16EL18UN 18 3.52 9.525 4.0 * 0
Z16ER20UN Z16EL20UN 20 3.52 9.525 4.0 * @]
Z16ER24UN Z16EL24UN 2 352 9.525 40 * o

% Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order

4 )
‘ Type Basic dimensions(mm) Recomm:rr;?jeed Bl
The right hand tools The left hand tools (';::gm:g;) S 21.c ad YBG203 | YBG205

Z16IR8UN Z16IL8UN 8 3.52 9.525 40 * o
Z161IR10UN Z16IL10UN 10 3.52 9.525 40 * o
= Z16IR12UN Z16IL12UN 12 3.52 9.525 4.0 * o
% Z161IR14UN Z161L14UN 14 3.52 9.525 40 * o
=0 Z16IR16UN Z16IL16UN 16 3.52 9.525 40 * o
N Z161R18UN Z16IL18UN 18 3.52 9.525 4.0 * o
Z16IR20UN Z161L20UN 20 3.52 9.525 40 * o
Z16IR24UN Z161L24UN 24 3.52 9.525 4.0 * o

A294

% Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order



Threading Tools TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Threading insert

British standard taper piper thread (with end) ™

ISO 7/1:1994
B.S.21:1985
Standard BSPT

55°

-
-~

L type ,

: o

Type Basic dimensions(mm) Recomm:;(zeed eI g

The right hand tools The left hand tools (E:gn;l’:g]) S a1.c od YBG203 | YBG205 rf

US| Z16ER11BSPT Z16EL11BSPT 11 352 9.525 40 * o -
é Z16ER14BSPT Z16EL14BSPT 14 BY52, 9.525 4.0 * O .?‘J
= ztcER19BSPT Z16EL19BSPT 19 352 9.525 40 * o %
" Z16ER28BSPT Z16EL28BSPT 28 352 9.525 40 * o E

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

L type
Type Basic dimensions(mm) REGUIIEE E6 EoE i
grade
. Pitch/mm
The right hand tools The left hand tools (pitch/Inch) S al1.Cc ad YBG203 | YBG205

=1 | Z16IR11BSPT Z16IL11BSPT 1 3.52 9.525 4.0 * @)
(]

g Z16IR14BSPT Z16IL14BSPT 14 3.52 9.525 4.0 * O
:f Z16IR19BSPT Z16IL19BSPT 19 3.52 9.525 4.0 * O
)

<1 | Z16IR28BSPT Z16I1L28BSPT 28 3.52 9.525 4.0 * (@)

% Recommended grade (always stock available) @ Available grade (always stock available) OMake-to-order
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American standard taper piper thread (with end)

Threading insert

Threading Tools

ASME B1.20.1-1983
Standard NPT

60°

=}
=
-
@
Q.
Q!
=
«Q

Type Basic dimensions(mm) Recomm;gj;—:éd el
The right hand tools The left hand tools (';::gnj{:g]) S @1.c od YBG203 | YBG205

| Z16ERSNPT Z16ELSNPT 8 3.52 9.525 4.0 * o
5’ Z16ER11.5NPT Z16EL11.5NPT 11.5 3.52 9.525 4.0 * @]
§ Z16ER14NPT Z16EL14NPT 14 352 9.525 40 * 0o
g Z16ER18NPT Z16EL18NPT 18 3.52 9.525 4.0 * O
o

Z16ER27NPT Z16EL27NPT 27 352 9.525 40 # o

% Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order

- )
Type Basic dimensions(mm) Recomm:;%zd Il
The right hand tools The left hand tools (';::g:fl’:g]) s 21.c od YBG203 | YBG205

| Z16IRSNPT Z16ILSNPT 8 352 9.525 4.0 * o
'_% Z16IR11.5NPT Z16IL11.5NPT 11.5 3.52 9.525 4.0 * @]
% Z16IR14NPT Z1GIL14NPT 14 3.52 9.525 4.0 * o
C§ Z16IR18NPT Z16IL18NPT 18 3.52 9.525 4.0 * @]
B Z16IR27NPT Z16IL27NPT 27 352 9.525 4.0 * o

A296
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ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Threading tools

/ Threading tools code key \

Clamping system Thread type Cutting direction
Top clamping  Screw clamping Right hand Left hand
| Internal thread

E External thread %l I?
— R —L

ZC ZS

R 20 20 K 16

e
=]
5
. @
@
;I—
1S
=

Nose height °

h
Note: 00 for round tool holder.

Only to integer, for example:
h=8mm is labeled as 08.

Threading insert

[ Shankwidth _____J
‘ b

Note: Diameter for round tool holder
for example: b=8mm is labeled as 08.

Tool length L —

Code H K M P Q R S T U
Length 100 125 150 170 180 200 250 300 350

Insert size ¢

Code 11 16 22
Triangle side length 11 16 22
Inscribed circle 6.35 9.525 12.70
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. 10°
h a
s b
L
R-type shown
. . . . . Shim
Basic dimensions(mm) Applicable inserts | Inserts screw Shim screw Wrench
Type Stock
nisltls O ¥ A @ o
)
4O
1616H16 A 16 16 16 | 100 | 20
2020K16 A 20 20 20 | 125 | 25
2525M16 A 25 25 | 25 | 150 | 32 Z16EROOOO  |160 M3.5X12TT| MT16-0000MN | SM4X8C WT15IP
3225P16 A 32 32 25 | 170 | 32
ZSER | 3232P16 A 32 | 32 | 32 | 170 | 40
2525M22 A 25 25 | 25 | 150 | 32
3225P22 A 32 32 25 | 170 | 32
Z22EROOOO 160 M5X17 | MT22-0000MN | SM5X8.5 WT20IP
3232P22 A 32 32 32 | 170 | 40
4040S22 A 40 40 40 250 50
1616H16 A 16 16 16 | 100 | 20
2020K16 A 20 20 20 | 125 | 25
2525M16 A 25 25 | 25 | 150 | 32 Z16ELOOOO  |160 M3.5X12TT| MT16-0000MN | SM4X8C WT15IP
3225P16 A 32 32 25 | 170 | 32
ZSEL | 3232P16 A 32 | 32 | 32 | 170 | 40
2525M22 A 25 25 | 25 | 150 | 32
3225P22 A 32 32 25 170 32
Z22ELO0O0O0 160 M5X17 | MT22-0000MN | SM5X8.5 WT20IP
3232P22 A 32 32 32 | 170 | 40
4040S22 A 40 40 40 250 50

A Stock available

A298

/A\Make-to-order



Threading Tools TURN’NG A

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Threading tools

Internal threading tools

h
sﬂoZ\J
1 L od
R-type shown
Basic dimensions(mm) Appllcable Inserts screw Shim =l Wrench
inserts screw
Type Stock
d | L|b|Dm|ls|h]|oL w d @ /
4O\
0016K11 | A | 16 | 125| 16 | 12 | 10 | 15 |20.9 i
Z1MIROOOO 160 M2.5X6.5T - - WTO8IP =
0016M11 A 16 | 150 [ 155 | 16 | 10.5| 15 |25.9 Lo
0016M16 A 16 | 150 | 15,5 | 20 12 15 27 160 M3.5X08TT - - '_
0020M16 A 20 | 150 | 19 25 14 18 |28.7 ©
(=3
0020Q16 A 20 | 180 | 19 25 14 18 34 a
£
0025M16 A 25 | 150 | 24 32 17 23 288 =
Z16IROOO0O WT15IP _"‘E’
0032R16 A 32 | 200 | 31 40 22 30 |30.9 160 M3.5X12TT | MT16-0000MN | SM4X8C =
ZSIR | 0032816 | A | 32 | 250 | 31 | 40 | 22 | 30 |309
0040T16 A 40 | 300 | 385 | 50 27 37 315
0050U16 A 50 | 350 | 49.5| 63 35 49 1402
0020Q22 A 20 | 180 | 21.5| 25 15 18 35 160 M5X13.2 - -
0025R22 A 25 | 200 | 24 32 19 23 39
0032822 A 32 | 250 | 31 40 22 30 | 36.4 Z221RO0O0O0 WT20IP
160 M5X17 MT22-0000MN | SM5X8.5
0040722 A 40 | 300 | 38.5| 50 27 37 | 37.2
0050U22 A 50 | 350 | 48.5| 63 35 47 | 426
0016K11 A 16 | 125 | 16 12 10 15 | 20.9
Z1IiLoooo 160 M2.5X6.5 - - WTO7IP
0016M11 A 16 | 150 [ 155 | 16 | 10.5| 15 |25.9
0016M16 A 16 | 150 | 15,5 | 20 12 15 27 160 M3.5X08TT - -
0020M16 A 20 | 150 | 19 25 14 18 |28.7
0020Q16 A 20 | 180 | 19 25 14 18 34
0025M16 A 25 | 150 | 24 32 17 23 |28.8
z16lLO0O0O0 WT15IP
0032R16 A 32 | 200 | 31 40 22 30 |30.9 160 M3.5X12 | MT16-0000MN | SM4X8C
ZSIL | 0032816 | A | 32 | 250 | 31 | 40 | 22 | 30 |30.9
0040T16 A 40 | 300 | 385 | 50 27 37 | 315
0050U16 A 50 | 350 | 49.5| 63 35 49 1402
0020Q22 A 20 | 180 | 215| 25 15 18 35 160 M5X13.2 - -
0025R22 A 25 | 200 | 24 32 19 23 39
0032822 A 32 | 250 | 31 40 22 30 | 36.4 Z221L0000 WT20IP
160 M5X17 MT22-000MN | SM5X8.5
0040722 A 40 | 300 | 38.5| 50 27 37 | 37.2
0050U22 A 50 | 350 | 48.5| 63 35 47 | 426

A Stock available /\Make-to-order
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Threading Tools

Application information of threading -~~~

Please follow the following steps to get the best threading result:

0 Select proper thread machining method. @ By checking reference table of standard
O Define helical angle and select shim. threading programs, select feasible
@ Select proper insert and tool holder size. cutting parameters.

O select feed way.

Machining method of threading tools

External threading machining (Right thread) External threading machining (Left thread)

=}
=
-
@
Q.
Q!
=
«Q

Suipeaay) jo uoneutojur uonedddy

TF T 7

i
TT

o

Internal threading machining (Right thread) Internal threading machining (Left thread)

L DK

NI
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14 I

Wil

|
&

o

u
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Threading Tools TURN’N G

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Application information of threading

Decide helical angle and select shim

The clearance angle of threading inserts is actually along the edge (flank). This has
significant effect on heat diffusion, spread of abrasion as well as tool life, security €= Helical angle
and pitch quality. The clearance angle of threading pitch on clearance face is
determined by thread helical angle. These two angles are similar to each other to
some extent. If inclined angle of insert is different from the helical angle, then the

P

clearance angle won't be the same either. w T @)
The helical angle of pitch has to be the same with the inclined angle of insert to

prevent over wearing on the clearance face which could affect tool life. the helical
angle is calculated as below:

€= arctan L A = Inclined angle
d,xTT

P= Pitch

d,= pitch diameter

The most common inclined angle is 1°. MT standard
shim and its inclined angle is also 1°.

-
=]
=]
+ @
)
=4
£
=

Calculation of clearance angle:

Clearance angle is calculated as below:

B= arctan (tane X tanq) Please refer to the table below for actual value:

B
206=Thread profile angle Thread

a=The rake angle of external standard threading tools is 10° the rake angle

profile angle 26

External thread  Internal thread

Application information of threading

of internal standard threading tools is 15°.
60° 5.8° 8.79°
The shim has to be changed when helical angle of thread is < 55° 5.24° 7.94°
clearance angle of tool, which could cause intervene on insert
flank. 30° 2.7° 4.1°
Please change the shim to adjust the difference between helical 29° 2.6° 3.96°
angle of thread and inclined angle of shim to be within 2°~0°.
Select shim:
For example: when P=1.5, d2=24mm,
helical angle1.14°-(2°~0°)=inclined angle (-0.86°~1.14°) lead of thread (mm) Threading number/inch
it is feasible to use standard shim 1°. 8 / / -3
. [Nt/ | | |/
<[] e/
[T/ =/ 4
Shim specification table is as follows: 6 | / //
Screw pitch ‘ Insert Inclined 5 ,;' ,// -5
range dimensions  angle I l / // ™ //
0 MT16-00MN “ T ~ -3
X /
0.5-3.0 " 1 MT16-01MN 5 [// / -8
2 MT16-02MN // . me
_ A o — 1
3 MT16-03MN 2 / / l/r N 713
I L
0 MT22-00MN A — 33
1 MT22-01MN - 32
3.5-6.0 22
2 MT22-02MN
Workpiece diameter 50 100 150 200mm
3 MT22-03MN 2 4 6 8inch

Note: the standard angle of shim for our threading tools is 1°.
((MT16-01MN or MT22-01MN)
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Threading Tools

Application information of threading -~~~

Select proper inserts and size of tool holder (Please refer to detailed table of threading tools and inserts)

Parameter table for threading program under different standards

@ Table of recommended in-feed for metric ISO external threading with wiper edge

Screw pitch 1.0 1.25 1.5 1.75 2.0 2.5 3.0 4.0 5.0

Total in-feed 0.72 0.86 1.02 1.17 1.33 1.63 1.94 2.58 3.21

Number of passes 5 6 7 8 9 11 13 15 17

O o Tillen fin Value of radial in-feed (X) and flank in-feed (Z)
threading operation

X/z X/z X/z X/z X/z X/z X/z X/z X/z

1 0.20/- 0.20/- 0.21/- 0.22/- 0.24/- 0.25/- 0.26/- 0.35/- 0.40/-
2 0.18/0.10 0.18/0.10 0.18/0.10 0.20/0.12 0.22/0.13 0.24/0.14 0.24/0.14 0.30/0.17 0.35/0.20
3 0.16/0.09 | 0.14/0.09 | 0.18/0.10 | 0.18/0.10 | 0.20/0.12 | 0.21/0.12 | 0.20/0.12 | 0.25/0.14 | 0.30/0.17
gi 4 0.10/0.06 | 0.10/0.08 | 0.15/0.09 | 0.15/0.09 | 0.15/0.09 | 0.18/0.10 | 0.20/0.12 | 0.20/0.12 | 0.28/0.16
%’ 5 0.08/- | 0.08/0.06 | 0.12/0.07 | 0.13/0.08 | 0.12/0.07 | 0.15/0.09 | 0.18/0.10 | 0.18/0.10 | 0.25/0.14
% 6 0.10/0.06 | 0.11/0.06 | 0.12/0.07 | 0.12/0.07 | 0.15/0.09 | 0.18//0.10 | 0.20/0.12
“g. ; 0.08/- | 0.10/0.06 | 0.10/0.06 | 0.12/0.07 | 0.13/0.08 | 0.16/0.09 | 0.18/0.10

[=]
;%” 8 0.08/- 0.10/0.06 | 0.10/0.06 | 0.12/0.07 | 0.15/0.09 | 0.16/0.09
2

E-. o 0.08/- 0.10/0.06 | 0.10/0.06 | 0.15/0.09 | 0.15/0.09
10 0.08/0.05 0.10/0.06 0.13/0.08 0.15/0.09
1 0.08/- 0.08/0.06 0.12/0.07 0.13/0.08
12 0.08/0.05 | 0.12/0.07 | 0.13/0.08
13 0.11/0.06 | 0.12/0.07
14 0.10/0.06 | 0.12/0.07
15 0.08/- 0.11/0.06
16 0.10/0.06

17 0.08/-
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Threading Tools TURN’N G

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff Application information of threading

@ Table of recommended in-feed for metric ISO internal threading with wiper edge

Screw pitch 1.00 1.25 1.5 1.75 2.0 2.5 3.0 4.0 5.0
Total in-feed 0.62 0.77 0.92 1.06 1.21 0.15 1.79 2.36 2.95
Number of passes 5 6 7 8 9 11 13 15 17
OrEr @ el i Value of radial in-feed (X) and flank in-feed (Z)
readingoperaton |y | Xz | xz | xz | xz | Xz | xz | xz | xz
1 0.18/- 0.20/- 0.22/- 0.23/- 0.24/- 0.25/- 0.26/- 0.30/- 0.32/-
2 0.14/0.08 | 0.15/0.09 | 0.16/0.09 | 0.16/0.09 | 0.18/0.10 | 0.20/0.12 | 0.20/0.12 | 0.25/0.14 | 0.28/0.16
3 0.12/0.07 | 0.12/0.07 | 0.14/0.08 | 0.14/0.08 | 0.15/0.09 | 0.15/0.09 | 0.20/0.12 | 0.22/0.13 | 0.25/0.14
4 0.10/0.06 | 0.12/0.07 | 0.12/0.07 | 0.13/0.08 | 0.14/0.08 | 0.15/0.09 | 0.18/0.10 | 0.20/0.12 | 0.22/0.13 g’
5 0.08/- 0.10/0.06 | 0.11/0.06 | 0.12/0.07 | 0.12/0.07 | 0.13/0.08 | 0.15/0.09 | 0.18/0.10 | 0.21/0.12 E
6 0.09/0.05 | 0.10/0.06 | 0.11/0.06 | 0.12/0.07 | 0.12/0.07 | 0.15/0.09 | 0.20/0.12 l_
7 0.08/- 0.10/0.06 | 0.10/0.06 | 0.12/0.07 | 0.12/0.07 | 0.15/0.09 | 0.18/0.10 ;?:
g
8 0.08/- 0.09/0.05 | 0.10/0.06 | 0.10/0.06 | 0.15/0.09 | 0.18/0.10 ,fz
9 0.08/- 0.10/0.06 | 0.10/0.06 | 0.12/0.07 | 0.15/0.09 %
10 0.09/0.05 | 0.10/0.06 | 0.12/0.07 | 0.15/0.09 ~§
=
1 0.08/- 0.10/0.06 | 0.12/0.07 | 0.15/0.09 é
12 0.08/0.05 | 0.11/0.06 | 0.15/0.09 <&
13 0.11/0.06 | 0.12/0.07
14 0.10/0.06 | 0.11/0.06
15 0.08/- 0.10/0.06
16 0.10/0.06
17 0.08/-
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@ Table of recommended in-feed for American unified standard external threading with wiper edge
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T Application information ofthreading

@ Table of recommended in-feed for American unified standard internal threading with wiper edge
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@ Table of recommended in-feed for British standard internal and external threading with wiper edge
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Application information of threading

@ Table of recommended in-feed for NPT internal and external threading with wiper edge

Screw pitch 27 18 14 11.5 8
Total in-feed 0.75 1.129 1.451 1.767 2.54
Number of passes 6 8 10 12 14
Gk e fllen fin Value of radial in-feed (X) and flank in-feed (Z)
threading operation X/z X/z X/z X/z X/z
1 0.19/- 0.22/- 0.240/- 0.24/- 0.255/-
2 0.15/0.087 0.181/0.104 0.200/0.115 0.208/0.120 0.250/0.144
3 0.13/0.075 0.152/0.088 0.170/0.098 0.182/0.105 0.245/0.141
4 0.11/0.063 0.141/0.081 0.150/0.086 0.168/0.097 0.230/0.133
5 0.09/0.052 0.131/0.075 0.140/0.081 0.155/0.089 0.210/0.121
6 0.08/0.46 0.121/0.070 0.130/0.075 0.145/0.084 0.195/0.112
7 0.101/0.058 0.120/0.069 0.138/0.079 0.180/0.104
8 0.082/0.047 0.110/0.063 0.124/0.072 0.175/0.101
9 0.100/0.058 0.117/0.067 0.170/0.098
10 0.091/0.052 0.105/0.060 0.155/0.089
” 0.095/0.055 0.140/0.080
12 0.090/0.052 0.125/0.072
13 0.110/0.063
14 0.100/0.058
@ Table of recommended in-feed for BSPT internal and external threading with wiper edge
Screw pitch 28 19 14 11
Total in-feed 0.581 0.856 1.162 1.479
Number of passes 5 6 8 10
Ot i fallew fin Value of radial in-feed (X) and flank in-feed (Z)
threading operation X/z X/z X/z X/z
1 0.179/- 0.223/- 0.222/- 0.214/-
2 0.134/0.070 0.181/0.094 0.213/0.111 0.242/0.126
3 0.103/0.054 0.139/0.072 0.163/0.085 0.186/0.097
4 0.087/0.045 0.117/0.061 0.138/0.072 0.157/0.082
5 0.078/0.040 0.103/0.054 0.121/0.063 0.138/0.072
6 0.093/0.049 0.110/0.057 0.125//0.065
7 0.101/0.052 0.115/0.060
8 0.094/0.049 0.107/0.056
9 0.100/0.052
10 0.095//0.049
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Application information of threading -~~~

/ Table of recommended cutting parameters \

Grade
Unit cutting force YBG202
. Hardness
ISO Material Kc0.4 HB YBG203
N/mm? YBG205
Cutting speed(m/min)
C=0.15% 1900 125 150-175
Carbon steel C=0.35% 2100 150 140-155
C=0.60% 2250 200 130-145
Anneal 2100 180 110-130
Hardened 2600 275 80-100
Alloy steel
Hardened 2700 300 70-90
Hardened 2850 350 60-80
) Anneal 2600 200 90-115
High alloy steel
Hardened 3900 325 70-90
§ Non-alloy 2000 180 180-210
g low alloy 2500 200 90-115
= Cast steel .
s high alloy 2700 225 90-115
% Martensite steel 12%Mn 3600 250 40-50
=
g Austenite 2450 180 110-130
Z Stainless steel
:5_" Martensite/Ferrite 2300 200 130-170
o
= _ Ferite 1100 130 110-140
@ Malleable cast iron .
Pearlite 1100 230 85-105
) Low tensile-strength 1100 180 110-140
Gray cast iron . .
High tensile-strength 1500 260 90-115
. Ferrite 1100 160 110-130
Nodular cast iron .
Pearlite 1800 250 80-100
Non-aging treatment 500 60 1300-1450
Al alloy .
N Aging treatment 800 100 450-500
) Non-aging treatment 750 75 430-470
Cast aluminum alloy .
Aging treatment 900 90 250-290
Anneal 3000 200 35-50
Iron base
Aging 3050 280 25-35
s Heat resistant alloy Anneal 3500 250 15-25
Ni-orCo- | aging 4150 350 10-20
base .
Casting 4150 320 10-15
H Hardened steel Hardened steel 4500 HRC55 40-50

Note: ¢The values in the above table are range values. High values in the range could be considered in actual cutting. When trying new
cutting speed, please check the cutting edge condition before operation.
*In stainless steel threading, high cutting speed should be used to prevent built-up edge.
*The cutting parameters should be reduced when cutting small pitch thread and when using tools with small nose radius.
*When cutting thread by tools with small nose radius, such as NPT standard thread, it is advisable to use tools with big nose radius
first to rough, so as to improve the life of tools with small nose radius.
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In-feed way of threading tools

Radial in-feed

so it is easy to cause vibration and make the cutting edge suffer more
overloading.

« Easy operating, high general.
 V-shape chip caused by long chip steel workpiece will produce big bend
stress on cutting edge.
« It requires low cutting depth, sharp cutting edge and good tough material.
« Big quantity of heat when cutting ,V-shape chip is hard to control.
/1\ » Because the interface of cutting chips on the right and left side is long,

Flank in-feed
« Cutting edge suffer small bend stress, stable estate, it is easy for chips
formation in deep cutting depth.
 There are enough space to leave chips flow when flank in-feed.
« Big abrasion on right flank.

Modified flank in-feed

* Right Cutting Edge also engage on cutting depth to a certain extent, it
can reduce the abrasion on right side of clearance face.

« Cutting edge suffer small bend stress, stable estate, it is easy for chips
formation in deep cutting depth.

* Good Cutting Performance.

Alternate flank in-feed

 Cutting edge trade off when machining, equality abrasion on left and
right side of clearance face on cutting edge, it can improve the life of
tools.

« Chips are flowing from both of right and left side, good chips flowing.

» Recommend using in big screw-pitch thread cutting.

Recommend adopting flank in-feed or alternate flank in-feed under allowable range of machining equipment or programmer, it can
' eliminate the machining vibration effectively, and it has enough space discharge the chips between pitch. Cutting edge suffer a
small stress, machining stable, it likes the general turning process when machining thread, good chip control without extra chips.
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/ Common problems in threading and solutions \

Problem

Wear on clearance
face

Cause

Cutting speed too high.

Solutions

Reduce cutting speed.

Low cutting depth, abrasion.

Reduce frequency of feed and friction of cutting edge.

Inserts are over the center line.

Adopt correct center height.

Asymmetric wear on
right and left cutting
edge

The inclined angle of insert is different
from the helical angle of thread.

Change to proper shim to get correct inclined angle.

Flank in-feed is not correct.

Change the way of flank in-feed.

=
=
-
@
Q.
Q!
=
«Q

Breakage

Cutting speed too low.

Increase cutting speed.

Cutting force too high.

Increase frequency of feed and reduce Max in-feed.

Unstable clamping.

Check if workpiece vibrates.
Reduce overhang of tool.
Verify clamping of workpiece and tool.

Chip twisting.

Increase the pressure of cooling liquid to blow away
chips.

Plastic deformation

High cutting speed, high temperature on
cutting area.

Reduce cutting speed.
Increase feed frequency and reduce Max cutting depth.

Insufficient cooling fluid.

Increase cooling fluid supply.

Low thread surface
quality

Cutting speed too low.
The insert is over the center line.
Chips are not under control.

Increase cutting speed.
Adjust centre height.
Change the operation way of tools to well control chips.

Incorrect profile

Incorrect center height.

Adjust centre height.

Pitch on machine is not correct.

Adjust machine.

Shallow profile

Cutting speed set wrong.

Adjust cutting depth.

Surface damage

Chips involved or contacted.

Change to flank in-feed to control chip flow direction.

Built-up edge

Temperature of cutting edge is too low.
Usually occur when machining stainless
steel and low carbon steel.

Increase cutting speed as well as pressure and
concentration of cooling fluid.
Choose inserts with good toughness.

Crack on surface

Cutting force too high

Reduce the cutting depth of each feed.

Vibration

Incorrect clamping of workpiece or tool

Verify clamping of workpiece and tool.
Minimize overhang of tool.

Incorrect cutting parameters

Increase cutting speed or reduce it substantially.

Incorrect tool clamping

Adjust center height.
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ffffffffffffffffffffffffffffffffffffffffffffffffffffff General technical information for turning

/ The functions of each part of turning tools \

1 The names of each part of turning tools

Primary
clearance
|
angle 5 Insert Tool holder
. ©
Minor angle S Rake face
Rake kS]
angle
9 % Secondary
= cutting edge
Nos radius = 9o
‘Approaching angle
Inclined angle PP gang Secondary
g Total length clearance face
;@ g Nose Shim
Zg 2 Primary flank
o
K2 Cutting edge
o
Secondary 35
\_ clearance angle ©

2 Effects of rake angle

Larger rake angle makes cutting edge sharper, reduces
resistant forces of chip flow, diminishes friction and prevent
deformation, leading to smaller cutting forces and cutting Small rake angle
power, lower cutting temperature, less abrasion and higher
surface quality. However, too large rake angle would reduce
the rigidity and strength of tool. Heat can't be diffused easily. ®When machining plastic or soft materials
Serious breakage and abrasion on tool would occur, reducing Big rake angle ®When finishing
tool life. Please choose rake angle according to machining
conditions.

®\When machining brittle and hard materials

®\When roughing and intermittent cutting

General technical information for turning

3 Effects of clearance angle

The main function of clearance angle is to reduce the
friction between the clearance face of tool and the surface

of workpiece. When the rake angle is fixed, larger clearance ®|n order to increase nose strength when

angle can increase the sharpness of cutting edge, reduce Smallaalglz;rance roughing

cutting forces and friction, and then achieve higher surface ®When machining brittle and hard materials
ality. However, if clearance angle is too large, the strength

q: Iti' V\év ! d d gAI : heat 9 't be diff 9 J ®In order to reduce friction when finishing

o cutting edge would decrease. Aiso, heat can't be difiuse Large clearance ®\When machining materials easy to be

angle hardened

easily and serious abrasion would occur, reducing tool life.
The principle of choosing clearance angle: Choose small

clearance angle if friction is not serious.

4 Effects of inclined angle

Positive or negative inclined angle determines the
direction of chip flow, and also affects the strength and impact
resistance of insert nose.

@®As diagram (1) shows, when the inclined angle is angles
negative, namely nose is in the lowest point as apposed to (=)
the bottom of tool, chips flow to the machined surface of

workpiece. \ Picture (1) J
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@ As diagram (2) shows, when inclined angle is positive, namely / \
the nose is in the highest point as apposed to the bottom of the
tool, chips flow to the areas of workpiece surface that haven't been
machined. e —

@ The change of inclined angle also affects insert nose strength
and impact resistance. When the inclined angle is negative, the nose
is in the lowest point of cutting edge. When the cutting edge enters Positive
the workpiece, the contacting point is on the cutting edge or rake inclined angle
face, protecting the nose from impact and increase the strength of (+)
the nose. Normally, negative inclined angle should be chosen for
tools with big rake angle. This can not only increase nose strength, \
but also prevent the impact of entry.

Picture (2) J

5 4 )

Effects of approach angle

Reduced approaching angle increases the strength of
tools and enable heat to diffuse easily, improving surface
quality. This is because when the approach angle is small,
cutting edge width is large, and then the unit width of cutting
edge bears less cutting force. Meanwhile, tool life can be

improved.
\§ y

Normally, select 90°approach angle for turning of slender
and step shaft; select 45° approach angle for external turning,
end surface machining and chamfering. When approach angle

is larger, radial force is reduced, cutting is stable, cutting Small approach For those materials with high intensity, high
thickness is increased, and chip breaking is excellent. angle hardness and hardened layer on the surface
Big approach angle When rigidity of the machine is not enough

6 Effects of minor angle

SuIuIng 10§ UOIBULIOJUI [EJIUYDI) [EISUID

Minor angle is the main angle that can affect surface quality, and it can also affect tool strength. If the approach angle is too small, the
friction between the secondary flank and machined surface of workpiece will increase, causing vibration.

The principle of selecting minor angle: Select small minor angle when roughing or when the friction is unaffected and there is no vibration.
Select large minor angle when finishing.

7 Nose radius

Nose radius significantly affects nose strength and ®Finishing at small cutting depth
surface quality. Small nose radius ®Machining parts such as slender shaft
Large nose radius means higher cutting edge strength, ®When the rigidity of the machine is
and the abrasion on the rake face and clearance face can be not enough
reduced to some extent. However, if the nose radius is too
large, radial force will increase, and vibration is easy to occur, ®When roughing
affecting machining precision and surface quality. ®\\Vhen machining hard materials
Large nose radius (intermittent cutting)

®When the rigidity of the machine
is not enough
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****************************************************** General technical information for turning

/ Calculation method of turning parameters \

‘1 calculation of cutting speed

4 A _mxXDXn

External turning [ Ve= 1000 (m/mln)

n
@D 1 ( In the formula: ~ Ve: Cutting speed (m/min)

n: Rotating speed of main axle (rev/min)

o D: Diameter of workpiece (mm)

For example: When the rotating speed is 280rev/min and the

) diameter of workpiece is 150mm, the cutting speed should be:
Internal turning

o Vi xxDxn (m/min) =]32(m/mi
=000 =132(m/min) w
=
. E
&
=
K=l
kS
E
£
k=
. =
‘2 Calculation of feed rate 2
E
[ E
4 ! A f=—— (mm/rev) P
n S
n :
{; _ In the formula:  f: Feed rate per rotation (mm/rev)
f I: Cutting length per minute (mm/min)
n: Rotating speed of main axle (rev/min)
O For example: When the rotating speed of main axle is
<: 500rev/min, and the cutting length p&r minute is 100mm/
min, the feed rate per rotation should be:




TU R N ' N G General Technical Information for Turning Machining

General technical information for turning -~~~

3 Cutting time calculation of external and internal /"~ I N
turning External turning

=]Wln (min)

In the formula: ~ T: Cutting time (min)

I: Length of machined areas (mm)
f: Feed rate (mm/rev)

n: Rotating speed of main axle (rev/min)

Internal turning [
For example: When the rotating speed of main axle is 250rev/min, and
the feed rate is 0.2mm/rev, the time needed for a cutting length of -
[ = E——
150mm should be:
pod 150 g ]
fxn 0.2x250 \§ S
4 Time calculation for end surface turning (constant
linear speed)
4 )

nx(a’-b’) :
2000-vexg (M

T:

In the formula:  T: Cutting time (min) '
Ve: Cutting speed (m/min) \ 4
f: Feed rate (mm/rev)

SuIuIng 10§ UOHBULIOJUI [EIIUYDI) [BISUID

For end surface without hole, b=0, the formula is still valid.

5 Theoretical value calculation of machined
surface roughness

r p 4 )
R= x1000 (wm) f
8r. ‘
=~

In the formula:  R: Theoretical roughness value of machined surface

f: Feed rate (mm/rev) e

rc: Nose radius (mm)
For example: When the feed rate is 0.2mm/rev, and the nose radius
is 0.4mm, the theoretical roughness value of machined surface
should be:

0.2° G y

__r _ =
R= o x1000= 804 x1000=12.5(um)

c
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General technical information for turning

/ Effect of three main turning parameters on machining \

Effects of three main parameters

Normally, short machining time, long tool life and high
machining precision are expected in machining, so the
material quality, hardness, and shape of the workpiece,
and properties of machine should be fully considered, and
then we can select suitable tools and adopt high-efficiency
cutting parameters, namely three parameters.

Vc

Cutting speed (Vc)

When the workpiece is rotating on the machine, the
number of its rotation per minute is defined as Rotating
speed of main axle (n). Because of its rotation, the cutting
speed measured on the contacting point of diameter is
defined as linear speed, m/min. Normally, linear speed
is considered to measure the effect of cutting speed on

machining.

Effect of cutting speed

Cutting speed has significant effect on tool life. When
the cutting speed is increased, cutting temperature will
increase and tool life will be shortened. Cutting speed varies
according to the different types and hardness of workpiece.
The below conclusions are reached after many cutting

experiments:

(1) Normally tool life would be reduced to half when
the cutting speed is increased by 20%. Tool life would be
20% of the original life if the cutting speed is raised by
50%.

(2) Low speed (20-40m/min) cutting could easily
cause vibration and shorten tool life.

Feed rate (fn)

Feed rate is defined as the moving distance of tool
after workpiece rotates for one circle, measured by mm/
rotation.

Effect of feed rate

Feed rate is a key factor that determines surface
quality. Meanwhile it also affect the range of chip forming
and the thickness of chips during machining.

In term of the effect on tool life, small feed rate leads
to serious abrasion on clearance face, greatly reducing
tool life.

Cutting depth (ap)

Cutting depth is defined as the difference between
machined surface and unmachined surface, measured by
mm. It is half the difference value between the original
diameter and machined diameter.

Effect of cutting depth
Cutting depth should be determined by the machining

allowance and shape of workpiece, power and rigidity of
machine, and tool rigidity.

The change of cutting depth has little effect on tool
life. If the cutting depth is too low, the cutting nose only
scrapes the hardened layer on the workpiece surface,
reducing tool life. When there is hardened oxide layer
on workpiece surface, higher cutting depth should be
adopted within the possible range of machine’s power
to avoid cutting nose just cutting the hardened layer of

workpiece.
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