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D-type clamping system
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Step 2: Details of tool holder

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

o *Shape, *Size, *Chipbreaker, *Grade, *Stock
[~ ] ° Applicable tool holders
*Approach angle, Page
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Applicable tool
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External parting, grooving and turning tools
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Tool holder type,
Size and applicable
inserts

Selection of tool
holder type

Parting inserts

Insert type, Chip-
breaker, Size and
grade
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1 Selecting insert type

grade

Insert type, Chip-
breaker, Size and
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( Threading tools )
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Page A313

Selection of tool
holder type

External threading tools
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Tool holder type,
Size and applicable
inserts

1SO metric thread (with end)

I
GBIT 197-2003

IS0 9651980  DIN 13
Tolerance class: 6g/6H

1SO metric thread (with end)

1S0965-1980  DIN13.
GBIT 1972003  Tolerance class: 6g/6H
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Insert type, Chip-
breaker, Size and
grade
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Selecting insert
category

Insert type, Chip-
breaker, Size and
grade
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suasul anlebaN

For:
[ ff"ig'ﬂm"gi
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N

DNEG-NGF  VNEG-NGF CNMG-DF CNMG-SF CNMG-EF CNEG-NF DNMG-DF
e 15 16 09,12 09,12 09,12 12 11,15
Page AB2 A81 A54 A54 A54 A55 A61
{ DNMG-SF DNMG-EF DNEG-NF SNMG-DF SNMG-EF SNMG-SF TNMG-DF TNMG-SF J
Cuingedee 11,15 11,15 15 09,12 09,12,15 09,12,15 16,22 11,16,22
Page  AB2 A62 A62 A67 A67 A67 A75 A75
{ TNMG-EF VNMG-DF VNMG-EF VNEG-NF VNMG-SF WNMG-DF WNMG-SF WNMG-EF J
Culling £dge11,16,22 16 16 16 16 06,08 06,08 06,08
Page  A76 A81 A81 A81 A81 A83 A83 A84
A Wiper}- For finishing
WNEG-NF CNMG-WGF  DNMX-WGF  TNMX-WGF  WNMG-WGF
Cufingedie g 12 11,15 16 06,08
Page  A84 A54 A61 A75 A83
For semi-
For semi-finishing fiﬁis-h'i-ng
CNMG-WGM DNMX-WGM  TNMX-WGM WNMG-WGM CNMG-PM
e 12 15 16 06,08 09,12,16,19
Page A55 A63 AT76 A84 A55
CNMG-DM  CNMG-EM CNMG-NM DNMG-PM DNMG-DM DNMG-EM DNMG-NM SNMG-PM
Cullng 09 09,12,16,19 12,16 12 11,15 11,15 11,15 15 09,12,15,19
Page A56 A56 A57 A63 A4 A64 A64 A68
[ SNMG-DM  SNMG-EM SNMG-NM TNMG-PM TNMG-DM TNMG-EM VNMG-PM VNMG-DM J
Cullng 99 09,12,15,19 12,15 12 11,16,22 11,16,22 16,22 16 16
Page A68 A69 A69 A76 AT7 AT7 A82 AB2



suasul aAnebaN

VNMG-EM VNMG-NM WNMG-PM  WNMG-DM  WNMG-EM  WNMG-NM )
Culirgodee 16 16 06,08 06,08 06,08 08
Page  AB2 A82 A85 A85 A85 A86

s -~
roughing

CNMG-SNR  DNMG-SNR  SNMG-SNR  TNMG-SNR  VNMG-SNR  WNMG-SNR )

Cultng edge 12,16,19 15 12 16 16 08
Page A58 A5 A71 A8 A82 A86

CNMM-LR DNMM-LR SNMM-LR TNMM-LR CNMG-DR CNMM-DR  CNMG-ER CNMM-ER}
Cuting 845 12,16,19,25 15 12,15,19,25 16,22 12,16,19 12,16,19,25 12,16,19 25

Page A57 AB5 AB9 A7 A58 A58 A58 A58

DNMG-DR DNMM-DR DNMG-ER DNMM-ER SNMG-DR SNMM-DR SNMG-ER SNMM-ER}
Cutingedge 45 15 15 15 12,15,19 12,15,19,25 12,15,19 25

Page  AG5 AB5 A5 AB5 A70 A70-A71 A71 AT
L TNMG-DR TNMM-DR TNMG-ER WNMG-DR }
Cullng £09216,22,27 16,22,27 16,22 06,08

Page  A78 A8 A8 A86

For_heavy .

Sl nz e i Y

machining

—

CNMM-HPR  SNMM-HPR CNMM-HDR DNMM-HDR  SNMM-HDR  TNMM-HDR

g e 19,25 19,25 12,16,19 15 12,15,19,25 16,22,27
Page A59 AT2 A59 AB6 A72 A79

: Forprofiling- -
Io W RN ey Qlliound

J
J

175.32-22/227  175.32-24 175.32-25 175.32-28 KNUX CNMG
Cut?‘iar:‘%&dge 19 19,30 19 19 16 12,16,19
Page  A88 A88 A88 A88 A87 A60
- ) A
N __— ——
CNMM DNMG SNMG SNMM TNMG TNMM VNMG
C”‘.‘;’;,%ﬁ"ge 12,19 15,19 09,12,15,19,25  09,12,19,25  11,16,22,27,33 16,22,27 16
Page  ABO AB6 A73 A73-74 A79 A80 A82
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Without '
chipbreaker - / _‘/ -~ hod -
-l —_— — —
CNMA DNMA SNMA TNMA WNMA
Clhede 12,16,19 11,15 09,12,15,19 16,22,27 06,08
Page A59 A6 A74 A80 A86
For’extra e
finishin -
—— g
CCGT-USF DCGT-USF TCGT-USF VCGT-USF DPGT-USF VPGT-USF
e 09 07,11 1 08,11 07,11 08,11
Page A89 A93 A100 A105 A1 A114
B & = = g L
CCGT-SF DCGT-SF TCGT-SF VCGT-SF VBGT-SF CPGT-SF DPGT-SF TBGH-L
Culna®i%e 06,09 07,11 06,09,11 1 1 06,09 07,11 06
Page  AB9 A93 A100 A105 A108 A110 A111 A112
[ TPGT-SF TPGH-L J
cutingedoe 09,11 09,11
Page  A113 A113
For.
finis 'h'inzg —-l
_—
VCGT-NGF  VBET-NGF CCMT-HF CCMT-EF DCMT-HF DCMT-EF SCMT-HF
T 16 16 06,09,12 06,09,12 07,11 07,11 09
Page A105 A108 A89 A90 A93 A94 A98
[ SCMT-EF TCMT-HF TCMT-EF VCGT-HF VCGT-NF VBMT-EF VBMT-HF VBET-NFJ
Cuting odge 06,09,11,16 09,11,16 11 16 1,16 1 16
Page  A98 A101 A102 A105 A105 A108 A108 A108
For,semi. T
finishin -
_— g
CCMT-HM CCMT-EM DCMT-HM DCMT-EM SCMT-HM SCMT-EM TCMT-HM
Cuting odge 06,09,12 06,09,12 07,11 07, 11 09,12 09,12 09,11,16
Page A90 A90 A94 A94 A98 A98 A103
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TCMT-EM VBMT-EM VBMT-HM
Culra£99°09,11,16 1 16
Page  A102 A109 A109
F.or‘
roughin
‘Qughing
VBMT-SNR CCMT-HR DCMT-HR SCMT-HR TCMT-HR VBMT-HR
Cuting Sdge 16 06,09,12 1 09,12 09,11,16,22 16
Page A109 A91 A95 A99 A103 A109
o For,Al (S o~/ % A ) ]
(7] ST L] A ) } ) : .Q' )
=4 machining [ M ook, - >
)
= CCGX-LC DCGX-LC SCGX-LC TCGX-LC VCGX-LC CCGX-LH DCGX-LH
g i 06,09,12 07,11 09,12 09,11,16 11,16,22 06,09,12 07,11
= I A91 A95 A99 A103 A106 A91-92 A95
(7]
H ‘\ P
«© ) -: <> AIIIrio; :unfd
RCGX-LH SCGX-LH TCGX-LH VCGX-LH RCM(G)T RCMX SCMT
Cutirgedde 08 09,12 09,11,16 11,16,22 08,10,12,16  08,10,12,16,20,25,32 09,12
Page A9 A99 A104 A106 A96 A97 A99
— IR = — —
TCMT WCMX-53 ccMw DCMW scMw TCMW SPMW
gL 22 04,06,08 06,09,12 07,11 06,09,12 11,16,22 09,12
Page A104 A107 A92 A95 A99 A104 A112
Ww; A
v/ /-f‘) -
(""" PCBN&PCD inserts )
» ~ -
. - - -
P‘GBNIm!slerts A
= - - - -
®
g CNGA DNGA SNGA TNGA VNGA WNGA
'é'- Cuting edge 12 15 12 16 16 08
OB Page A118 A121 A126 A130 A133 A136
=]
7]
@
Py PCBNjinserts
turningicase -
CNGN DNGN SNGN TNGN VNGN WNGN
Culig orge 12 15 12 16 16 08
Page A120 A125 A129 A132 A135 A138
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ccGw DCGW TCGW VBGW VCGW
TS 06,09,12 07,11 09,11 16 16
Page A139 A140 A141 A142 A143
o
o ACDI -/ P S -
-
2 FrontjAngle'Blade i —
= CCGWOOAF DCGWODAF TCGWOCAF VBGWOOAF VCGWOCAF
b4 Gt booe 06,09,12 07,11 09,11 16 16
% Page A144 A145 A146 A147 A148

~RCDITE
Fror‘ﬁwn'gle*Blade & ; L g S

CCMXOOAF DCMXOOAF TCMXOOAF  VBMXOOAF  VCMXOOAF

QU 06,09,12 07,11 09,11 16 16
Page A144 A145 A146 A147 A148
C Ceramic inserts )

v v

RCGN RPGN
atingiedcs 09,12 09,12
Page A152 A152

C Parting and grooving inserts )

Littlegsquirrel Qc series shallow ; 4
[ ﬁggie' Sy grooving inserts

QCOORIL QCOOR/LOOOR ZPOID-MG ZPOS-MG
glingecds 1.1~4.8 1.0~4.0 1.5,2.0,2.5,3,4,5,6 253,456
Page A267-268 A268 A259 A259

[ s S P P

J
J
J
J
J
J
J

ZTOD-MG ZTOD-MM ZTOS-MG ZTOD-EG ZTOD-EG ZIMF-NM ZIMF-SM
Cuting oo 2.5,3,4,56 1.5,2,3,4,5,6,8 56 1-2.4(tailor-made) ~ 2.4-6.5(tailor-made) 34,56 34,56
Page A260 A260 A260 A261 A261 A262 A262
ZROD-MG ZR[ID-NM ZR[OD-EG ZIGQ-NM ZIGQ-NF ZR[OD-LH ZILD-LC
e 253456 34,56 34,56 34,56 3456 6.8 8
Page A263 A263 A263 A264 A264 A265 A265

A10



Supplemental
series

@

ZQMX-1E
Cutt‘mgtﬁdge

Page A269

3.125,4.125,5.125,6.4,7.05

C

Threading inserts

)

Right hand type shown 1ISO metric thread

External thread Internal thread

General pitch thread

External thread Internal thread

Whitworth thread
External thread Internal thread

Numta o pitch 0.5~6 0.5~6 0.5~5 0.5~5 8~19 8~19
Page A298 A299 A300 A300 A301 A301
Right hand type shown Unified thread British Standard pipe thread American standard pipe thread
External thread Internal thread External thread Internal thread External thread Internal thread
Numbeeol stch 8~24 8~24 11~28 11~28 8~27 8~27
Page A302 A302 A303 A303 A304 A304
Right hand type shown| SO meetric thread(Thin type) General pitch thread(Thin type) Whitworth thread(Thin type)
fihin threading
inserts series|
External thread Internal thread External thread Internal thread External thread Internal thread
Pitch/
Nug'l,‘ttiﬂ of 0.5~3.0 0.5~3.0 0.5~5.0(5~48) 0.5~5.0(5~48) 8~16 8~16
Page A306 A306 A307 A307 A308 A308
Right hand type shown Unified thread(Thin type) British Standard pipe thread(Thin type) American (s;i?:ta;ger;lpe thread
External thread Internal thread External thread Internal thread External thread Internal thread
Pitch/
Nug';%‘r of 8~20 8~20 11~28 11~28 8~27 8~27
Page A309 A309 A310 A310 A311 A311
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D-type clamping system

C Tool holders for external turning )

DCLNR/L DDJNR/L DSBNR/L DTGNRI/L DVVNN DVJNRI/L DWLNR/L
Approcch - 95° 93° 75° 91° 72°30' 93° 95°
Page  A166 A167 A168 A169 A170 A170 A171
P-type clamping system
PCBNR/L PCLNR/L PDJNR/L PDPNN PSBNR/L PSDNN PSKNR/L
752 95° 93° 62°30' 75° 45° 75°
Page  A172 A173 A174 A175 A176 A177 A178
PSSNRIL PTFNR/L PTTNRIL PTGNRIL PWLNR/L
Apoeh 45° 90° 60° 90° 95°
Page A179 A180 A181 A182 A183
S-type clamping system
SCACRIL SCLCRIL SDACRIL SDJCRIL SDNCN SVJBRIL SVABRIL
Aopeach 90° 95° 90° 93° 62°30" 93° 90°
Page A184 A185 A186 A187 A188 A189 A190
SVVEN SVVCN SVJCRIL SSBCRIL SSDCN SSKCRIL SSSCR/L
Approach 72°30" 72°30' 93° 75° 45° 75° 45°
Page  A191 A192 A193 A194 A195 A196 A197
STACRIL STFCRIL STGCR/L STECRIL SWACRIL SRDCN SRGCRIL
bt 90° 90° 91° 60° 90°
Page A198 A198 A199 A200 A201 A202 A203

A12



C-type clamping system

CKJNR/L CKNNR/L
Aoproach  93° 63°
Page A204 A204
z
2
2
[
>
o
K%
. - - o
Turning tool holders for ceramic inserts £
CRDCRIL CRDPRIL £
2
Approach
angle
page A205 A205

C Turning tool holders for internal machining )

P-type clamping system

PCLNRIL PDPNRIL PDUNRIL PSKNRIL PTFNRIL PWLNR/L
AR P 62°30' 93° 75° 90° 95°
Page A212 A213 A214 A215 A216 A217

S-type clamping system

SCLCR/L SDQCR/L SDUCR/L SDZCR/L SSKCR/L STFCR/L SVQCR/L
Aoproach - 950 107°30" 93° 95° 75° 90° 107°30"
Page A218 A219 A220 A221 A222 A223 A224
SVUCR/L SVQBR/L SVUBR/L SCLPR/L SDQPR/L SDUPR/L STUPR/L
Aoproach - 93° 107°30' 93° 95° 107°30' 93° 93°
Page A225 A226 A227 A228 A229 A230 A231

A13
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SCFCR SCLCR
Apap::'g;ch 90° 95°
Page A232 A233

Damping tool holders

SCLPRIL SDQPR/L SDUPRIL STUPRIL SVQCRIL SVUCRIL
Appioach  95° 107°30" 93° 93° 107°30' 93°
Page A235 A236 A237 A238 A239 A240

C Parting and grooving tools )
QECCORIL QECDRIL QXCDRIL QECISRIL QECISOON QzsO
Page A272-A273 A273 A274 A274 A275 A275 A276-A277
QFOCRR/LL QFCIDR/L COOO-QODRL | C40X-QODRIL | QZQOORIL GQCRIL SO0C-QCOO0ORIL
Page A278-A281 A282-A283 A284 A284 A288 A286 A286

C Threading tools )
ZSER/L ZSIR/L
Page A313 A314
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ecommended Grade Overview for Turning Inserts

A

Parting and
grooving

Threading

General turning
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ooaaaa _H»U 07OA 10Z0A L0LAA LOLAA
carbide 0LOA |
20298A 21Z98A
W 20£98A 208084 20£98A) 20€98A
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gl S0298A $0Z98A (_sozogA 20L98A
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© W 15208A |
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| |
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ONa
PCD LA 120ENA
120LNG
LLSEHT
(Cuseya ) rocse
PCBN LL0zsg 11L0ZHE
lzoia | ivseyia | LoLss (ozolHg ||[ viszHE )
1LoIg | [ 1210HE |
Cemented 7
. 10ZaA
carbide ( ] LOLOA 429
Ceramic ( ooreNnd ) 00LEND [ 00LEND |
Coated
LSLONA S
s ,osjz> LSLONA
f ,
Cermet LSLONA | LSLONA LSLONA
|
,LJ 20298A 71298A
a] 202984 | s so1oaA
> SLZINGA | 201984
o 201L99A !
20299A €0LSIA
252a8A )
€SZINGA |
LSZINEA .
€SLNGA | 0LAgA
LSLINEA E
©O olo| 0ol 0o 0l0o| 0Ol0 0Ol 0 0lO0|~|0|0 | O
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. Heat resistant Super hard
Stainless steel Non ferrous metal alloy & Ti alloy ——
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~——— How to select general turning inserts

Ve

B Turning inserts list

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

® Sequence of |

isted chipbreaker

How to select general turning inserts

\

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

Main category of
products

Positive or negative

—e Selecting grade according to workpiece material and working

condition

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

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

inserts
([ENTIDvesve e
() Good working condition (22) Normal working condition (<) Bad working condition
= (Jsee COLLBVE VO © ©0
% IV Stainless steel V! LWLV ilv)
B [Qeestion I oLee ¢
% Non-ferrous metal O
2 eatresisantaloy Tialoy S S © <
) HE
. . Dimensions(mm) Coated cemented carbide £ [SEcenered
Shape and dimensions neerts ! Usém
L: cutting edage length shape Tree T e
- cuting ecge feng Lol s el el o B0 00ae 0 8055555 25235225 85— Grade
@1.C: diameter of inscribed circle R I R
. CNMG120404-NM |12.9( 12.7 [4.76|5.16| 0.4 O * L] o
S: Thickness NM
. CNMG120408-NM [12.9| 12.7 [4.76|5.16| 0.8 ® & o o
od: Hole diameter E
N CNMG120412-NM [12.9| 12.7 |4.76(5.16| 1.2 o % o
r: Nose radius
For semi-
isning
CNMM120408-LR [12.9] 12.7 [4.76|5.16 | 0.8 ] * .
Type CNMM120412-LR [12.9] 12.7 [4.76|5.16| 1.2 J * SlZe
CNMM120416-LR [12.9] 12.7 [4.76|5.16| 1.6 *
CNMM160608-LR |16.115.875(6.356.35| 0.8 *
LR
CNMM160612-LR |16.1/15.875(6.35|6.35 | 1.2 r * ]
B CNMM160616-LR |16.1(15.875(6.35|6.35| 1.6 L * J- Stock
Light-ioad | CNMM160624-LR [16.1)16:8756.35(6.35| 2.4 *
roughing CNMM190612-LR [19.3| 19.05 |6.35|7.94| 1.2 *
CNMM190616-LR |19.3| 19.05 [6.35|7.94( 1.6 *
CNMM190624-LR [19.3(19.05|6.35(7.94| 2.4 *
CNMM250924-LR 579 254 (9.525(9.12| 2.4 *
[Recommended grade (aways stock available) _ @ Availabie grade (avays stock avaiiabie)_ oviake-oori—— [||ustration of stock
DCLNR/L PCBNR/L PCLNR/L PCLNR/L
Kr:95" Kr75° I Kr:95” I Kr%"y
base At6S air2 i o
| o
Rso-Ast ioiAssAd Res-as oii-Agi
Reference page of
tool holders :
——*Recommended cutting parameters
Application of inserts Chipbreaker selection reference
Shape Grade selection reference
L
p Insert code key

—— = Insert chipbreaker

Chipbreaker code



General turning inserts =

A

General turning inserts overview A22-A26

Application instruction of general A27-A49
turning inserts

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

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

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

PCBN&PCD inserts A115-A149

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

Ceramic inserts code key A150-A151

Ceramic inserts A152

A21



©
@
>
@
Q
S
=
=
g
3
=
«
=
[723
@
=3
w
[e]
<
@
2
@
=

Negative inserts with hole

J

General turning inserts overview

Appli-:
cation:

Chipbreaker

 Preci-

sion

Recommended cutting parameters

Chipbreaker
profile

Feature/Shape of insert

ap(mm) 2.0

' ' '
' ' |
re-r-- Bl
' ' '
' ' '
- ¢ --+---
' ' '
' ' '
B L EEt TR
1 ' '
'
n v L

L

f(mmy/r)

0.1 0.2 0.3 0.4 0.5

@

o

Recommended chipbreaker for finishing of P-type
materials

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

2P JEI N -\

ap(mm) 4.0

3.0

)

* °
S o S
g
g
o
2
=
s
«Q
z 2 z
8 «Q @
@ 3 ®

Recommended chipbreaker for finishing of P- type
materials

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

Burysiuy 104

M 2.0 o1 surface hardening, achieving high surface quality.
1.0 17
0 f(mm/r) Cutting edge
5
Recommended chipbreaker for finishing of M-type
ap(mm) 4.0 0.059 materials
9°
30 Double-sided chipbreaker with M-level tolerance can prevent wear
Nose | and hardening to achieve high machining precision and good surface
M 2.0 quality.
1.0 0.059
&
f(mm/r)
o e AP B A A
Recommended chipbreaker for finishing of S-type
ap(mm)2.0 009 materials
1.5 " {Syj‘\/ Double-sided chipbreaker with E-level tolerance can prevent wear
Nose | and hardening to achieve high machining precision and good surface
E 1.0 quality.
0.5 .oy 009
1 st?t o
o f(mm/r) 4 E {
0.05 0.1 0.15 0.2 0.25 Eliting edge ‘
Recommended chipbreaker for finishing of S- materials
ap(mm) 2.0 T T 15

m

T T
' '

' '

r-- B
' i

' '

P EEE TS B
' i

'

M Epram

' '

' '

——as
'
'

e G
i
'

H f(mmy/r)

0.05 0.1 0.150.2 0.25

i

Cutting edge

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

PR T

ap(mm)4. 0

L

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

o

o

4 o
z
o é
@
@

Cutting edge

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

BE&AL

Recommended chipbreaker for semi-finishing of P-type

B sF
_DF _
_EF
_NF_
_NGF_
_WGF_

B ov

i Pv

Buiysiuly-iwas 104

ap(mm)5. 0 " T T T
wo k-t 70307, 912 materials
N B Double-sided chipbreaker with M-level tolerance produces small
RN B Nose | cutting forces and has large chip breaking range, which ensures
M 20f- _:& :, % 4: o2 good performance for machining highly adhesive alloy steel.
Y T S 730y —
S B ) Cating edge )
0.1 0.2 0.3 0.4 0.5
ap(mm)5. 0 Recommended chipbreaer for semi-finishing of P-type
wol-- 0.2 materials
' 6 0.08 Double-sided chipbreaker with M-level tolerance has higher strength
3.0 F-- Nose | Of cutting edge than chipbreaker DM. It is suitable for semi-finishing
[__ under unstable working conditions as well as machining cast iron
2.0
0.2 with small cutting forces.
1.0 p-- 6 0.08
fimm/r) Cutting edge

0.1 0.2 0.3 0.4 0.5

A22



General turning inserts overview

Negative inserts with hole

Appll- Chipbreaker  Preci- Recommended cutting parameters Chipbreaker Feature/Shape of insert

cation i sion profile
Recommended chipbreaker for semi-finishing of S-type

m ap(mm)2. 0 . : 0.14 materials
15 15°$F‘\_/ Double-sided chipbreaker with M-class tolerance keeps high
Nose | precision after inserts are turned, with good capability to prevent

M 10 wear and hardening to achieve higher machining efficiency than
0.5

15 chipbreaker NF.
o f(mm/r) Cutting edge g !
0.1 02 0.3 0.4 05 0
Recommended chipbreaker for semi-finishing of M-type
ap(mm)4. 0 0.203 materials
an{;'j‘\_,/ Double-sided chipbreaker with M-level tolerance can solve the
Nose

3.0
processing problems such as chip breaking and adhering of stainless
M 2.0 0.203 steel, achieving higher machining efficiency than chipbreaker EF.
1.0
f(mm/r)

2
2
I
)
>
o
§2}
b=
)
w
£
o
£
=
£
p=}
2
®
o
)
[
o)
O]

Wiper chipbreaker for semi-finishing

ap(mm)5. 0 T
m 40 10° o Double-sided chipbreaker with M-level tolerance, semi-finishing
Sl R A {SF;/ chipbreaker with wiper designed, perfect combination of good wiper
Nose

result and sturdy cutting edge structure, which perfectly meet the
M poboob it 01 requirement of high efficiently and good surface quality.

10%
S r 7Y
ap(mm)5, 0
All round
4.0

5
3.0

Bulysiuy-1wes 104

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

2f &% K-type materials
ﬁﬁ:_/ Double-sided chipbreaker with M-level tolerance has good cutting
Nose : edge strength and wide application.

. 0.26
27°
ﬁﬁlﬁc. - VAL e
' ' ' ' utting edge — - »
ot lfemym) L —
0.1 0.2 0.3 0.4 0.5
uble- ap(mm)15.0 — 0.35 Recommended chipbreaker for light roughing of P-type
D side o boot 1] 19° .1 and K-type materials
[ Double-sided chipbreaker with M-level tolerance is the first choice
90 -t 1 Nose | for light roughing, can achieve high evacuation rate and efficiency of
- M 6.0 ,,,:F :* ,: - 0.35 cutting edge.
g sofertiit ol o3
= o Lo [fmmp Cutting edge
S 0.2 0.4 0.6 0.8 1.0
o " " .
3 Single- 0 220/ 0.3 Recommended chipbreaker for light-load roughing of
p(mm)10. .
s side P-type materials
Ex 8.0 -~ 1 Single-sided general chipbreaker with M-level tolerance, has wide
43 60 |- ] chip breaking range and sharp cutting edge is designed with inclined
M angle, which enables it to cut lightly and easily and control the
4.0 f-- -4 chipping flow direction. Chip-leaded-stages can reduces the contact
area with chips, so that heat can easily be dissipated.
2.0 [-- -1
f(mm/r) | 2 &
© 0204 0608 1.0 Cutting edge v
E R Slnglel ap(mm)10.0 : : : : Double sided
Double side 8o booto it ] et
S B H Recommended chipbreaker for roughing of M-type
40 pomrofiocsooios 0.1 materials
-m 20 Lot SE—— 6" Single / double-sided chipbreaker with M-level tolerance has good
o ’ Lo - capacity of impact-resistance. It is designed to achieve balance
= 0 e f(mm/n) Cuttingedge | hetween security and sharpness of the cutting edge, and it can
3 S - - achieve high efficiency by preventing the problems of adhering and
(E M aplrm) 20,0 Single Sléj%i high cutting heat when roughing stainless steel.
= 16.0 |- 19°] 0.3
=]
«Q 12,0 |-
Nose
8.0 [~ 0.34
20 - 19° 0.3
0 L fmmyn
0.3 0.6 0.9 1.2 1.5 )
Cutting edge

A23
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Negative inserts with hole

J

General turning inserts overview

Appli-;

cation Chipbreaker

: Preci-
i sion

Recommended cutting parameters

Chipbreaker
profile

Feature/Shape of insert

Single-
DR sige

ap(mm)15.

0 T
'

of--rfr--r--f--1
N R
N R
of--rfr--r--4--1
1 R
I R
OfF--+f-+r--s--f--4

o
o
HI f(mm/r)

L
0.2 0.4 0.6 0.8 1.0

o

ﬁo ’O
=
o
@
@

o

Cutting edge

Recommended chipbreaker for roughing of P-type
materials

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

-n
[}

=

)

=
«Q
E‘m
=}
«Q

Recommended chipbreaker for S-material high

cemented carbide substrate.

157 0.23
apmm) 4.0 ——r——r——— efficiency roughing
3.0 b - g - M-level double-sided chipbreaker perfectly combines sharpness
o Nose : and strength of the cutting edge, with small cutting resistance and
20 F--gomomtomgooy high edge strength can effectively reduce groove wear. SNR is
PIrY D D S g, 0.23 recommended chipbreaker for high depth roughing of S- materials.
H HE H f(mm/r)
0.05 0.1 0.15 0.2 0.25 Cutting edge -
Single- Recommended chipbreaker for heavy lad machining of
HDR side apmm1S.0 " 3.48 P materials
12.0 o M level single-sided chip breaker with strengthen cutting edges, high
00 safety and excellent plastic deformation resistance under high metal
Nose | removal rate.
- 6.0 2,15
21 0.35
E T
‘? 0 S E— fmmy/r) Cutting edge
=3 0.2 0.4 0.6 0.8 1.0
Y
(=%
3 HPRSingle- Recommended chipbreaker for heavy-load machining
(1 side ap(mm)1s.0 0.46 of P-type materials
= 120 [-orefrocao oo " 0.24 Single-sided chipbreaker with M-level tolerance, strong cutting
a R A ] edge. Multi-stages chipbreaker ensures the flowing of chip and heat
SO Nose | dissipation of insert. It is suitable for machining under unstable and
P T R S relatively bad working condition, especially for external roughing of
i U 0.4 work piece with a rough oxidized surfaces.
3.0 Fo-b-o . t- - " 0.24
’ 013 016 019 ! 12 ! ;(mm/r) Cuning Edge . .
Without For cast iron machining
& chipbreaker ap(mm) 8.0 . — Double-sided chipbreaker with M-level tolerance has high cutting
2’. P S S S edge strength. It can overcome inferior factors such as intettruption
S ! ! and vibration, etc. when machining cast iron.
%::' 20T T o> ‘ F: Y @
= W R L / -/ -
a 0.2 04 06 0.8 e S
Without For machining of non-ferrous metal and high-hardness
1288 chipbreaker MM 2.0 metal
S P! T
PI 7] S S R SR G-level tolerance is the best choice for machining non-ferrous metals
A and high-hardness material by welding PCBN and PCD material to
1.0 F-=t--t-mtmma-=d

. f(mmy/r)

0.1 0.2 0.3 0.4 0.5

a -~

- ] -~ o .
| & ’. - )

Without
chipbreaker

S}J9SUI ORI | SMasUI piey Ja

ap(mm)4. 0

0 0102030405

f(mmy/r)

‘ ' o

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

v

A24



General Turning Inserts

General turning inserts overview

__ Positive inserts with hole

breaker

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

®

[ 1 1 1
N
0 : L f(mm/r)

0.05 0.1 0.15 0.2 0.25

Cutting edge

8 &

(MM 4.0 9 Recommended chipbreaker for precise boring inserts
sol bt o] :\Q_T—/— With G-level tolerance, sharp cutting edge and small nose radius, it
o Nose | can effectively reduce the vibration in machining and is suitable for
G 20 FT 77771777 boring and external turning.
[ B .
0 R f(mm/r) Cutting edge é
0.1 0.2 0.3 0.4 05
ap(mm)2. 0 .

@

1.5 F--

"
| i
- .
i i
i i
10 T RREERE
i i
05 F Yy r=-"r "1
; L mmsn

Nose

o
e
o
&

o
s
g
a
@
-
Qa
]

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 <

0 0.1 0.2 0.3 0.4 0.5
apmm)4.0 —— T 112 Chipbreaker for finishing with wide application
I J) S S S With M-level tolerance, it is suitable for internal and external

T
j
i
i
i
2.0 - ERRREE
1.0 '_E_J__-
]
i
o L fmmm

0.1 0.2 0.3 0.4 0.5

i

Nose

152

o
1o
o
=
=
S|
@
@
o
Q
@

finishing of various materials such as steel and cast iron.

ap(mm) 4.0

. I . f(mmy/r)
0.1 0.2 0.3 0.4 0.5

o
o
IS

@

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.

Buiysiuy 104

ap(mm) 2.0

Recommended chipbreaker for finishing S-type

@ m

=)

Nose

] ] 3 ] : .
o
- <
(o]
° 2 g
= = =
s 5 a
@ @
o 7S o z
2 3 o S
<Q Q Qa 2
@ ) © @

I — &
[ A R S B materials
E Vo Nose | With E and G-level tolerance and sharp cutting edges, it is suitable
1.0 '"C:I"?"' for internal and external finishing of high-temperature alloy
G 05 -t materials.
0 R S ) -
0.05 0.1 0.15 0.2 0.25
ap(mm) 2.0

Recommended chipobreaker for S-material general
finishing
E, G grade accuracy, for inner hole finishing of S materials.

e

un-1 Bulysiuyy eaxa 1o4 l

Bulysiuy-1wes 104

10
f(mm/r)
2
ap(mm) 4.0 —— 0.12 Chipbreaker for semi-finishing with wide application
3 ' — 4x With M-level tolerance, it is suitable for internal and external semi-
| - Nose | finishing of materials like steel, cast iron, etc.
2. 4=
M . 0.12
1 —— 62
: : f(mmy/r) :F_K-L/ .
5 Cutting edge s
ap(mm)4. 0 ——r—————— 0.1 Recommended chipbreaker for semi-finishing of
3.0 Fombmm e 3 M-Type materials
i Lo Nose | With M-level tolerance, it has higher hardness of cutting edge than
20 f--F--fo-a--a- . i i
M ! v EF and can achieve higher efficiency.
1.0fp--%-- 0.1
N ‘ 6
0 : : : : (mm/0) Cutting edge ¢

0.1 0.2 0.3 0.4 0.5

A25
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General turning inserts overview

__ Positive inserts with hole

 Preci- Chipbreaker

D . .
eaker sion Recommended cutting parameters profile Feature/Shape of insert
ap(mm)5. 0 T
All round o Recommended chipbreaker for semi-finishing of
i 16° o35 M-type materials

3.0 0.2 With M-level tolerance, it is suitable for profile machining materials

like steel, cast iron, etc.

1)se9 | Bulysiuy-1was Jo4

f(mm/r)
@ . :
> - ap(mm) 10. 0 T T T T
<} ch‘{:llta?g:l:er IR Chipbreaker for machining of cast iron
% = S I S With M- and G- level tolerance, it has high cutting edge strength
< S M 6.0 1= bt - =4 - and is suitable for internal and external machining of cast iron.
3 " '
5 3 wolo bt dooi ] |
« Y 1 '
: ¢ wm © o o) L M T
% g L fem E—
0
[ [7=] 0
2 ap(mm)10. 0 . .
3 N General chipbreaker for roughing
=3 8.0 15 0.17 With M-level tolerance, it is suitable for both internal and external
= 6.0 F--r-=-+- Reec roughing of materials such as steel, stainless steel, cast iron, etc.
M .
2.0 15 o2
f(mm/r) Cutting edge =
5
3 ap(mm)10.0
m Special Recommended chipbreaker for heavy machining of
o chipbreaker 8.0 .
= 035 P-type materials
3 M 6.0 pomfooromto oo 15% 0.2 Single-sided with M-level tolerance, it has good cutting edge
= I S S strength with high security. It is the first choice for profile roughing.
S 40 N g g y. p ghing
= soboctoioia]
> Voo
Q@ 0 L L L L f(mm/r)
5
ap(mm)4.0 oy 18 Recommended chipobreaker for S-material high-
sol #;‘j:/ efficiency roughing
Ve Nose | M-level accuracy, for inner hole roughing of S materials.
M 0.15
ror 7% -
f(mm/r)
0 5 Cutting edge
0.218 . ..
ap(mm) 5.0 2 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.

S8 A <

4.0

3.0

Nose

@

~
°
9
3
g

2
o
=
=
S
@
@
aQ
Q@
@

f(mm/r)
5

o

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.

s a3l A _
EoEAL=®

Nose

®

f(mmy/r)
5
ch‘ilgllta?::lter apm2.0 Special chipbreaker for non-ferrous metals and
[ materials with high hardness
L kb A With G-level tolerance, it is the best choice for machining of non-
G [T SR R ferrous metals and materials with high-hardness by welding PCBN
o and PCD material to cemented carbide substrate.
05t -C—a—‘ —-ao-d
r— . f(mm/r)

spiasul pJey Jadng Bululyoew |y Jo4

0.1 0.2 0.3 0.4 0.5

LIl

S <=
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Application instruction for general turning tools

/ Chip breaking range reference for general turning inserts \

Negative inserts

Cutting depth(mm) Cutting depth(mm)
11.0 : : : : : : : : : : : 1.0
10.0 10.0 g
2
9.0 9.0 £
2
8.0 8.0 5
2
7.0 7.0 9
S
6.0 6.0 : c
ER(Double side) 2
5.0 5.0 2
2
4.0 4.0 5
®
3.0 3.0 L
Q
<
2.0 2.0
1.0 1.0 |- |-\t e
o ; ;
0.1 0.2 0.3 04 05 06 0.7 0.8 09 1.0 1.1 1.2 0.1 0.2 0.3 04 0.5 0.6 0.7 0.8 0.9
Feed rate(mm/rev) Feed rate(mm/rev)
» Workpiece material: 45" steel P> Workpiece material: stainless steel (1Cr18Ni9Ti)
Cutting depth(mm) Cutting depth(mm)
6.0 : : : : : 5.0
5.0
4.0
4.0
‘ 3.0
3.0 e fs
2.0
2.0
1.0}, 1.0
0 ‘ ‘ ‘ ‘ 0
0.1 02 03 04 05 06 0.1 0.2 0.3 0.4 0.5
Feed rate(mm/rev) Feed rate(mm/rev)
P Workpiece material: 45" steel P> Workpiece material: stainless steel (1Cr18Ni9Ti)
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2.0

1.8

1.6

1.4

1.2

1.0

0.8

0.6

0.4

0.2

Application instruction for general turning tools

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

Case

Insert: CNMG120408-DF
Toolholder: PCLNL2525M12
Workpiece material: 45% steel

Cutting speed: 200m/min

ap(mm) I

2.01
1.8
1.6
1.44
1.24
1.0
0.8
0.6 1
0.4
0.2

Chip breaking range

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

0.05

0.10

0.15

0.20 0.25 0.30 > f
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{ Effective chip control due to
the proper chipbreaker.

() Large rake angle makes cutting
easier and faster.

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

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

{3 High strength screw clamping ensures good
repeatability and accuracy .

l Application range of USF chipbreaker

cutting depth(mm)

A ;
25 cutting depth(mm)
4
2.0 2.0
1.5 1.5
-SF
1.0 1.0
0.5 0.5
-USF!
0 . . . . . . : 0 . . . . . :
0.05 01 015 02 025 0.3 03 0.05 01 015 02 025 03
feed rate(mm/r) feed rate(mm/r)
Workpiece material: 42CrMo Workpiece material: 1Cr18Ni9Ti
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chipbreaker for aluminum

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

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

Optimized inclined angel

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

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

—-LC and -LH chipbreaker characteristics and machining range

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

Aotom) 4 Aotom) A VR

5.0 |- 5.0 |-
4.5 | 45 [ R
-LH
a0 40|
35l 35|
o 3.0
25 25
20 LG 20
s 15
ol T 10
0.5 || 05
L e e 041 |
0 = 0 >
0 0.050.10.15020.250.300.35 040.45 05 f,(mm/r) 0 0.050.10.15020250300.35 0.4045 05 £ (mmyr)
Workpiece materi Pure aluminum
Cutting parameters V=350m/min  Ap=0.2mm  F=0.2mm/r
Chips

Surface quality

-LC chipbreaker similar products from overseas manufacturers

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

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

H-LC chipbreaker can be used in machining pure aluminum.
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Chipbreakenseries
TG insertswithiwiper

\Curve

2fn

za%

Nose of wiper

Roughness remains the same
when feed rate is doubled.

fenhb adeyns Yoy + AUIINNI Hunuyaew Yoy

anbiuyda} Jatim

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

Ai Ra/2
RN

fn

Nose of wiper

Nose of normal cornor

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

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

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.

Guide to use

@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.

@®Be careful with DNMX / TNMX inserts

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

problems. V
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EeaturesofiNizbased
superalloy,

{3 High cutting resistance (containing a large amount
of alloying elements, severe hardening, great plastic

deformation ;

{ High cutting temperature;

{3 Severe wear of inserts. 0

» [ (mm/r)

0.05 O.i 0.i5 0.2 0.25 0.3 0.35
-NM for semi-finishing -SNR for high efficiency roughing
should have tough and sharp insert nose, smooth rake -NF for finishing -NGF for general finishing

face and proper inclination angle.

Chipbreaker for machining of Ni-based superalloy

@ Chipbreaker for roughing with large depth of cut

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

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

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

breaking performance but also can effectively improve edge strength.
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Chipbreaker for General Finishing

{3 Proper inclination angle design, sharp cutting edge, small cutting
resistance;
{3 E-level tolerance of insert, high clamping accuracy, proper

chipbreaker width, good chip breaking performance,excellent surface

quality;

() Special edge treatment, high wear resistance.

WHM Chipbreaker for General Finishing

{J -NF chipbreaker has sharp cutting edge, while -NM chipbreaker high
cutting edge strength.
{3 Smooth surface of chipbreaker ensures unobstructed chip flow.

{J High wear resistance of cutting edge after special treatment.
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Rake angle and inclined angle are specially designed for
intensively adhesive stainless steel and high-plasticity
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.

Number of machined parts /
Cutting edge

Machining external of valve

Machining end surface of valve
(intermittent machining)
Workpiece diameter:135mm
Rotating speed:350rpm

Feed rate:0.25mm/r

Cutting depth:1.5mm

CNMG120408-EM A company
/YBG202

a chiningd intensively adhes~
s such as stainlesg s

t
ee,,

ete

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
intermittent machining of adhesive materials such as
austenitic stainless steel, etc.

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

Machining external of valve
Workpiece diameter:89mm
Rotating speed:635rpm
Feed rate:0.15mm/r
Cutting depth:1.0mm

CNMG120408-EF A company
/YBG202



Chipbreaker
for finishing

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

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

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

By adopting excellent grade, it is suitable for extra
finishing of various materials.
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YBC151

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

YBC251

The substrate with good toughness
and high security of cutting edge,
in optimal combination with coating
composed of MT-TiCN, thick layer
of Al2O3 and TiN makes it suitable
for steel semi-finishing.

YBC351

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

YBM151

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

YBM251

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

YBC251 Coating

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

to the best wear resistance of the flank.

ﬁ [TiCN layer acts against abrasion, which Ieads)

' Special structure of Al203 deposit layer acts as a
thermal barrier and strengthens the capability of
substrate against plastic deformation under dry and

high-speed cutting conditions.

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

o CVD coating with advanced ultra-fine grain coating technology, greatly improves wear

resistance of inserts.
o Thanks to special treatment on transition layer, multi-layer coating are combined firmly.
o The exceptionally smooth coating surface and good low friction ability can reduce the
occurrence of built-up edges.

Substrate .4\

o Added with resist high temperature rare element,

Best choice for roughing of inserts shows a good capability against plastic ‘r
stainless steel with high- deformation and good capability of Red Hardness. \ |
speed under good working e Unique manufacturing technology improves high \
condition temperature toughness and wear resistance of
substrate.

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

YBM253 Coating .4

o Ultra-fine grain coating technology provides better

wear resistance and toughness;
o Improved remain internal stress design ensures good
toughness and anti-cracking performance;
ishi [ [ [
| |
|

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.

Application fields YBM253 grade is suitable for roughing of heavy stainless

Ideal grade for turning of steel parts with high cutting depth and high feed rate under the condition with

stainless steel with high great impact.
cutting depth and high feed

rate under bad working

condition
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speed and onger ratool life

YBC152

Thick TiCN and thick Al2O3 coatings improve the impact
toughness and abrasion resistance, which makes it
suitable for finishing and semi-finishing of steel at high
speed. Cutting speed can increase by more than 25%,
while the tool life can increase by more than 30% at the
same cutting speed.

YBC252

Comprising of thick TiCN and thick Al203 coatings, the
grade has high capability against plastic deformation
and good hardness of cutting edge. It is preferred grade
for machining of steel from finishing to roughing. Under
the same cutting conditions, the cutting speed can be
increased by more than 25%, while the tool life can be
30% longer under the same cutting speed.

YBC352

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

Test comparison of inserts abrasion

Workpiece material : 45"steel
Inserts: CNMG120408-DM
Cutting parameters: Vc=400m/min  ap=1mm fn=0.2mm/r

Grade from other company YBC152

8min 16min 8min 16min

A38

second generation of ‘m

Perfect unification of toughness and anti-
plastic deformation.

Specially designed cutting edge with
“skeleton” realizes perfect unification of
toughness and anti-plastic deformation.

Roughness of insert surface is improved
after special treatment on surface, which
effectively reduces cutting forces, prevents
workpiece adhering to surface of inserts and
improves operation stability of inserts.

S o N <) -
®re surface ¥ Ter Surface

The perfect combination of fibrous TICN and
fine grain Al203 obviously improves abrasion
resistance and anti-breakage of inserts.

Al203

TiCN

Cemented carbide
substrate



YBD052

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

YBD102

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

YBD152

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

YBD252

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

BIFAGCKYUIAVIGNID

NSERTS YBD

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

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

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

/ \
Significant results g
{ Working efficiency has been improved. Both the coating |
and the substrate are suitable for machining cast iron \ y
at high speed and high feed rate. Cutting speed can be ‘\ //
increased by 30% to 40%. ~_

: e o/ _E(o
(> Cost is reduced as tool life is increased by 40%-50%. Layer of fine grain with

compact surface

{ High machining stability.
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l Recommended combination of grade and chipbreaker

Foryjmachining of
P type materials

YBC151,
YBC152

YBC251
YBC252

YBC251
YBC252

YBC351-

YBC351,
YBC352

Forimachining[of
M:type]materials

YBD102

YBD152.

Grade Type
EF

YBM151-  -EM
ER

I E
YBM153 EM
EM

YBM251 ER
EM

YBM253- ER

. Recommended cutting parameters

Workpiece material

Forymachi

YBDO052 -

YBD252 -

ing,of

Kitype materials

Without
.ch\pbreaker

PM

Without
Chipbreaker

PM
Without
chipbreaker

Without
chipbreaker

Recommended cutting

Range of machining

speed(m/min)

s YBC151 180-460
For finishing
YBC152 220-500
For semi-finishin B2 190:449
i-finishi
9 YBC252 180-480
For roughin YBC3ST 130-380
] g
Steel ughing YBC352
YBM151
\ For finishing YBM153
i-finishi 110-280
M Folr:seml f|r;:§h|ng YBM251
Stainless steel Ceugng YBM253
L. YBD052 200-500
For finishing
YBD102 200-480
o YBD151 180-450
For semi-finishing
) YBD152 190-450
Cast iron For roughing YBD252 150-380
A

. Case
A

\
Insert: YBC252/WNMG060408-PM

Cutting conditions:
Vc=220m/min, ap=1.5~2mm,f=0.25mm/r
Cutting fluid: Dry cutting

(pieces)

200 [~

150 [

100 |

50 |

ol
YBC252 A company

Number of machined parts/Cutting edge

A40

Material and hardness of workpiece: 45*Steel HB220

(pieces)]

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

(pieces

YBM151

A company

Number of machined parts/Cutting edge

A
Insert: YBD052/TNMA220412

Material and hardness of workpiece:
Gray cast iron HB280

Cutting conditions:
Vemax=400m/min, ap=1.3~2.5mm,f=0.4~1.1mm/r

Cutting fluid: Dry cutting

45|
oo 40 |~
35|
30
25 |~
20 |~
15
10|~
5|
ol

YBD052

A company

Number of machined parts/Cutting edge



makeslitfeasyjtolmachine]materials
\whichfarelharditolbelmachined

® Special coating techniques make
inserts smooth, which leads to low
friction and unobstructed chip flow.

® Unique coating with nano structure closely
integrates with substrate, ensuring higher

» YBG102
The combination of nc-TiAIN coating and fine grain substrate makes
it suitable for turning of various materials and finishing and semi-
finishing of high-temperature alloys.

YBG202

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

YBG302

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

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

YBG205

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

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

\ / \ / YBG212
- - _ Nc-TiAIN coating combined with super tough substrate which made of

hardness and toughness.
® Excellent thermal stability and chemical

y

stability can effectively protect
cutting edge.

\

J - T T T T TS T T T T T T TS T T T T TTTTW T TR

'super fine grain.It's suitable for finishing and roughing materials which

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

. Turning grade for Ni-based S material
Fine wear resistance, and good capability against built-up edge

High-performance nanostructure coating guarantees and heat resistance. Suitable for turning of Ni-based materials.

good toughness and hardness of inserts. Special ~ VBMZ’S’W
coating technology guarantees smooth surface and | PVQDH_A— . .

‘ coating of multiple layer nanometer
excellent wear resistance. Outstanding thermal stability | g P y

) N ] . Improved capability of grade’s wear resistance and anti-high
and chemical stability effectively protect cutting edge. temperature increases the strength between grade and substrate
and the tool stability. This grade is very suitable for turning for

stainless steel.
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l Recommended combination of grade and chipbreaker

I;onmachmmg I;or machining

P type materials M:typematerials
Grade Type Grade
YBG202 YBG102
YBG205- - -EF YBG105
YBM215 YBG212 -
YBG202 YBG102
YBG205-  <EM YBG105
YBM215 YBS103
YBG102
YBG105
YBG212

\ J v

. Recommended cutting parameters

Foerachmmq
S-klnd materials

Type
*NFINGF
*NGF

*NM

*SNR

Workpiece material Range of machining Grade Rec%rgg%r(mg?smﬂittmg
For finishing YBG102 180-460
For semi-finishing zggggg 150-380
Steel
\ o " YBG202
M For flnlsfhl_n%_ for semi YBG205 Y00
) T YBM215
Stainless steel
YBG102 30-60
For finishing ~ for semi- YBG105 40-70
finishing YBG212 30-50
s YBS103 40-90
YBG102 20-40
. YBG105 30-40
. For roughing
Heat resistant Alloy YBG212 20-40
Ti alloy YBS103 20-50
. Case
Insert : YBG202/TNMG120404-EF Insert : YBG102/DNEG150404-NF
Hardness and material of workpiece : 0Cr18Ni9 HB240 Hardness and material of workpiece :
Cutting conditions : Vc=200m/min, ap=1mm, High temperature alloy Inconel 718 HRC239
=0.15mm/r Cutting conditions : Vc=80m/min, ap=0.3mm,
Cutting fluid : Dry cutting =0.15mm/r
Cutting fluid : Dry cutting
5 compry (S 3 conpory Y
Acompanvg | Acompanyg |
e —— o0 R
6 20 40 60 6 10 20 30 40
Number of machined parts/Cutting edge Tool life (min)
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The chemical stability between Ti(CN) base cermet inserts and workpieces is relatively high, which reduces the friction and
temperature of the cutting edge during cutting, preventing mutual diffusion of atoms of the workpiece material and the inserts, and
improving resistance to bonding abrasion. Therefore, Ti(CN) base cermet shows good capability of Red Hardness and resistance
to crater wear. It is an optimal material for high-speed finishing and semi-finishing of steel. High temperature strength of cermet
is higher than that of WC-Co, and toughness better than that of Al2O3 and SisN4 ceramic. This fulfils the application blank of WC-
base cemented carbide and Al203 and SisN4 ceramic from finishing to semi-finishing at high speed.

Product features

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

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

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

cermet. of YNG151 (homogenized

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

temperature capacity, heat conductibility and thermal vibration resistance.

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

PVD coating organization

- structure of cermet
.Recommended cutting parameters

Range of Grade Recommended

Workpiece material machining cutting speed(m/min)

Number of machined parts/Cutting edge

Outstanding chip breaking Good surface quality

YNG151 260-550 !
1 ; Insert: YNG151/CNMG120404-SF
‘ YNG151C 260-580 ‘
‘ Steel ' Hardness and material of workpiece:
i < For YNG151 170-330 : 20CrMnTi  HB180-223
i M finishing . Cutting parameters: Vc=220m/min
‘ . YNG151C 160-350 !
i Stainless steel | ap=0.5~1.0mm
YNG151 250-400 f=0.14mm/r
Ny YNG151C 270-420 | I
B conpan (R
- Acompany (T |
1 300 350 400 450 500
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Uncoated cemented carbide grade is widely
used for machining of non-ferrous metal, high
temperature alloy, etc. It is economical and
can be universally applied.

Substrate of YD201: the
combination of cemented carbide

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

Number of machined parts/Cutting edge

Workpiece has high surface quality

#ll Workpiece material Rang_elof Grade Recommendedl l. Case

| machining cutting speed(m/min) ]

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

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

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

! ! ap=1mm

| For finishing ! _

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

3 Non-ferrous metal finishing l B

N For finishing ~ YD101 20-50 B companya i

'~ Heat resistant Alloy l i

| Tialloy o
i D101 _
1 360 380 400 420 440 460

and high dimensional precision.
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\_, PCBN tool material has high hardness, high thermal stability and high chemical
inertness,There will be no chemical reaction with iron materials under the high
temperature, the cutting temperature can reach 1200-1300°C ,Suitable for cutting
hardened steel, cast iron, powder metallurgy and high temperature alloys.

High-performance ® High hardness and high heat resistance

special ceramic coating to achieve tool long life and high-speed
Y processing;

Incorporate a solid i .. .

Coating interface ® Effectively inhibit crater wear and realize

stable processing;

@ Improve the stress of the matrix and
e micro chipping and spalling

CBN[Substrate High wear resistance
and good toughness

CTh

Cutting
<.t |8
Wear
resistance O
Damage [
3
Processing YT Intermittent
application JEUEEL processing

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

Workpiece material:
carburizing steel 20CrMnTi,
HRC58-62

Insert model:
VNGA160404AS01225-2
Grade: BHO121

Competitor 330
ZCC-CT [I 400

Cutting parameters: »21% increase in
Vc=130m/min; processing life
f=0.1mm/r; ap=0.15mm >>42% savings in
Processing method: insert cost
turning the side of the inner

1" Cutting edge specifications of PCBN inserts

groove g5 E
Cooling method: E5
dry cutting s8
Processing requirements: £E
surface finish Ra < 0.8um ’
.
Workpiece material: Workpiece material: nickel-based alloy Inconel 718, 43-48HRC
gray cast iron HT250, HB220 Insert model: VBGW160404AT01225-2
Insert model: CNGA120416AS01015-2 Insert grade: BS3011
Insert grade: BK1011 Coaled et b 50 Cutting parameters: Vc=150m/min; f=0.15mm/r; ap=0.25mm
Cutting parameters: PCEN I 300 Processing method: turning outer circle
Vc=600m/min; f=0.2mm/r; ap=0.15mm Cooling method: dry cutting
Processing method: turning outer circle 3, . cpining life increased ~ Processing requirements: flank wear < 0.2mm
Cooling method: wet cutting by 5 times o
Processing requirements: ) . Gompeitor 300 »>Machining life increased by 6
surface finish Ra < 1.6um and no >.Pr°°essmg efficiency T I 450 times
. ) L H increased by 1 times zeeet »>Processing efficiency increased
dimension deviation. by 5 times
1 Y 1
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By using a combination of strong PCBN substrate and
heat-resistant ceramic coating,developed a new super-
hard series product——Coated PCBN inserts, dedicated
used for cutting all kinds of hardened steel. The tool life of
coated PCBN inserts have been greatly improved, being

Cast iron processing
category: Finishing

7

\

High
K2511
Bmoh

Impact resistance

Wear resistance
>

—High /

slurry pumps.

BIC1IOTT  Extremely high wear resistance and edge retention;
Suitable for continuous to intermittent high-speed finishing, and capable of achieving
consistent surface quality.

BIC1021 Excellent wear resistance and good impact resistance;

Suitable for continuous to intermittent heavy-duty roughing, good versatility.
Typical applications: brake discs, brake drums, cylinder liners, compressor parts.
Semi-finishing / Roughing
BIC25MT1 Great wear resistance and outstanding chemical stability;
- Suitable for continuous to interrupted high speed roughing.
BI€2541 Very high wear resistance and excellent fracture toughness;
Suitable for continuous to interrupted finishing, good versatility.
Typical application industries: brake discs, brake drums, cylinder liners, compressor parts, rolls,

compared with previous uncoated PCBN inserts.

S Powder metallurgy and high
S 3 temperature alloy processing category:
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Finishing

Bs1011

Excellent wear resistance and chemical stability;
Suitable for machining powder metallurgical parts in
continuous to lightly interrupted operation;

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

Bszon

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

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

Very high hardness and wear resistance.

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

Impact resistance

High | ps3on1

S$1011

Heat resistance
>

ﬁ HEh

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

| Hardened steel processing:

FInIShlng Cutting speed
» BHO121 High
Excellent heat and wear resistance;
Suitable for continuous to lightly BH1020 e

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

> BH2511
Excellent heat resistance and impact strength;
Suitable for continuous to moderate intermittent finishing;
Suitable for machining carburized hardened steels such as 20CrMnTi, 20CrMn,
18Cr2Ni4WA, etc.
Typical application industries: Gears, bearings.

BH1020

Effective balance of wear resistance and chemical resistance;

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

BH201

Excellent wear resistance and impact strength;

Suitable for continuous to moderate intermittent finishing;

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

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

4

>
Continuous slightly medium severe =
cutting i i i

lecommended cutting data

Workpiece material

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

Depth of cut(mm)

Gray cast iron

400-1500 0.02-0.5 0.1-0.3

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




PCD tools

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

DNO121

Super-fine grain particle size
great sharpness and edges durability

Application range: suitable for mirror effect occasion

DNoO5M

Fine grain particle size

Excellent toughness and relatively good wear-resistance
Application range:

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

> DN1021

medium grain particle size / \\
Excellent toughness and wear-resistance Surface quality
S A DNO0121
Application range: High
strong universality, particular suitable for low-medium silumin
materials in turning. DNO511
DN3021 . DN3021
mixed combined with fine particle and coarse particle DN1021 O
Excellent wear-resistance
Application range: N A wear-resistance
s.LutabIe.for MMQ, high silumin, high-strength silumin and High g
bimetallic materials L /
IRecommended cutting data
Grade Workpiece materials Machining method Cutting speed
(m/min)
I ) Turning 500~1000
DNO121 Silumin _ (Sis12%) Milling 300~1500
fibre reinforced composite materials Turning /Milling 200~1000
I ) Turning 900~3500
Silumin  (Si=12%) Milling 600~2400
DNO511 Metal base compound Turning /Milling 1500~1800
Coppeer and magnesium alloyssilumin Turning /Milling 400~1260
Cemented carbide Turning 20~40
- 100, Turning 400~1200
DN1021 Silumin — (Si<12%) Milling 250~1400
Coppeer and magnesium alloyssilumin Turning /Milling 400~1260
I : Turning 300~700
Silumin  (Sis12%) Miliing 500~1000
Metal base compound Milling 500~1000
DN3021 Unsintered ceramic materials Turning 100~200
Sintered Ceramic Turning 20~50
Bimetallic materials Milling 200~300
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CN3100

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

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

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

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

IPhysicaI properties

. 3 Flexural Fracture toughness
Grade Density(g/cm?®) HardnessHv(GPa) strength(MPa) (MPa m'2)
CN3100 3.34 1720 =900 7.5

lRecommended cutting data

Workpiece material Operation CUt(tmfm?s)e ed Feed rate(mm/r) Depztr::g; cut
CN3100 Nickel high temperature alloy For roughing 150-260 0.1-0.3 <5
I Case
Process®

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

I Insert specification: RPGN090700T01020-V Process®
! Cutting data: V=200 m/min, ap=1 mm, End face machining2+End face machining2+End face machining2
E =0.1 (mm/r) 5 Process®@
! ) ) . _“"Grooving3
. Workpiece shape and process: Figure 1, four working @
. procedures, two blades and four cutting edges in the figure o Process®
] PR e . . . = N
finish the milling of turbine disk section, and the wear Small grooving

resistance is excellent. "
Figure 1
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\ General Turning Inserts

Application instruction for general turning toolsirning inserts overview ——*

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

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

@ Please find recommended cutting parameters on insert packing box.

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

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

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

Insert shape/Code With/Without| - With/Without Mete With/With With/Without
Code Iholg & crllipbrelal?elf' Section plane of insert | Code| ! b i ctllipbré;l?eur Section plane of insert
>65°
I\ss" I haf / 80° B | With | Without N |without| without | \ ]
A B ©
>65°
E <:> H | With | Single-side R |Without| Single-side Q
> 65°
D E H ) ’ ) )
C | With Without F | Without| Double-side C>|
f55° / ‘ > 65°
K L M J | With |Double-side A | With | Without E
<65°
O Q W | With | Without M | With | Single-side @
(0] P R <65°
T | With | Single-side G | With |Double-side @
S T T Q | With | Without X Special
<E:> 80° ther: <65°
() Others U With |Double-side
v w Z
L Insert shape Chipbreaker and clamping system
Clearance angle of Tol
main cutting edge Cll=iEhEE
Clearance Clearance
Code angle Code angle
A B S
=3 ‘L’S" o Nose height m |Inscribed circle| Thickness S | (Reference) Details of M-level tolerance (Identified by
9%\ Tolerance(mm) Tolerance(mm)]Tolerance(mm shape)
® Nose height tolerance(mm)
A +0.005 +0.025 +0.025 |Inscribed|Regular Diamond|Diamond|Diamond
circle | triangle | S42" | with 80° | with 55° | with 35° | Round
= v = F +0.005 +0.013 +0.025 | 6.35 | £0.08 | +0.08 | +0.08 | +0.11 | +0.16 | -
— 7
c +0013 +0.025 +0025 | 9525 | +0.08 | #0.08 | +0.08 | #0.11 | #0.16 | --
127 | +0.13 | +0.13 | +0.13 | 20.15 | -
o 0013 | 20025 | s a75| 4015 | £0.15 | 015 | 018 | — | -
E F E £0.025 +0.025 +0.025 | 19.05 | +0.15 | +0.15 | £0.15 | +0.18 | -
~ 20° - 25°
G| 0025 +0.025 1013 | 294 | = [ 048] —
@ Tolerance of inscribed circle @1.C(mm)
J s SONSENY 0K Inscribed|Regular Square Diamond|Diamond | Diamond Round
G N K +0.013 +0.05-+0.13| +0.025 |-circle |triangle with 80° | with 55° | with 35
~—X730° L0 6.35 | +0.05 | +0.05 | +0.05 | #0.05 | +0.05 | --
L $0.025  0.05-#0.13| £0.025 | 9525 | +0.05 | +0.05 | £0.05 | +0.05 | +0.05 | +0.05
M | £0.08-+0.18 |+0.05-:0.13| +0.13 | 127 | +0.08 | +0.08 | +0.08 | +0.08 | -- | £0.08
Other N | 20082048 |£0.054043| 0,025 15.875| #0.10 | +0.10 | +0.10 | +0.10 | -- | 0.10
P \g ° :f;;asnce SRS A A— 19.05 | $0.10 | +0.10 | £0.10 | £0.10 | - | £0.10
U | #0.13-+0.38 |+0.08-+0.25| +0.13 25.4 . +0.13 . . - +0.13
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General turning inserts code key

Insert shape Thickness is defined as)
‘*‘( j ‘*—r the height from the bottom!
Diameter of C D R S T \" w K t t of insert to the highest part!
IC of cutting edge
Q g Q g é g g ’g Code Insert thickness(mm)
a6 T 00 0.79
5' 5 0 T0 0.99
- 01 1.59
5.56 09 T1 1.98
ae ge 02 2.38
6.35 06 07 1 11 T2 258 >
- X
8.0 08 03 3.18 P
91525 09 1" 09 09 16 16 06 16 T3 3.97 8
10.0 10 2]
04 4.76 5
2o il T4 4.96 2
12.7 12 15 | 12 12 22 | 22 08 05 566 =
15.875 16 15 15 27 T5 505 S
16.0 19 16 06 6.35 %
19.05 19 19 19 33 T6 6.75 g
20.0 20 07 7.94 0
25.0 25 25 25 09 9.52
254 25 2] T9 9.72
BilNS 31 1" 11.11
32 32 12 12.70
Length of cutting edge ‘ Insert thickness

!

—_— Nose radius code Chipbreaker code
® Code Nose radius DF DM DR

(mm)
Inscribed circle Thickness Nose radius 00 floflauits
02 0.2
Diameter Thickness Nose radius HF HM HR
Code of IC(mm) ‘ Code (mm) Code (mm) 04 0.4
2 6.35 2 318 0 02 08 08
" 0.4 12 1.2
3 9.525 3 e : 16 16 EF EM ER
2 0.8 ~
4 | 127 20 20 n 4 )
4 6.35 3 1.2 24 24
5 15.875 1 G 32 a9 NF
5 7.94 X oOth e
6 19.05 5 20 = &Q{
Diameter of ) o
8 254 6 9.52 ; Metric)| Round insert
)\ 6 24 y insert (Metric) PM WGF SNR
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Metric and inch comparison table of general turning inserts

Metric and inch comparison table of negative inserts

C-type negative

W-type

angle (ISO) (Inch) Chipbreaker negative angle (ISO) (Inch) Chipbreaker
090304 321 06T304 3(2.5)1 -DF
-DF
090308 322 067308 3(2.5)2 -WGF
-WGF -SF
120404 431 06T312 3(2.5)3
-SF -EF
120408 432 060404 331 NE
-EF Insert shape B
120412 433 060408 332 -WGM
-NF
120416 434 060412 333 -PM
-WGM -DM
160608 542 S 080404 431
-PM -EM
Insert shape 160612 543 o 080408 432 NM
160616 544 iy 080412 433 -DR
@ 190608 642 -SNR
-NM
190612 643 T "
-DR innecatve. o (Inch) Chipbreaker
190616 644 r angle
190624 646 i 110304 221 -DF
250724 856 R ULLELS 222 “WGF
250732 858 -HDR 160404 331 -SF
] e -HPR 160408 332 -EF
-SNR R
250032 868 S 160412 333 WGM
Insert sh -PM
e E ke 220404 431 i
jnegatve o, (Inch) Chipbreaker A 220408 432
angle -EM
110404 331 -EF - 220412 433 DR
-DF
110408 82 WOF 220416 434 -ER
110412 333 _SF ZMIEYD g LR
150404 431 -NF 270612 543 -HDR
150408 432 -V\IIDC“%AM 270616 544 -SNR
Insert shape ; ¥ :
150412 433 -DM S typ:n’;ga‘“’e (1S0) (Inch) Chipbreaker
150604 441 -EM 060304 o
- 150608 442 -NM
-DR 090308 322
150612 443
-ER 090312 323
LR -DF
150616 444 HDR 120404 431
- -SF
190608 542 SNR 120408 432
-EF
190612 543 -NGF 120412 433
120416 434 M
V-type negative . -DM
angle (ISO) (Inch) Chipbreaker 150608 542 o
Insert shape -
. 160404 331 -OF -EF P 150612 543 i
-SF -NF -
—— gt g2 M DM 150616 544 oR
o 160412 333 EM -NM - 190412 633 ER
-SNR -NGF 190424 636 R
- " 190612 643 LR
-type negative . -
pangleg (|SO) (Inch) Chlpbreaker 190616 644 HPR
120400 43 250724 856
Insert shape -SNR
@ 250732 858
- 250924 866
250932 868
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Metric and inch comparison table of general turning inserts

Metric and inch comparison table of positive insert

e positive . e positive .
Ipangle (ISO) (Inch) Chipbreaker Epangle (ISO) (Inch) Chipbreaker
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 -EF
Insert shape 097302 3(2.5)0 -EF 117302 3(2.5)0 o c v
L o
@ 09T304 3(2.5)1 -HM I ’ 117304 3(2.5)1 M £ 2
= 097308 3(2.5)2 -EM 117308 3(2.5)2 HR E2
120404 431 -HR 117312 3(2.5)3 -LH ° E
5 =
120408 432 -LH -LC £8
26
120412 433 -LC 5%
oG
P = 9
el so) (Inch) Chipbreaker =8
e (1S0) (Inch) Chipbreaker angle
angle P 060204 2(1.5)1
067102 12(1.2)0 097302 3(2.5)0
067104 12(1.2)1 097304 3(2.5)1
06T108 1.2(1.2)2 09T308 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 Usr 150408 532 -LH
110208 2(1.5)2 S 150412 533 -LC
110302 220 HE 190408 632
110304 221 i 190412 633
Insert shape -EF
110308 222 o 190416 634
16T302 3(2.5)0 i ‘ .
- V-type positive o
. 167304 3(2.5)1 R " angle (ISO) (Inch) Chipbreaker
16T308 3(2.5)2 " 110202 2(1.5)0
16T312 3(2.5)3 110204 2(1.5)1
Lc -USF
160400 330 110208 2(1.5)2 o
220408 432 110302 220 'HF
Insert shape -
220412 433 P 110304 221 \F
220416 434 1 110308 222 L
270408 532 160402 330 L
270412 533 160404 331
-NGF
330612 643 160408 332
330616 644 160412 333

A53



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

e CN I:l D(Negative inserts)

Cemented carbide and cermet inserts

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

- s [Fsteel O0VLBBL VO © ©0
. 3 Stainless steel © OE D)) E)E A EA
a1.c %-M o :
ﬂdl § mCastiron VBB (&
|| ?'—} Non-ferrous metal Y6
-l = Heat resistant alloy, Ti alloy o< < ) )
o . T3
Dimensions(mm) Coated cemented carbide £ ‘ggcgfggimgd
Inserts Type °°o°
LIBIC S jad| 1 1558088000038 SSS0naana00es
M O MOM®OOMOMO®OMOO®MOM®MO©OOODOODEMOMOMOMMOMMOMMMOMODAOZZ0OA0
S>> > S>> > > >>>>>>>>>>>>>>>>>>
CNMGO090304-DF | 9.7 [9.5253.18|3.81| 0.4 @] @] @]
DF CNMGO090308-DF | 9.7 [9.5253.18|3.81| 0.8 O O O
CNMG120404-DF |12.9|12.7|4.76|5.16| 0.4 *x @ % O O
CNMG120408-DF |12.9|12.7|4.76|5.16| 0.8 * ® % O (@) O
For finishing
CNMG120412-DF |12.9|12.7|4.76|5.16| 1.2 * O O O
WGF  |CNMG120404-WGF|12.9(12.7|4.76|5.16| 0.4 | % * *
@54 CNMG120408-WGF|12.9|12.7|4.76|5.16| 0.8 * * *
For finishing
Wiper
CNMGO090304-SF | 9.7 [9.5253.18|3.81| 0.4 (@]
SF
CNMGO090308-SF | 9.7 [9.5253.18|3.81| 0.8 @] *
| —
Io CNMG120404-SF |12.9|12.7|4.76|5.16| 0.4 (@] *
CNMG120408-SF |12.9|12.7|4.76|5.16| 0.8 O >
For finishing
CNMG120412-SF |12.9|12.7|4.76|5.16| 1.2 O (@]
CNMGO090304-EF | 9.7 9.5253.18|3.81| 0.4 o * * O
EF
CNMGO090308-EF | 9.7 [9.5253.18|3.81| 0.8 O % * O
CNMG120404-EF |12.9/12.7|4.76|5.16 | 0.4 ® * ok
o CNMG120408-EF |12.9|12.7|4.76|5.16| 0.8 [ ] ® * * %
For finishing
CNMG120412-EF |12.9|12.7|4.76|5.16| 1.2 O % * %

Applicable tool

DCLNR/L
Kr:95°

Page

Ab4

A166

* Recommended grade (always stock available)

PCBNR/L
Kr:75°

A172

PCLNR/L
Kr:95°

A173

PCLNR/L

Kr:95°

A212

@ Available grade (always stock available)

OMake-to-order



Cemented carbide and cermet inserts

~ CN I:l I:l(Negative inserts) —

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

- = [Fstee C0LLBERO L © ©0
21.C . — % Ml stainless steel © VY WLWOOLOVWY (Ol
. > P -
gdl 3 mCast iron VBB (&
S|
|| & | |Non-ferrous metal O
S| & . PP A 5
= Heat resistant alloy, Ti alloy o< o ) <
(2]
Dimensions(mm) Coated cemented carbide = [iEf e 2
Se8 =
Inserts Type 8] £
shape R R R R R I o ] - 8
LIGICIS fed | r 160008000000 35555558000/0028 3
M MO MOMMOMOMOOQOOMOOoONOaoMOOONODOOONONOMONOMOMONOMOMNMOMQOZZOAN %
S>>>>>>>>>>>>>>>>>>>>>>>>> >
CNEG120404-NF [12.9 12.7 |4.76|5.16| 0.4 ® * (@) g
©
CNEG120408-NF  [12.9 12.7 |4.76|5.16| 0.8 0 % o §
<
CNEG120412-NF [12.9/ 12.7 |4.76 |5.16 | 1.2 O % o GE>
3
CNMG120408-WGM [12.9 12.7 |4.76|5.16| 0.8 * * *
CNMG120412-WGM [12.9 12.7 |4.76|5.16| 1.2 * * *
For finishing
Wiper
CNMG090304-PM 9.7 9.525|3.18(3.81| 0.4 * ® O
CNMGO090308-PM |9.7|9.525/3.18(3.81| 0.8 O @ O *
CNMG120404-PM [12.9 127 [4.76|5.16| 04 | k @ % O * % O
CNMG120408-PM [12.9 12.7 |4.76|5.16| 0.8 | @ % ® % @ * % %
PM  |CNMG120412-PM [12.9 12.7(4.76|5.16| 12| O @  ® * * K
CNMG120416-PM [12.9/ 12.7 |4.76|5.16| 1.6 * ® O @ * O
CNMG160608-PM [16.1(15.8756.35(6.35/ 0.8 |@ O @ O O O O
For semi-
finishing CNMG160612-PM [16.1/15.8756.35(6.35| 1.2 |@ O @ O @ *x O
CNMG160616-PM |16.1/15.8756.35(6.35| 1.6 ® O 0O 0
CNMG190608-PM ([19.3/19.05|6.35(7.94| 0.8 * ® O O *
CNMG190612-PM [19.3/19.05/6.35|7.94| 1.2 * @ k @ 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°
Page  A166 A172 A173 A212

Insert cm Grade selecti@ Chipbreaker seledio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A55



Cemented carbide and cermet inserts

. CN I:l D(Negative inserts) p

(X Good working condition (%) Normal working condition (= Bad working condition \
SHPE COLLBERO O © ©0
M Stainless steel [ e WLWOOOLE O
mCastiron QLB ®

Non-ferrous metal W

80°
™

)
o
|eusjew sooldy

C
G

~ ~

G

Heat resistant alloy, Ti alloy

Dimensions(mm) Coated cemented carbide

Cermet
YNG151C| Somed

Inserts
shape

Type
L |@IC| S |ed| r

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

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

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

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

*

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

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

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

*

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

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

For semi-

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

® OO0 e @ @ O

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

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

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

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

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

o

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

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

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

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

CNMG160608-EM |16.1(15.875/6.35(6.35| 0.8 O

For semi-
finishing

LI D S i o
O 10 % » »
I D S S o

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

Oi0i0C @@ : @

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° Kr:95°
Page  A166 A172 A173 A212

A56



Cemented carbide and cermet inserts

/— c N I:l I:l(Negative inserts)

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

8o < [Jstee COLLBERE VO © ©0
a1.c Y — 3 [Ml Stainless steel Q@ O LOLLE o
I .
ﬂdI 8 mCast iron OLOO @
3
— & ) Non-ferrous metal WE
S =t
T & Heatresistant alloy, Tialloy O V) ) <
=0 2
) ) . z 3°’|0emented 3
Dimensions(mm) Coated cemented carbide 5 |5 £[Cemente c
S68 =
Inserts Type %) 2
shape b N L N a8y 8Y YT B33 YYYEL. o 3
LiGIC|Slaed|r 155803833 000008355SSS5380a048[00/2R -
[ e I o'a S w2 o' [ a'a SO ' o' [ a'a S o' [ o'a [ o' [ o a QY ' N o a [ a N o o QYo a 0 QR o'a i 0 s J I~ - R n | %
H>BE>-BE>E>-BE-E-E-E-E-E B s
NM CNMG120404-NM [12.9| 12.7 |4.76|5.16| 0.4 0 % ° le) ?§
@«
CNMG120408-NM |12.9( 12.7 [4.76|5.16 | 0.8 ® % O O -§
<
CNMG120412-NM [12.9| 12.7 |4.76|5.16| 1.2 O % (@) O “E’
S
For semi-
finishing
CNMM120408-LR [12.9| 12.7 |4.76(5.16 | 0.8 *
CNMM120412-LR (12.9| 12.7 |4.76|5.16 | 1.2 >
CNMM120416-LR |12.9| 12.7 [4.76|5.16 | 1.6 >
LR CNMM160608-LR |16.1|15.875|6.35(6.35| 0.8 *
CNMM160612-LR |16.115.875|6.356.35 | 1.2 *
a CNMM160616-LR |16.1/15.875/6.35(6.35| 1.6 *
Light-load | CNMM160624-LR |16.115.875/6.35|6.35 | 2.4 *
roughing | -\ MM190612-LR [19.3| 19.05 |6.35|7.94 | 1.2 *
CNMM190616-LR [19.3| 19.05 |6.35|7.94 | 1.6 Y
CNMM190624-LR |19.3|19.05|6.35|7.94 | 2.4 *
CNMM250924-LR [25.79 25.4 (9.525/9.12 | 2.4 *

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

Applicable tool

DCLNR/L PCBNR/L PCLNR/L PCLNR/L
Kr:95° Kr:75° Kr:95° Kr:95°
Page  A166 A172 A173 A212

Insert cm Grade selecti@ Chipbreaker seledio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A 57
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Cemented carbide and cermet inserts

/— CN I:l I:I(Negative inserts)

80°
™

() Good working condition (1) Normal working condition

= Bad working condition I

|eusiew soaidy .

s aSteel
19

Ml Stainless steel

(v(n Y

mCast iron

o

Non-ferrous metal

Heat resistant alloy, Ti alloy

Inserts
shape

Type

Dimensions(mm)

Coated cemented carbide

@1.C| S | ad

YBC151
YBC352
YBG102

YBG105
YBG202
YBG205
YBG212
YBG302
YBM151

YBM153
YBM215
YBM251

YBS103

YBDO052

DR

For light

CNMG120408-DR

12.9| 12.7 |4.76|5.16

0.8

CNMG120412-DR

12.9| 12.7 |4.76|5.16

1.2

®  ® YBC251
O | @ |YBC351

CNMG120416-DR

12.9| 12.7 |4.76|5.16

1.6

OO % |YBC152

CNMG160608-DR

16.1|15.875/6.35|6.35

0.8

CNMG160612-DR

16.1|15.875|6.35|6.35

1.2

o

® O @0 @ ® | YBM253

CNMG160616-DR

16.1|15.875|6.35|6.35

1.6

CNMG190608-DR

19.315.875|6.35|7.94

0.8

roughing

CNMG190612-DR

19.319.05|6.35|7.94

1.2

o

CNMG190616-DR

19.3]19.05|6.35|7.94

1.6

@)

CNMG190624-DR

19.319.05|6.35|7.94

24

O % O % 00 i% % |YBC252

DR

CNMM120412-DR

12.9| 12.7 |4.76|5.16

1.2

CNMM160612-DR

16.1|15.875/6.35|6.35

1.2

® 06/ 0. 0.0 O O 0:0

CNMM160616-DR

16.1|15.875|6.35|6.35

1.6

CNMM190612-DR

19.319.05|6.35|7.94

1.2

CNMM190616-DR

19.3]19.05|6.35|7.94

1.6

For roughing

CNMM190624-DR

19.319.05|6.35|7.94

24

CNMM250924-DR

25.79| 25.4 19.5259.12

24

oRNORN BN BECRNCRNGRN BN BN J

(ORNORN BN ]

ER

CNMG120408-ER

12.9] 12.7 |4.76|5.16

0.8

CNMG120412-ER

12.9| 12.7 |4.76|5.16

1.2

CNMG160612-ER

16.1|15.875|6.35|6.35

1.2

CNMG160616-ER

16.115.875/6.35|6.35

1.6

For roughing

CNMG190612-ER

19.319.05|6.35|7.94

1.2

CNMG190616-ER

19.319.05|6.35|7.94

1.6

ER

CNMM250724-ER

25.79| 25.4 |7.94|9.12

24

CNMM250732-ER

25.79| 25.4 |7.94|9.12

3.2

CNMM250924-ER

25.79| 25.4 [9.5259.12

24

For roughing

CNMM250932-ER

25.79| 25.4 9.5259.12

3.2

LD b 2P 2

LR P b b b 2P 2P 30 b o

SNR

CNMG120408-SNR

12.9| 12.7 |4.76|5.16

0.8

o e

CNMG120412-SNR

12.9| 12.7 |4.76|5.16

1.2

(O3

CNMG160608-SNR

16.1|15.875|6.35|6.35

0.8

o e

O0:i0:{0O

For roughing

CNMG190616-SNR

19.3]19.05|6.35|7.94

1.6

o e O

Applicable tool

DCLNR/L
Kr:95°

Page A166

A58

* Recommended grade (always stock available)

PCBNR/L
Kr:75°

A172

PCLNR/L
Kr:95°

A173

@ Available grade (always stock available)

YNG151 |Cermet
YNG151c| Goated

YBD152
YBD252

® ®: ® YBD102

O




/— c N D D(Negative inserts)

Cemented carbide and cermet inserts

(An

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

s
= [Jstee COLLBERE L © ©0
Z Ml Stainless steel © VL LOLVWE Q0
o
3 mCast iron QLB (&
3 7 X
% Non-ferrous metal DY®
2 Heat resistant alloy, i alloy o< < ) v
] EECe ented
Dimensions(mm) Coated cemented carbide g §§ Al
O
Inserts Tvoe (&) >
shape P EERREESSIL ST BRERSYIBYED -
LIGIC| S |@d|r 00000000000 OSSS==npa00al00f
M MO MMOMOM@MOMOODOOOMOOONOMOMOMOMOMOMONOMONOMONOMOMOZ(Z00
> > > > >>>>>>>>>>>>>>>>>>>>>>
CNMM120408-HDR |12.9| 12.7 |4.76|5.16| 0.8 O @O OO0
HDR CNMM120412-HDR |12.9| 12.7 (4.76|5.16| 1.2 O O O O
CNMM120416-HDR [12.9| 12.7 |4.76|5.16| 1.6 O O O
CNMM160612-HDR |16.1|15.875/6.35|6.35| 1.2 O O O
For heavy CNMM160616-HDR |16.1(15.875/6.35|6.35| 1.6 O O O
machining | CNMM190616-HDR |19.3(19.05/6.35(7.94| 1.6 00O
CNMM190624-HDR [19.3|19.05(6.35|7.94| 2.4 OO O0OO0Oo
HPR | CNMM190616-HPR |19.5/19.05(6.35(7.94 | 1.6 * O
CNMM250924-HPR [25.19| 25.4 (9.525|9.12| 2.4 * (@)
For heavy
machining
CNMA120404 12.9| 12.7 |4.76|5.16 | 0.4 * O O
CNMA120408 12.9| 12.7 |4.76|5.16| 0.8 * * Kk
CNMA120412 12.9]12.7 |4.76(5.16 | 1.2 * * *
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
- , CNMA160612 16.1[15.875/6.356.35| 1.2 *
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 (@)
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°
Page  A166 A172 A173

Insert cm

A50-A51

Grade selection reference

A19/A36-A48

PCLNR/L
Kr:95°

A212

Chipbreaker seledio@

@ Available grade (always stock available)

Recommended cuhing@

A22-A35 A241-A244

OMake-to-order

A59
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e CN I:l D(Negative inserts)

Cemented carbide and cermet inserts

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

8o s [Fstee COLVBBO VO © ©0
al.c y — 3 M Stainless steel Q© O VWOV Qe
@ e
ﬂdl 8 mCast iron 00O e
=l
— = Non-ferrous metal W
— & Heat resistant alloy, Ti alloy v ) ) )
o . T3
Dimensions(mm) Coated cemented carbide s ‘ggcglggpigd
Inserts Type o %"
shape AR R EREEE R R R B R R
LigicisStad i n s 8388500008855 SSS0a0000028
[a [ e ' [ o' I o' o' o' [N o' o' o' o' o' o' o' o' o' Y a'a o a I a'a R a'a I a'a B0 B =l Il lf o R |
S>> > > >>>>>>>>>>>>>>>>>>>55>>
CNMG120404 |12.9| 12.7 |4.76|5.16| 04 | @ [ ] [ ] O
CNMG120408 |12.9| 12.7 |4.76|5.16| 0.8 | @ % ® % O [ ] * % *
CNMG120412 |12.9| 12.7 |4.76/5.16| 12 |@ % @ % 00O
Allround 1 -\ MG160608 | 16.1/15.6756.356.35| 0.6 |@ @ o
CNMG160612 |16.1|15.875|6.356.35| 1.2 [} O
CNMG160616 |16.1|15.875|6.35|6.35| 1.6 O
CNMG190608 |19.3|19.05(6.35|7.94| 0.8 |O (@)
CNMG190612 |19.3|19.05|6.35|7.94| 1.2 | O (]
CNMG190616 |19.3|19.05|6.35|7.94| 1.6 |O O O
CNMM120404 |12.9| 12.7 |4.76|5.16| 0.4 | O
CNMM120408 |12.9| 12.7 |4.76|5.16| 0.8 | O O
Allround 1 NMM120412 | 12.9| 12.7 |476|5.16| 12 | O
CNMM190608 |19.3|19.05|6.35|7.94| 0.8
CNMM190612 |19.3|19.05|6.35(7.94| 1.2
CNMM190616 |19.3|19.05|6.35|7.94| 1.6
CNMM190624 |19.3|19.05|6.35|7.94| 2.4 O
* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
Applicable tool
DCLNR/L PCBNR/L PCLNR/L PCLNR/L
Kr:95° Kr:75° Kr:95° Kr:95°
Page  A166 A172 A173 A212

A60



Cemented carbide and cermet inserts

e D N I:l I:l(Negative inserts) —

() Good working condition (X' Normal working condition (' Bad working condition \
P C0VVEEE VY © 66
M Stainless steel © O e 06
mCast iron @Q@@ (o)

Non-ferrous metal (DT

|elajew aoa1dys

G
C
(
C

Heat resistant alloy, Ti alloy

Dimensions(mm) Coated cemented carbide

Cermet
YNG151C| S9ated

Inserts
shape

Type
L (GIC| S |ed| r

YBC151
YBC351
YBC352
YBG102
YBG105
YBG202
YBG205
YBG212
YBG302
YBM151
YBM153
YBM215
YBM251
YBM253
YBS103
YBDO052
YBD102
YBD152
YBD252
® YNG151

* i % O i% %{0 0|0 |yBCI52

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

O | O |YBC252

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

O i O @ |YBC251

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

(2]
=
(9]
172]
=
=
[}
£
S
Q
o
kel
c
©
(o)
ke
o
z
@«
(&)
kel
D
2
[
[0}
=
(93
(&)

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

[ )
O % %

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

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

([ ]
»*
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

WGF  |DNMX110408-WGF [11.6|9.525|4.76(3.81| 0.8

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

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

For finishing
Wiper

LD D D N
LD D D N
L D D

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

DNMX150608-WGF

N

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

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

Applicable tool

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

Insert cm Grade selecti@ Chipbreaker seledio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A 61



Cemented carbide and cermet inserts

e DN I:l D(Negative inserts)

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

= [Jsteel OOLLVLBRL VO © ©0
2 M stainless steel © O¢ LOOVL oC
8 mCast iron VBB (&
3 S
& 1 Non-ferrous metal &
£ Heatresistantalloy, Tialloy ille ) < <
o
g o . HE
2 Dimensions(mm) Coated cemented carbide 1= ez
2 8 88 carbide
e Inserts Type 5
s LIGICIS jad T 15 58883300000 8355555%8004a0028
@ [a [ 'a ' [ o' I o' o' o' [N o' o' o' o' o' o' o' o' A a'a A a'a o a I a'a R a'a R a'a B0 B =l B Y o R |
- > > > > > > > > x> > > > > > > > >S5
§ DNMG110404-SF |11.6|9.525 |4.76|3.81| 0.4 e} O|%
@
g SF DNMG150404-SF |15.5| 12.7 |4.76(5.16| 0.4 (@) O %
2 g DNMG150408-SF |15.5| 12.7 |4.76|5.16| 0.8 o o|%
=5
@ DNMG150604-SF [15.5| 12.7 (6.35(5.16| 0.4 o} O|%
For finishing
DNMG150608-SF [15.5| 12.7 |6.35(5.16] 0.8 o} O|%
DNMG110404-EF |11.6|9.525 |4.76|3.81| 0.4 o % *
DNMG110408-EF |11.6|9.525 |4.76|3.81| 0.8 0 % * O
DNMG110412-EF |11.6|9.525 |4.76|3.81| 1.2 O % * O
EF DNMG150404-EF [15.5| 12.7 |4.76|5.16| 0.4 ® * *x O
ﬂ DNMG150408-EF [15.5| 12.7 (4.76(5.16 0.8 ® * *x O
DNMG150412-EF |15.5| 12.7 |4.76|5.16| 1.2 0 % * O
For finishing
DNMG150604-EF [15.5| 12.7 |6.35(5.16| 0.4 o * * %
DNMG150608-EF |15.5| 12.7 |6.35|5.16| 0.8 ® * *
DNMG150612-EF |15.5| 12.7 |6.35|5.16 1.2 O * * %
DNEG150404-NF |15.5| 12.7 |4.76|5.16| 0.4 0 % o
NF DNEG150408-NF |15.5| 12.7 |4.76|5.16| 0.8 0 % o
DNEG150604-NF |15.5| 12.7 |6.35|5.16| 0.4 ® * o}
DNEG150608-NF |15.5| 12.7 [6.35|5.16| 0.8 ® * (@]
For finishing
DNEG150408-NGF (15.5| 12.7 |4.76(5.16| 0.8
NGF o ° ©
DNEG150412-NGF [15.5| 12.7 |4.76|5.16| 1.2 oe o
' DNEG150608-NGF (15.5| 12.7 |6.35(5.16| 0.8 O e O
For finishing | pNEG150612-NGF|15.5| 12.7 |6.35|5.16] 1.2 oe 0

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

Applicable tool

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

A62



Cemented carbide and cermet inserts

/— D N I:l I:l(Negative inserts)

(A~

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

< [Jstee COLLBRYO VO © ©0
o
;3 M stainless steel © O LOOOVL (&)
[0 . . . .
3 mCast iron QLBE (&
3
Z Non-ferrous metal ('
£ Heat resistant aloy, Tialloy O ) ) )
mens : E[B2 e
Dimensions(mm) Coated cemented carbide 3 §§ emente
Inserts Type o)
shape 5D NN N NSRS R33 NN YNB 6
LIGICIS |ad| r 5580880000083 SSSnaan00028
[ N o'a I o'a S o' [ a'a SO o' I o'a [ o' [ o'a ' o' [ o a S o' [N o a [ M o' JY o a S ' QR o'a i 0 4l B~ i/ R n |
H>-B>S>E>-EH>-BE>-EH>BE-E-E B -EH>-ESE >
DNMX150408-WGM|15.5| 12.7 |4.76|5.16| 0.8
WGM * * B
DNMX150412-WGM|15.5| 12.7 (4.76|5.16| 1.2 * * >
0 DNMX150608-WGM|15.5| 12.7 [6.35|5.16| 0.8 Y * *
For semi- | pNMX150612-WGM|15.5| 12.7 |6.35(5.16| 1.2 * * *
finishing
Wiper
DNMG110404-PM (11.6/9.525(4.76|3.81| 0.4 ® O [ J
DNMG110408-PM |11.6/9.525(4.76(3.81| 0.8 ® 0O *x 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 "Ye)
PM
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 % O
For semi- DNMG150416-PM (15.5| 12.7 (4.76|5.16| 1.6 O O
Pl
NSNS hNMG150604-PM  [15.5) 12.7 |6.35(5.16| 0.4 ® O *
DNMG150608-PM (15.5| 12.7 [6.35|5.16| 0.8 | @ ® % * % 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 lele)

* Recommended grade (always stock available)

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

Applicable tool

DDJNR/L PDJNR/L PDPNN
Kr:93° Kr:93° Kr:62°30'
Page  A167 A174 A175

Insert cm

A50-A51

Grade selection reference

A19/A36-A48

PDPNR/L PDUNR/L
Kr:62°30' Kr:93°
A213 A214

Chipbreaker seledio@

A22-A35

Recommended cuhing@

A241-A244

A63
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Cemented carbide and cermet inserts

e DN I:l D(Negative inserts)

(& Good working condition

() Normal working condition (=) Bad working condition )

|eusiew a2a1dy

= a Steel
o

Ml Stainless steel

mCast iron

Non-ferrous metal

>
>

C
C
G

Heat resistant alloy, Ti alloy

Inserts
shape

Type

Dimensions(mm)

Coated cemented carbide

gIC| S |@d| r

'YBC151

YBC351

'YBC352
YBG102
YBG105
YBG202
YBG205
YBG212
YBG302
YBM151
YBM153
YBM215
YBM253
'YBS103
'YBD052

'YBD102

DM

For semi-
finishing

DNMG110404-DM

11.619.525(4.76|/3.81| 0.4

DNMG110408-DM

11.6]9.525|4.76/3.81| 0.8

® | @ YBC251
® | O |YBM251

(@]

DNMG110412-DM

11.6|9.525|4.76|3.81| 1.2

DNMG150404-DM

15.5] 12.7 |4.76|5.16| 0.4

DNMG150408-DM

156.5] 12.7 |4.76|5.16| 0.8

DNMG150412-DM

156.5| 12.7 |4.76|5.16| 1.2

% O O % @ [YBC152

@)

DNMG150416-DM

156.5] 12.7 |4.76|5.16| 1.6

DNMG150604-DM

15.5| 12.7 |16.35|5.16| 0.4

DNMG150608-DM

15.5] 12.7 |6.35|5.16| 0.8

DNMG150612-DM

15.5] 12.7 |6.35|5.16| 1.2

DNMG150616-DM

16.5] 12.7 |6.35|5.16| 1.6

Oi% % % OiX i OO |YBC252

O @ » »
O e @ @

EM

For semi-
finishing

DNMG110404-EM

11.6|9.525(4.76|3.81| 0.4

DNMG110408-EM

11.6]9.525|4.76/3.81| 0.8

DNMG110412-EM

11.619.525|4.763.81| 1.2

DNMG150404-EM

156.5] 12.7 |4.76|5.16| 0.4

&7

DNMG150408-EM

156.5| 12.7 |4.76|5.16| 0.8

DNMG150412-EM

16.5] 12.7 |4.76|5.16| 1.2

DNMG150604-EM

15.5| 12.7 |6.35|5.16| 0.4

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'e®e @€ . 0O e@e.®@ 000
PRI S SR S B D R R
Oi0O Oi% %*»i% 00O
PRI S SR S B R R i

NM

For semi-
finishing

DNMG150412-NM

156.5] 12.7 |4.76|5.16| 1.2

DNMG150612-NM

15.5] 12.7 |6.35|5.16| 1.2

-

Applicable tool

DDJNR/L
Kr:93°

Page  A167

A64

*Recommended grade (always stock available)

PDJNR/L
Kr:93°

A174

PDPNN
Kr:62°30'

A175

@ Available grade (always stock available)

YNG151 | Cermet
YNG151C| Somed

YBD152
YBD252




Cemented carbide and cermet inserts

/— D N I:l I:l(Negative inserts)

(~AA

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

< [Jstee OOLLVBVO VO © ©0
o
Z Ml Stainless steel © V¢ LOOVL QC
@ ™ -
3 mCast iron VBB ®
3 7 X
& | | Non-ferrous metal 9
2 Heat resistant alloy, Ti alloy Wi < ) v
— . e
Dimensions(mm) Coated cemented carbide o ‘gge"dtgd
Inserts Type o":;’
shape E O 0539888808233 38YY 56
LGICIS |ed T 65088300000 0555SS5S58000a(0028
foa I S s S [ S [ S S ' I [ o o [ o el o R o s Qs ool -l -l = Y |
> > > > >>>>>>>>>>E>> > > > > > >
LR DNMM150608-LR |15.5| 12.7 |6.35|5.16| 0.8 *
3 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 O
DR |pNMG150412-DR 155 12.7 |4.76|5.16| 1.2 o
DNMG150416-DR (15.5| 12.7 |4.76|5.16 | 1.6 O O
DNMG150608-DR (15.5| 12.7 |6.35|5.16| 0.8 % O O O
Forlight | nNMG150612-DR [15.5/ 12.7 6.35(5.16| 12| O @ % O o
roughing
DNMG150616-DR [15.5| 12.7 |6.35|5.16| 1.6 O
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
DNMM150616-DR|15.5| 12.7 (6.35(5.16| 1.6 O
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 *
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
SNR DNMG150608-SNR|15.5| 12.7 |6.35|5.16| 0.8 o e (@) [ ]
DNMG150612-SNR|15.5| 12.7 |6.35|5.16| 1.2 o (@) [
For roughing
% Recommended grade (always stock available) ~@Auvailable grade (always stock available) ~ OMake-to-order
Applicable tool
DDJNR/L PDJNR/L PDPNN PDPNR/L PDUNR/L
Kr:93° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page  A167 A174 A175 A213 A214
Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuhing@
A50-A51 A19/A36-A48 A22-A35 A241-A244 A65
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Cemented carbide and cermet inserts

e DN I:l D(Negative inserts)

(O Good working condition (L) Normal working condition (' Bad working condition \

= [Jstee COLLERRO VO © ©0
Z M Stainless steel © Oe LOLVWL QEC
@ :
3 mCast iron QLB ®
S P
= Non-ferrous metal D
2 Heat resistant alloy, Ti alloy V) ) &) )
g F
3 . . . g o2
o Dimensions(mm) Coated cemented carbide = [E e
2 8 88 carbide
e Inserts Type )
s LIGICIS fedir s 5838800000006 sSSSS006000 0028
o) {0 [N [ ' [ I o' O o' O o'a o' o' Yo' Yo' S ' IO ' [N [ [ o' 2 a N o'a I a'a S o a Sy 'a i [~ [~ lf o IR an |
- S>> > >>>>>>>>>>>>>>>>>>>55>5
§ HDR |DNMM150608-HDR|15.5 12.7 |6.35|5.16| 0.8 O 0o
@
% DNMM150612-HDR|15.5| 12.7 |6.35|5.16| 1.2 O O
2 DNMM150616-HDR|15.5| 12.7 |6.35|5.16| 1.6 0 o
@ For heavy
machining
DNMG150604 |15.5 12.7 |6.35|5.16| 0.4 o)
DNMG150608 [15.5 12.7 |6.35|5.16| 0.8 o)
All round
= DNMG150612 [15.5 12.7 |6.35|5.16| 1.2 o)
J DNMG150616 15.5| 12.7 |6.35/5.16| 1.6 (@]
DNMG190608 |19.3|15.875|6.35|7.94| 0.8 o
DNMG190612 [19.3|15.875|6.35(7.94| 1.2 o O
DNMA110416  [11.6]9.525|4.76(3.81| 1.6 0
DNMA110424 |11.6|9.525 |4.76|3.81| 2.4 o)
Without DNMA150404 15.5| 12.7 |4.76|5.16| 0.4 e}
chipbreaker
‘ DNMA150408 15.5| 12.7 |4.76|5.16| 0.8 * % O
J DNMA150604 |15.5 12.7 |6.35|5.16| 0.4 00O
DNMA150608 [15.5 12.7 |6.35|5.16| 0.8 O % %
DNMA150612 [15.5 12.7 |6.35|5.16| 1.2 00O
DNMA150616 15.5| 12.7 |6.35/5.16| 1.6 O O

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

Applicable tool

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

A66



Cemented carbide and cermet inserts

/— s N I:l I:l(Negative inserts)

() Good working condition (L*'Normal working condition (=) Bad working condition \

o < [stee COLLVBRO VO © ©©
o
glcl=T= — 2 M Stainless steel Q@ Ve LUV QL
cf- - S . .
\*\6\ i 2d ngast iron VBB &
b || %, [Non-ferrous metal D&
r. L S =
el = Heat resistant alloy, Ti alloy YY) < ) V)
{2}
- . 53y 5
Dimensions(mm) Coated cemented carbide g g%cg"me £
Inserts Type ) 2
shape R EEEERE R R R EE T o e 8
L@lCiSled|r 1o 583083800000 8355S5S5S580000028 °
NN NN DD DNDDDNDDDDDDDDODM@OM@DZZ00A0 S
> > > > > > > > > > > > > >>>>>>>>>>>> > >
SNMG090304-DF| 9.525 | 9.525 |3.183.81| 0.4 O g
DF ©
SNMG090308-DF| 9.525 | 9.525 [3.18 |3.81| 0.8 O §
k=
SNMG120404-DF| 12.7 | 12.7 |4.76|5.16| 0.4 O "E’
[93
SNMG120408-DF| 12.7 | 12.7 |4.76|5.16| 0.8 O @O0 (@] ©
For finishing
SNMG120412-DF| 12.7 | 12.7 |4.76|5.16| 1.2 O (@]
SNMG090304-EF| 9.525 | 9.525 |3.18(3.81| 0.4 O % * O
SNMG090308-EF| 9.525 | 9.525 |3.18(3.81| 0.8 O % * O
SNMG090312-EF| 9.525 | 9.525 (3.18|3.81| 1.2 O % * 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 O % * *
SNMG150608-EF| 15.875/15.875|6.35(6.35| 0.8 O % * O
SNMG150612-EF|15.875|15.875/6.35(6.35| 1.2 O % * O
SNMG090304-SF| 9.525 | 9.525 (3.18|3.81| 0.4 O O %
SF SNMG090308-SF| 9.525 | 9.525 |3.18(3.81| 0.8 O O [ %
6 SNMG120404-SF| 12.7 | 12.7 |4.76|5.16| 0.4 O 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
*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  A168 A176 A177 A178 A179 A215

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuttingpa{mele:sw

A50-A51 A19/A36-A48 A22-A35 A241-A244 A67
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e SN I:l I:I(Negative inserts)

90°

Cemented carbide and cermet inserts

(AR

~

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

= aSteel
I9)

Ml stainless steel

”dl_;....

|eus)ew soa1dxy

QOO

@

@

Lo

@

m

m

(n

(~n

(AR

(v (e

(AR (AR

mCast iron

Non-ferrous metal

Heat resistant alloy, Ti alloy

(¢

(¢

G

Inserts
shape

Type

Dimensions(mm)

Coated cemented carbide

Cermet

a1.c

od

'YBC151

YBC351

'YBC352

YBG102

YBG105

YBG202
YBG205
YBG212

YBG302

YBM151

YBM153

YBM215

'YBM251
YBM253
YBS103

'YBD052

YNG151C| Somed

'YBD102
'YBD152
YBD252
'YNG151

SNMG090304-PM

9.525

9.525

3.18

3.81

0.4

SNMG090308-PM

9.525

9.525

3.18

3.81

0.8

® | ® YBC251

o

O

SNMG090312-PM

9.525

9.525

3.18

3.81

PM

SNMG120404-PM

12.7

12.7

4.76

5.16

SNMG120408-PM

12.7

12.7

4.76

5.16

* ok ok

SNMG120412-PM

12.7

12.7

4.76

5.16

® ® OO OO |YBC152

* ok ok

For semi-
finishing

SNMG120416-PM

12.7

12.7

4.76

5.16

Oi0i®@iO

SNMG150608-PM

15.875

15.875

6.35

6.35

SNMG150612-PM

15.875

15.875

6.35

6.35

SNMG190616-PM

19.05

19.05

6.35

7.94

SNMG090304-DM

9.525

9.525

3.18

3.81

0.4

SNMG090308-DM

9.525

9.525

3.18

3.81

0.8

(@]

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

SNMG120412-DM

12.7

12.7

4.76

5.16

SNMG120416-DM

12.7

12.7

4.76

5.16

For semi-

SNMG150608-DM

15.875

15.875

6.35

6.35

finishing

SNMG150612-DM

15.875

15.875

6.35

6.35

SNMG150616-DM

15.875

15.875

6.35

6.35

SNMG190612-DM

19.05

19.05

6.35

7.94

OO/ % :0:0 % : 0,0 0:0]0:0;0:0:0:0:0;0:0: 0O |¥YBC252

SNMG190616-DM

19.05

19.05

6.35

7.94

O

Applicable tool

*Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order

DSBNR/L PSBNR/L
Kr:75° Kr:75°
Page  A168 A176

A68

PSDNN

Kr:45°

A177

PSKNR/L

Kr:75°

A178

P
K

SSNR/L
r:45°

A179

P
K

SKNR/L
r:75°

A215



Cemented carbide and cermet inserts

/— s N I:l I:l(Negative inserts)

(%) Bad working condition )

(& Good working condition () Normal working condition
90° PR O0LLBBO VO © ©0
@I&/: \‘-A\. (’.% Ml Stainless steel Q VL LOOVL QU
Y GdI 8 mCastiron VBB ®
A S
r s S| & Nonferrous metal HE
2 Heat resistant alloy; Ti alloy o< < < v
(2]
— . T35 5
Dimensions(mm) Coated cemented carbide = il 2
S(G8 =
Inserts Type o 2
shape E S NS8Y8YNEBLoR33YYY G0 8
- - - - - - - - - - |-l o o
LI@ICIS|ed r 55888300000 B55SSS08000/0/02R <
mMomMmMOMOM0OO0OO0OOOOONOMOMNODO0DO0OO0OM@OOM@MaMMOMOAMMZ|Z0A0 %
S>> >>>>>5>>>>>>>>>>>>>>>>>> >
SNMG120404-EM| 12.7 | 12.7 |4.76|5.16| 0.4 ® * *x  * g
EM 3
SNMG120408-EM| 12.7 | 12.7 |4.76|5.16| 0.8 ® * *x  *x §
SNMG120412-EM| 12.7 | 12.7 |4.76|5.16| 1.2 ® * % é
[93
SNMG120416-EM | 12.7 | 12.7 |4.76(5.16| 1.6 0 % o % o
For semi- |SNMG150612-EM |15.875|15.875|6.35|6.35| 1.2 ® % (@) *
finishing
SNMG150616-EM | 15.875|15.875(6.35(6.35| 1.6 O % @] *
NM  |SNMG120408-NM| 12.7 | 12.7 |4.76|5.16| 0.8 ® % o
SNMG120412-NM| 12.7 | 12.7 |4.76|5.16| 1.2 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 Y
SNMM150616-LR |15.875|15.875|6.35|6.35| 1.6 >
SNMM190612-LR | 19.3 | 19.05|6.35|7.94| 1.2 *
Light-load
roughing | SNMM190616-LR | 19.3 | 19.05(6.35(7.94| 1.6 *
SNMM190624-LR | 19.3 | 19.05(6.35/7.94| 2.4 >
SNMM250924-LR | 25.79 | 25.4 |9.525/9.12| 2.4 Y

* 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  A168 A176 A177 A178 A179 A215

Insert cm

A50-A51

Grade selection reference

A19/A36-A48

Chipbreaker selectio@

A22-A35

Recommended cuttingpa{mele:sw

A241-A244

A69
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e SN I:l I:I(Negative inserts)

Cemented carbide and cermet inserts

(AR

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

N
o = [Jsteel COLLBRO VO 6 ©0
gl T — -;’3' Ml stainless steel O OE O W) o e
| N o) P -
T od 8 mCast iron QLB (&
L\ 3 .
R || &\ Non-ferrous metal OE
r. L S g
== Heat resistant alloy, Ti alloy Vi) < ) )
@ gs‘
Dimensions(mm) Coated cemented carbide § g%cgfgg{ggd
Inserts Type %)
LI@ICISled r 15 58808300 000BSSSSSpao000 0028
s v v v v v B B B M B B B v v o o s « B = B o B e B -4 B4 e W |
S>> >>>>>>>>>>>>>>>>>>>>5>>>
SNMG120408-DR| 12.7 | 12.7 |4.76|5.16| 0.8 O ®@ % O O 0
SNMG120412-DR| 12.7 | 12.7 |4.76|5.16| 1.2 [ el ) @)
SNMG120416-DR| 12.7 | 12.7 |4.76|5.16| 1.6 O O O
DR
SNMG150608-DR|15.875|15.875|6.35|6.35| 0.8 (@]
SNMG150612-DR|15.875|15.875|6.35|6.35| 1.2 * @
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 O 0
SNMG190616-DR| 19.05 | 19.05 |6.35|7.94| 1.6 * @ O 0
SNMG190624-DR| 19.05 | 19.05 |6.35|7.94| 2.4 O 0
SNMM120408-DR| 12.7 | 12.7 |4.76|5.16| 0.8 @]
DR SNMM120412-DR| 12.7 | 12.7 |4.76|5.16| 1.2 O
SNMM120416-DR| 12.7 | 12.7 |4.76|5.16| 1.6 @]
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 [SNMM150616-DR|15.875|15.875|6.35|6.35| 1.6 [ ) @)
SNMM190608-DR| 19.05 | 19.05 |6.35|7.94| 0.8 O
* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
Applicable tool
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
Page  A168 A176 A177 A178 A179 A215

A70



Cemented carbide and cermet inserts

/— s N I:l I:I(Negative inserts)

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

o = [Jsteel COLLBRO VO @ ©0
glc=tT= — .;3 Ml stainless steel Q© O LOLOVLE QC
& % @ -
\*\6\ i 2d ngast iron VBB ®
e L || &, Non-ferrous metal D
r. L S =
= Heat resistant alloy, Ti alloy o< < ) )
— 2
) ) . = 3°’|ce ented 3
Dimensions(mm) Coated cemented carbide £ g E|Camente c
S|G8 =
Inserts Type %) 2
shape R R R - R R R > B B > v b 2
LIGICIS jod I 55808300000 8355SSS580000028 o
M M MOMOMOOOMODOOMOMOMOOMOMOMOONODMOMOMONOMOMONMOMONODMONOMONOMNMOZ(Z0O0 %
> > > > > > >>>>>>>>>>>>>>>>>>>> >
DR |SNMM190612-DR|19.05(19.05/6.35|7.94| 1.2 ® OO0 g
©
SNMM190616-DR|19.05(19.05|6.35|7.94 | 1.6 O® % e 8
jo)
SNMM190624-DR |19.05(19.05|6.35|7.94 | 2.4 eO0O @ é
[93
SNMM250724-DR| 25.4 | 25.4 |7.94|9.12| 2.4 (] (@) o
For
roughing |SNMM250924-DR| 25.4 | 25.4 [9.525/9.12| 2.4 oK% ©®
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 *
SNMG150608-ER [15.875/15.875/6.35 [ 6.35 | 0.8 *
SNMG150612-ER [15.875(15.875/6.35 | 6.35 | 1.2 *
For SNMG190612-ER [19.05/19.05(6.35 [ 7.94 | 1.2 *
roughing
SNMG190616-ER |19.0519.05|6.35|7.94| 1.6 *
ER |SNMM250724-ER| 254 | 25.4 |7.94|9.12| 2.4 ° *
SNMM250732-ER | 25.4 | 25.4 |7.94(9.12| 3.2 ° *
SNMM250924-ER | 25.4 | 25.4 [9.525|9.12| 2.4 [} *
For roughing | SNMM250932-ER | 25.4 | 25.4 [9.525|9.12| 3.2 ) *
SNR SNMG120408-SNR | 12.7 | 12.7 |4.76 | 5.16 | 0.8 o e (e} [ ]
For roughing

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

Applicable tool

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

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuttingpa{mele:sw

A50-A51 A19/A36-A48 A22-A35 A241-A244 A71



Cemented carbide and cermet inserts

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

(AR

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

90" = [Jsteel FIEEE 0O © ©0
- — 2 M stainless steel ® O LOOOLL (FY
oIc(; l
\\ ! ad & mCast iron 0LOE ®
\ , 3
S | % | Non-ferrous metal D&
r. L s B
== Heatresistantaloy, Tialloy ) (W ) < )
o
3 Ee
3 Dimensions(mm) Coated cemented carbide § ‘g%";;;i"(;g"
g Inserts Type O(.:_;:
= d TS0 0030000D00BSSSs=spaona 0028
@ [a [ 'a T ' [ o' I o' o' o' [ o' o' o' o' o' o' o' S a'a I a'a R a'a I o a I a'a R a'a R a'a B o =l -l o R |
o > > > > > > > > S>> > > > > > > > >S5
§ SNMM120408-HDR | 12.7 | 12.7 |4.76|5.16|0.8 O O O
[0}
g SNMM120412-HDR | 12.7 | 12.7 |4.76|5.16|1.2 (@) O O
2 SNMM120416-HDR | 12.7 | 12.7 |4.76|5.16| 1.6 0o
=5
@ SNMM150608-HDR |15.875(15.875|6.35 |6.35| 0.8 O O O
HDR SNMM150612-HDR |15.875|15.875|6.356.35| 1.2 O O
SNMM150616-HDR |15.875|15.875|6.35 |6.35| 1.6 O O
SNMM150624-HDR |15.875|15.875|6.356.35| 2.4 O O
SNMM190608-HDR | 19.05| 19.05 [6.35|7.94 (0.8 O O
For heavy
machining | SNMM190612-HDR | 19.05|19.05|6.35(7.94 1.2 O O
SNMM190616-HDR | 19.05| 19.05 [6.35|7.94 (1.6 O O O O
SNMM190624-HDR |19.05|19.05 |6.35|7.94|2.4 O O
SNMM250724-HDR | 25.4 | 25.4 [7.949.12|2.4 * ® O
SNMM250924-HDR | 25.4 | 25.4 9.525/9.12|2.4 O O
HPR SNMM190616-HPR | 19.5 | 19.05 (6.35|7.94 (1.6 * (@]
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:45° Kr:75° Kr:45° Kr:75°
Page  A168 A176 A177 A178 A179 A215

A72



Cemented carbide and cermet inserts

/— s N I:l I:l(Negative inserts)

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

a0° = [Fstee COLLVBBO VO © ©0
glc=T= — 2 IV Stainless steel © O¢ VWOLVL e
L) | o . -
D ad 3 mCast iron QLBE ®
L\ 3
s lc I Non-ferrous metal DY®
I. L S g
=" = Heatresistant alloy, Tialloy oL < < V)
(2]
L . T3y I
Dimensions(mm) Coated cemented carbide = 2
O|5Y =
Inserts Type %) °E>
shape 535S 3538888858 252838383 350 2
- - - - - - P - - — |-l S o
LGICIS |ad|r 5588088000030 085SSSS38000/0/0/28 °
M M MOMMOMOOOMODOOMOMOMOOMOMOMOOMOMONOMOMNMOMONOMOMONMNMONZZ0O0 %
H>BE>-BE>-BE-BE-E-E-ESECE B ESE S ©
SNMG090304 |9.525|9.525|3.18/3.81| 0.4 o) g
©
SNMG090308 |9.525|9.525(3.18|3.81| 0.8 (@) O §
<
SNMG120404 | 12.7 | 12.7 |4.76|5.16| 0.4 [ ] “E’
(93
SNMG120408 | 12.7 | 127 476516/ 08 |0 @ O ° o ©
SNMG120412 | 12.7 | 12.7 [4.76(5.16| 1.2 00 e
All round
SNMG120416 | 12.7 | 12.7 |476(5.16| 16 |O O
SNMG150608 |15.875(15.875/6.35|6.35| 0.8 o
SNMG150612 |15.875|15.875(6.35(6.35| 1.2 | O [ ]
SNMG190612 |19.05[19.05|6.35(7.94|12|0 @ O
SNMG190616 |19.05(19.05(6.35(7.94| 16 |0 @
SNMG250724 | 254 | 254 |7.94/912|24 |0 O @
SNMG250924 | 25.4 | 25.4 (9.525/9.12| 2.4 o e
SNMMO090304 |9.525|9.525(3.18(3.81| 0.4 le)
Allround | gNMMO090308 | 9.525 | 9.525 |3.18|3.81| 0.8 o
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 | 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  A168 A176 A177 A178 A179 A215

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuttingpa{mele_rn

A50-A51 A19/A36-A48 A22-A35 A241-A244 A73
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Cemented carbide and cermet inserts

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

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

. Steel
90 QEG
glc=T= Z [V stainless steel
cf; N et
D 2d 3 Cast iron HOE &
D 4K ©
'\..L 2 || &, |Non-ferrous metal WE
I S =5
-~ 2 Heat resistant alloy, Ti alloy ) v <
@ 9%
Dimensions(mm) Coated cemented carbide § %g‘cg';g{ggd
Inserts T ooou
gILC| S | ed 000830000 OBSSSsSsSpoanao0oes
AN NN DN DD DD DN DD DDDODDD@OAZ|Z00
S>> > >>>>>>>>>>>>>>>>>>>>5>>>
SNMM190608 | 19.05 | 19.05 |6.35|7.94 O
Allround | gNMM190612 | 19.05 | 19.05 |6.35|7.94 o
SNMM190616 | 19.05 | 19.05 |6.35|7.94 (@]
SNMM250724 254 7.94|9.12 [ )
SNMM250924 25.4 19.525/9.12
SNMAO090304 | 9.525 | 9.525 |3.18|3.81
SNMAO090308 | 9.525 | 9.525 |3.18|3.81 O O
Without SNMA120404 12.7 |4.76|5.16 (@]
chipbreaker | gNMA120408 12.7 |4.76|5.16 0 % % °
’ SNMA120416 12.7 |4.76|5.16 O O %
_ SNMA150608 |15.875(15.875|6.35|6.35
SNMA150612 |15.875(15.875|6.35|6.35
SNMA190612 | 19.05 | 19.05 |6.35|7.94 O O %
SNMA190616 | 19.05 | 19.05 |6.35|7.94 * *
*Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
Applicable tool
DSBNR/L PSBNR/L PSDNN
Kr:75° Kr:75° Kr:45°
Page  A168 A1T77

A74



Cemented carbide and cermet inserts

/— TN I:l I:I(Negative inserts) ,

(A~

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

< [Jstee COLLBRO VO © ©0
o
.5 Ml stainless steel © O LOLLE 00
@ RPN -
® mCast iron VBB @
3 7 N
& | | Non-ferrous metal 9
e Heat resistant alloy, Ti alloy v < ) )
(2]
Dimensions(mm) Coated cemented carbide = [ 2
[S]151° e =
Inserts T %) 2
shepe | P P ENBIYSYBNYBBIEELEIURBE |
LIGICIS led | 1 |5 5388300000855 SS0a0000028 °
[a [ e I ' [ o' IO o' o' o' [ o' o' o' o' o' o' o' o' o' o' o a I a'a [ a'a I a'a B o' il =l Il lf o R | ©
> > > > > > > > >>>>>>>>>>>>>>>5>> o
TNMG160404-DF [16.59.525(4.76(3.81| 04 | % @ % o} ° 3
DF &
TNMG160408-DF [16.5(9.525(4.76 | 3.81 | 0.8 * O % [} §
<
TNMG160412-DF |16.5(9.525|4.76 | 3.81 | 1.2 O O O "E’
[53
TNMG220408-DF | 22 | 12.7 |4.76 | 5.16 | 0.8 * O O ©
For finishing
TNMG220412-DF | 22 | 12.7 |4.76 |5.16 | 1.2 O
WGF |TNMX160404-WGF|16.5/9.525|4.76 | 3.81 | 0.4 * * *
TNMX160408-WGF|16.59.525(4.76 | 3.81| 0.8 | % * *
For finishing
Wiper
TNMG110304-SF | 11 | 6.35 |3.18|2.26 | 0.4 O O |%
SF
TNMG160404-SF |16.5(9.525/4.76 |3.81 | 0.4 O O %
TNMG160408-SF [16.5(9.525|4.76 | 3.81 | 0.8 O O %
TNMG220408-SF | 22 | 12.7 |4.76 |5.16 | 0.8 O O|%
For finishing
TNMG220412-SF | 22 | 12.7 |4.76 |5.16 | 1.2 O O | %

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

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90°
Page  A169 A180 A181 A182 A216

Insert cm Grade selecti@ Chipbreaker seledio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A 75



Cemented carbide and cermet inserts

e TN I:l D(Negative inserts)

(A~

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

s sldsee ©0® 0O © ©0
: .§M8tainless steel © O LOLVL ©C
- 8 mCast iron QLU (&
3
- g— Non-ferrous metal WE
g Heat resistant alloy, Ti alloy o< < < )
o
3 e . e
2 Dimensions(mm) Coated cemented carbide S ‘ggcg'gg{g}gd
g Inserts Type oL
Q ~ AN T AN T NN DN D NN T MO M on NN N N YT T
Q shape OLOLWWWIOND OO OO~ O WW— W SV O WLWIWIW| -
=2 LIGICIS |ed 1 1558333300000 355SSS580000/0/28
) M MO MM@MOM@MO®OOONDQODODOONDOOOONMOONOMOONOMONMONOMONMONOMNMAOZ|Z0A0
e > > > > > > > > > > > > > > > > > > > > > >|>|>|> >
2 TNMG110304-EF | 11 | 6.35 |3.18|2.26| 0.4 O % * O
Q
@
3 TNMG110308-EF | 11 | 6.35 |3.18/2.26| 0.8 0 % *
@
z EF TNMG160404-EF |16.5/9.525|4.76|3.81| 0.4 ® * * *
(]
@ TNMG160408-EF |16.5|9.525|4.76/3.81| 0.8 ® % * *
TNMG160412-EF |16.59.525|4.76/3.81| 1.2 O % * %
For finishing | TNMG220404-EF | 22 | 127 |4.76|5.16| 0.4 0 % * O
TNMG220408-EF | 22 | 12.7 |4.76|5.16| 0.8 O % * O
TNMG220412-EF | 22 | 12.7 |4.76|5.16| 1.2 0 % * O
WGM  TNMX160408-WGM|16.5|9.525 |4.76|3.81| 0.8 * * *
[TNMX160412-WGM|16.5|9.525 [4.76(3.81| 1.2 * * *
For semi-
finishing Wiper
TNMG110304-PM | 11 | 6.35 [3.18|2.26| 0.4 * ® O
TNMG110308-PM | 11 | 6.35 |3.18|2.26| 0.8 * O O
PM
TNMG160404-PM |16.5/9.525|4.76/3.81| 04 | k @ % * *
TNMG160408-PM |16.5|9.525 |4.76|3.81| 0.8 *x @ & © O * %k %k
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 * ® O @ % O O
finishing
TNMG220412-PM | 22 | 12.7 |4.76|5.16| 1.2 |@ % @ O O O O
TNMG220416-PM | 22 | 12.7 |4.76|5.16| 1.6 O O O

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

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90°
Page  A169 A180 A181 A182 A216

A76



Cemented carbide and cermet inserts

/- TN I:l I:l(Negative inserts)

(AR

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

= BSteel
o

Ml stainless steel

A (00 ( (AR
~ A === ~

mCast iron

Non-ferrous metal

|eusjew sosidy

Heat resistant alloy, Ti alloy

(¢
(¢

~

(¢
a

Dimensions(mm)
Inserts

Coated cemented carbide

Cermet

shape e

L |@IC| S |ed| r

YNG151C| Soed

'YBC151
'YBC251
'YBC351
YBC352
YBG102
YBG105
YBG202
YBG205
YBG212
YBG302
YBM151
YBM153
YBM215
YBM251
YBM253
YBS103
'YBD052
YBD102
YBD152
YBD252
YNG151

TNMG110308-DM| 11 | 6.35|3.18|2.26| 0.8

TNMG160404-DM | 16.5|9.525|4.76 | 3.81 | 0.4

(@]
[ ]

DM

TNMG160408-DM|16.5|9.525|4.76 | 3.81 | 0.8

TNMG160412-DM | 16.5|9.525(4.76 | 3.81 | 1.2

TNMG220404-DM| 22 | 12.7 |4.76 | 5.16 | 0.4

For semi- |TNMG220408-DM| 22 | 12.7 |4.76 |5.16 | 0.8

finishing

TNMG220412-DM| 22 | 12.7 |4.76 | 5.16 | 1.2

C @00, @i0O

TNMG220416-DM| 22 | 12.7 |4.76 | 5.16 | 1.6

OO i% % O %% O|YBC152
OO % i % % X O |YBC252

Oi0C @, ®@ . O . @@

TNMG160404-EM | 16.5|9.525|4.76 | 3.81 | 0.4

EM

TNMG160408-EM | 16.5|9.525|4.76 | 3.81 | 0.8

TNMG160412-EM | 16.5|9.525|4.76 | 3.81 | 1.2

TNMG220408-EM | 22 | 12.7 |4.76 | 5.16 | 0.8

For semi- |TNMG220412-EM | 22 | 12.7 |4.76 |5.16 | 1.2

finishing

TNMG220416-EM | 22 | 12.7 |4.76 | 5.16 | 1.6

Oi0O @0 @ ®
PR D S D
OiO O i %%
bR SR D S S S

LR TNMM160408-LR | 16.59.525(/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

LR S S o

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
Kr:91° Kr:90° Kr:60°
Page  A169 A180 A181

Insert cm

A50-A51

Grade selection reference

A19/A36-A48

PTGNR/L PTFNR/L
Kr:90° Kr:90°
A182 A216

Chipbreaker selectio@

A22-A35

Recommended cuhing@

A241-A244

A77
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Cemented carbide and cermet inserts

e TN I:l D(Negative inserts) —

) Good working condition (1) Normal working condition () Bad working condition \
PE ©0® 0O © ©0
M stainless steel Q Oe VO VEL (¥ ¥
mCast iron QLU (&

Non-ferrous metal W

=y
—

L

|eus)ew sos1dy

G
G
(¢
G
G

Heat resistant alloy, Ti alloy

Cemented|
carbide

Cermet
YNG151c| §oated

Dimensions(mm) Coated cemented carbide

Inserts T
shape P

L|@IC| S |ed| r

YBC151

O i O |YBC152
YBC251
YBC352
YBG102
YBG105
YBG202
YBG205
YBG212
YBG302
YBM151
YBM153
YBM215
YBM251
YBM253
YBS103
YBDO052

O @ O |YBD102
YBD252
YNG151

(@)
Oi0:i0i0O|YBC252

0Oi0i0i0Oi®@i0i0|0i0I0i0I0C:@®@ OO |YBC351
YD101
YD201

TNMG160408-DR |16.59.525 |4.76 |3.81| 0.8
TNMG160412-DR |16.5|9.525 [4.76 3.81| 1.2
TNMG220408-DR | 22 | 12.7 |4.76|5.16| 0.8
TNMG220412-DR | 22 | 12.7 [4.76|5.16| 1.2 o
TNMG220416-DR | 22 | 12.7 |4.76|5.16| 1.6
Forlight | TNMG270608-DR |27.5/15.875/6.35|6.35| 0.8
roughing | TNMG270612-DR |27.5|15.875|6.35 |6.35| 1.2
TNMG270616-DR |27.5|15.875(6.35(6.35| 1.6
TNMM160408-DR |16.59.525 |4.76 | 3.81/ 0.8
DR |TNMM160412-DR |16.5/9.525|4.76|3.81| 1.2
TNMM220408-DR | 22 | 12.7 |4.76|5.16| 0.8
TNMM220412-DR | 22 | 12.7 [4.76|5.16| 1.2
TNMM220416-DR | 22 | 12.7 |4.76|5.16| 1.6
For roughing | TNMM270612-DR |27.5|15.875|6.35|5.16 | 1.2
TNMM270616-DR |27.515.875/6.35 |5.16 | 1.6
ER TNMG160408-ER |16.5/9.525|4.76(3.81| 0.8
TNMG160412-ER |16.59.525 4.76|3.81| 1.2
TNMG220408-ER | 22 | 12.7 [4.76|5.16| 0.8
For roughing|TNMG220412-ER | 22 | 12.7 |4.76|5.16| 1.2

SNR |TNMG160408-SNR |16.5/9.525|4.76 |3.81| 0.8 oOe o °

® | O |YBD152

DR

SH8sUI JaWIBd puB apigJen pajuswa))

O ® @00

LD B b 4

For roughing

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

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90°
Page  A169 A180 A181 A182 A216

A78



Cemented carbide and cermet inserts

/— TN I:l I:l(Negative inserts)

(A~

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

< [Jstee C0LLVBRO VO © ©0
o
.5 Ml stainless steel © O¢ LOLLE 00
@ PP -
3 mCast iron VB (&)
3
& | | Non-ferrous metal DT®
2 Heat resistant alloy, i alloy o< v ) )
(2]
o : ‘ggs| s
Dimensions(mm) Coated cemented carbide = e 2
oSG8 =
Inserts Type o 2
LIBICIS jad|r o 5883300000355 5S28004a0028 °
DDA AN DN DN AN DIODDDDODODO@DZZOO s
> > > > > > > > >>>>>>>>>>>>>>>>5>> o
TNMM160408-HDR|16.5/9.525 |4.76|3.81| 0.8 O O g
@«
TNMM160412-HDR | 16.5|9.525 [4.76|3.81| 1.2 O O .§
HDR s
TNMM220408-HDR| 22 | 12.7 |4.76|5.16| 0.8 O O 2
(93
o
TNMM220412-HDR| 22 | 12.7 |4.76|5.16| 1.2 O O
TNMM220416-HDR| 22 | 12.7 |4.76|5.16| 1.6 O O
For heavy |[TNMM270612-HDR |27.5(15.875|6.35|6.35| 1.2 O O
machining
TNMM270616-HDR |27.5|15.875/6.35|6.35| 1.6 O 0
TNMM270624-HDR |27.5|15.875|6.35(6.35| 2.4 O O
TNMG110308 11 | 6.35 |3.18/2.26| 0.8 O
TNMG160404 16.5|9.5254.76(3.81| 0.4 (O (]
TNMG160408 16.5/9.525|4.76(3.81| 08 |[@ O @
TNMG160412 16.5/9.525|4.76(3.81| 1.2 | @ ® O @]
TNMG220404 22 | 12.7 |4.76|5.16| 0.4 | O [ ]
All round
TNMG220408 22 | 12.7 |4.76|5.16| 0.8 |O [ ] @]
TNMG220412 22 | 12.7 |476|5.16| 1.2 | @ (]
TNMG220416 22 | 12.7 |4.76|5.16| 1.6 O
TNMG270612 27.5(15.875/6.35|6.35| 1.2 [ ] [ ]
TNMG270616 27.5|15.875(6.35(6.35| 1.6 O (@]
TNMG330916 33 [19.05(9.525/7.94| 1.6 [ ]
TNMG330924 33 [19.05(9.525(7.94| 2.4 |O (@] [ ]

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

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90°
Page  A169 A180 A181 A182 A216

Insert cm Grade selecti@ Chipbreaker seledio@ Recommended cuhing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 A79



Cemented carbide and cermet inserts

e TN I:l D(Negative inserts)

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

PE COLLBBE VO © ©o
.§ Ml Stainless steel O OE LWOOOE O
8 mCast iron (&
S >
3 7 X
& 1 Non-ferrous metal WE
g Heat resistant alloy, Ti alloy o< < < )
o
3 N . T53
2 Dimensions(mm) Coated cemented carbide = ‘ggcgﬂe{g}gd
g Inserts Type [} (.z)u
o - AN - A~ NN N ANNT OO M6 NN N
Q shape OLOLWWWIOND OO OO~ O WW— W SV O W LWV W -
=2 LIGICIS led| 1T 5588880000085 SSS3580000028
) M MO MMOOM@MO®ODOONONOONDOMOOONOMOOONMOMOMOMMOMOMMOMOMONOMNDMOZZO0OA0
e > > > >>>>>>>>>>>>>>>>>>>>>>5>
§- TNMM160404 |16.5|9.525(4.76|3.81| 0.4 O
@
% TNMM160408 |16.5|9.525(4.76|3.81| 0.8 (@]
2 Allround | TNMM160412 | 16.5(9.525(4.76(3.81| 1.2 | O
=5
@ TNMM220408 22 | 12.7 |4.76|5.16 | 0.8
TNMM220412 22 | 12.7 |4.76|5.16 | 1.2 [ ] (@) @)
TNMM220416 22 | 12.7 |4.76|5.16 | 1.6
TNMM270616 |27.5(15.875/6.35|6.35| 1.6 [ ]
TNMA160404 |16.5(9.525|4.76|/3.81| 0.4 O % %
TNMA160408 |16.5(9.525|4.76/3.81| 0.8 |O * k * O
Without
chipbreaker | TNMA160412 |16.5|9.525(4.76|3.81| 1.2 * O O
. TNMA160416 |16.5|9.525|4.76|/3.81| 1.6 O O O
_ TNMA220404 | 22 | 12.7 |4.76|5.16| 0.4 O O O
TNMA220408 22 | 12.7 |4.76|5.16| 0.8 O O O
TNMA270616 |27.5|15.875/6.35/6.35| 1.6 (@)

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

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90°
Page  A169 A180 A181 A182 A216

A80



Cemented carbide and cermet inserts

/— VN I:l I:l(Negative inserts) —

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

L SLdsee O0VLBBO VO @ ©0
: X 9] ) ) )
a1.C A 2 M stainless steel © 0O LOLLE Q<
- 5] R -
U ol ngastiron 0L ©
L ) & | | Non-ferrous metal &
s| © ) PN A = 5
i Heat resistant alloy, Ti alloy ilv; < W) ~
{2}
— . B33 3
Dimensions(mm) Coated cemented carbide s ‘ggcgmtgd 2
Inserts Type O"z; g
: AT 000380000008 SS===2000000028 °
s Qs Qs Qs W B W W B M S s o M o o M o o o Qo B o ol o | -l -4 R W e S
> > >>>>>>>>>>>>>>>>>>>>55>> >
DF VNMG160404-DF |16.6]/9.525(4.76(3.81| 0.4 * @ % [ ] g
©
VNMG160408-DF |16.6|/9.525(4.76(3.81| 0.8 * O O ‘§
<
[0}
£
[93
For finishing ©
EF VNMG160404-EF |16.6]/9.525|4.76 (3.81| 0.4 O % * *
g VNMG160408-EF |16.6]/9.525|4.76 (3.81| 0.8 * * %
VNMG160412-EF {16.6]/9.525(4.76(3.81| 1.2 O % * O
For finishing
NF VNEG160404-NF |16.6]/9.525|4.76 |3.81| 0.4 O % O
VNEG160408-NF |16.6]/9.525(4.76 |3.81| 0.8 O % O
For finishing
NGF VNEG160408-NGF |16.6|9.525(4.76(3.81| 0.8 o e O
I VNEG160412-NGF |16.6|9.525(4.76(3.81| 1.2 oe (e}
For finishing
SF VNMG160404-SF |16.6]/9.525|4.76 (3.81| 0.4 (@) O %
E VNMG160408-SF |16.6|/9.525(4.76(3.81| 0.8
For finishing

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

Applicable tool

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

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuﬂing@

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



Cemented carbide and cermet inserts

e VN I:l D(Negative inserts)

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

PE COLLBO VO © ©0
.§ M stainless steel QL O LWOOOLE @6
8 mCast iron QLU (&
=l s
& 1 Non-ferrous metal O
g Heat resistant alloy, Ti alloy o< < < <
<)
3 Efse
o Dimensions(mm) Coated cemented carbide = i
2 8 88 carpide
e Inserts
g shape ke ENENEONBNSYNER RN Yy o5 0
— - o o - =
=2 LIGICIS jad I 155508300000 0855SSS5800000/28
< NN AN AN NN DNDDDDDODND@AZ|ZQ 0O
o S>>E>>>>>>>>>>>>>>>>>>>>>>>>
§ PM VNMG160404-PM (16.6/9.525|4.76|3.81| 0.4 * ® O O O O
@
g VNMG160408-PM |16.6/9.525 4.76(3.81| 0.8 | + @ O * % O
2  |VNMG160412-PM |16.6|9.5254.76 3.81| 1.2 0o oo
e For semi-
@ finishing
DM VNMG160408-DM (16.6|9.525|4.76|3.81| 0.8 * @ O @]
VNMG160412-DM (16.6|9.525 |4.76 |3.81| 1.2 O O O (@]
For semi-
finishing
EM  |VNMG160404-EM|16.69.525 4.76 381 0.4 ® % *x
@VNMG1GO408-EM 16.6/9.525|4.76|3.81| 0.8 ® * * *
For semi-
finishing
NM VNMG160412-NM (16.6|9.525|4.76 |3.81| 1.2 O % O (@]
For semi-
finishing
SNR VNMG160408-SNR|(16.6|9.525|4.76|3.81| 0.8
VNMG160412-SNR|(16.6|9.525 |4.76 |3.81| 1.2
For roughing
VNMG160404 16.6/9.525|4.76(3.81| 0.4 |O
All round
VNMG160408 16.6/9.525|4.76|3.81| 0.8 | @
g

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

Applicable tool

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

A82



Cemented carbide and cermet inserts

WN I:I I:l (Negative inserts)
/— () Good working condition (X' Normal working condition
< [Jsteel COLLEBL Vo ©

M Stainless steel © OL

mCast iron

Non-ferrous metal @

(=) Bad working condition )

|eusew sosid

(¢

~

G
G

Heat resistant alloy, Ti alloy

Inserts
shape

Type

Dimensions(mm)

Coated cemented carbide

Cermet

@l1.C

S

od

'YBC151
'YBC251
YBC252
'YBC351
'YBC352
YBG102
YBG105
YBG202
'YBG205
YBG212
YBG302
YBM151
YBM153
YBM215
YBM251
YBM253

YNG151c| Soated

YBS103
'YBD052
'YBD102
YBD152
'YBD252
YNG151

DF

For finishing

WNMGO06T304-DF

6.5

9.525

3.97

3.81

0.4

WNMGO06T308-DF

6.5

9.525

3.97

3.81

0.8

WNMGO06T312-DF

6.5

9.525

3.97

3.81

1.2

WNMG060404-DF

6.5

9.525

4.76

3.81

0.4

WNMG060408-DF

6.5

9.525

4.76

3.81

0.8

WNMG060412-DF

6.5

9.525

4.76

3.81

1.2

WNMG080404-DF

8.7

12.7

4.76

5.16

0.4

WNMG080408-DF

8.7

12.7

4.76

5.16

0.8

® OO0 @0

WNMG080412-DF

8.7

12.7

4.76

5.16

1.2

O i OLO % i »*»ix%

C e . ®@ ® o e

WGF

For finishing
Wiper

WNMG060404-WGF

6.5

9.525

4.76

3.81

0.4

WNMG060408-WGF

6.5

9.525

4.76

3.81

0.8

WNMG080404-WGF

8.7

12.7

4.76

5.16

0.4

WNMG080408-WGF

8.7

12.7

4.76

5.16

0.8

* % % % | O % % % %% % % X% |YBC152

LD S R o

L D B o

SF

For finishing

WNMGO06T304-SF

6.5

9.525

3.97

3.81

0.4

WNMGO06T308-SF

6.5

9.525

3.97

3.81

0.8

WNMGO06T312-SF

6.5

9.525

3.97

3.81

1.2

WNMG060404-SF

6.5

9.525

4.76

3.81

0.4

WNMG060408-SF

6.5

9.525

4.76

3.81

0.8

WNMG080404-SF

8.7

12.7

4.76

5.16

0.4

WNMG080408-SF

8.7

12.7

4.76

5.16

0.8

©iO0l0j0}|O0]0i O

* ok k%

WNMG080412-SF

8.7

12.7

4.76

5.16

1.2

O

000001000

% Recommended grade (always stock available)

Applicable tool

DWLNR/L PWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95°
Page A171 A183 A217

Insert cm

A50-A51

Grade selection reference

A19/A36-A48

Chipbreaker selectio@

A22-A35

@Available grade (always stock available) O

Recommended cuttingpa{mele:sw

A241-A244

=

ake-to-order

A83
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SH8sUI JaWIBd puB apigJen pajuswa))

Cemented carbide and cermet inserts

e WN I:l D(Negative inserts)

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

s ﬁ Steel
19

@

.§ Ml Stainless steel (@ LOL LK
I [0} —
] mCast iron DO
od 3
g— Non-ferrous metal
g Heat resistant alloy, Ti alloy o< < < <
@ kit
Dimensions(mm) Coated cemented carbide § §§
Inserts Type o (Z)u
shape A I R R A R e .
GICIS|ed 1 155808800000 8355SSSS380000028
M MO MMOMOM@MO®OODODOOONDOOOONMOONOMOOMOMOMONOMONOMNMOZZO0A0
> > > > > > > > >>>>>>>>>>>>>>>>>>
WNMGO06T304-EF |6.5|9.525|3.97|3.81| 0.4 O % * O
WNMGO06T308-EF | 6.5|9.525|3.97|3.81| 0.8 O % * O
EF
WNMGO06T312-EF | 6.5|9.525|3.97|3.81| 1.2 O % * O
WNMG060404-EF |6.5|9.525|4.76(3.81| 0.4 ® * O
WNMG060408-EF |6.5|9.525|4.76(3.81| 0.8 ® * * O
For finishi
OrtiniShiNg |\ NMG080404-EF | 8.7 | 12.7 |4.76/5.16| 0.4 o e % * *
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 o}
WNEG080408-NF |8.7 | 12.7 |4.76|5.16| 0.8 0
For finishing
WGM  |WNMG060408-WGM | 6.5 |9.525|4.76|3.81| 0.8 * * *
WNMG060412-WGM | 6.5 |9.525 4.76|3.81| 1.2 * * *
WNMG080408-WGM | 8.7 | 12.7 |4.76|5.16| 0.8 * * *
For semi-
fic\ilshing WNMG080412-WGM | 8.7 | 12.7 |4.76|5.16| 1.2 * * *
iper

Applicable tool

DWLNR/L
Kr:95°

Page A171

A84

* Recommended grade (always stock available)

PWLNR/L
Kr:95°

A183

PWLNR/L
Kr:95°

A217

@ Available grade (always stock available)




Cemented carbide and cermet inserts

/— WN I:I I:l (Negative inserts)
() Good working condition (X' Normal working condition
< [Jsteel COLLEBL Vo ©

M Stainless steel © OL

mCast iron

Non-ferrous metal @

(=) Bad working condition )

|eusew sosid

(¢

~

G
G

Heat resistant alloy, Ti alloy

Inserts
shape

Type

Dimensions(mm)

Coated cemented carbide

Cermet

al1.c

S

od

'YBC151
YBC352
YBG102
YBG105
YBG202
'YBG205
YBG212
'YBG302
'YBM151
YBM153
YBM215
YBM251
YBM253
YBS103
'YBD052

YNG151c| Soated

'YBD252
YNG151

PM

For semi-
finishing

WNMG060408-PM

6.5

9.525

4.76

3.81

® YBC251
O |YBC351

WNMG060412-PM

6.5

9.525

4.76

3.81

% | % |YBD102
% | % |YBD152

WNMG080404-PM

8.7

12.7

4.76

5.16

WNMG080408-PM

8.7

12.7

4.76

5.16

*
*
*

WNMG080412-PM

8.7

12.7

4.76

5.16

% O O % YBC152

* kK

WNMG080416-PM

8.7

12.7

4.76

5.16

O O

WNMG080608-PM

8.7

12.7

6.35

5.16

0.8

DM

For semi-
finishing

WNMGO06T304-DM

6.5

9.525

3.97

3.81

0.4

WNMG06T308-DM

6.5

9.525

3.97

3.81

0.8

WNMGO06T312-DM

6.5

9.525

3.97

3.81

WNMG060408-DM

6.5

9.525

4.76

3.81

WNMG060412-DM

6.5

9.525

4.76

3.81

WNMG080404-DM

8.7

12.7

4.76

5.16

*x ®

WNMG080408-DM

8.7

12.7

4.76

5.16

* @

WNMG080412-DM

8.7

12.7

4.76

5.16

* @

WNMG080416-DM

8.7

12.7

4.76

5.16

O % % % 0 %  O;0:0|O0:0 % % :0:0:O0 |YBC252

EM

For semi-
finishing

WNMGO06T304-EM

6.5

9.525

3.97

3.81

WNMGO06T308-EM

6.5

9.525

3.97

3.81

WNMGO06T312-EM

6.5

9.525

3.97

3.81

WNMG060404-EM

6.5

9.525

4.76

3.81

0.4

WNMG060408-EM

6.5

9.525

4.76

3.81

0.8

WNMG080404-EM

8.7

12.7

4.76

5.16

0.4

WNMG080408-EM

8.7

12.7

4.76

5.16

0.8

LD D D D B D
*i % 0,00, 0:0
LR R D D B D o

WNMG080412-EM

8.7

12.7

4.76

5.16

1.2

® @6 @ 6 O . O 00

* *x ok

* Recommended grade (always stock available)

Applicable tool

DWLNR/L PWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95°
Page A171 A183 A217
Insert cm Grade selecti@ Chipbreaker selectio@nce»
A50-A51 A19/A36-A48

A22-A35

@ Available grade (always stock available)

Recommended cuttingpa{mete:sw

A241-A244

OMake-to-order

A85
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SH8sUI JaWIBd puB apigJen pajuswa))

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

Cemented carbide and cermet inserts

(AR

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

At
< [Jsteel o0 5y QO
o
S 5 MStainIess steel 7 (D LWOOLOLE (el'e
] I} § .
3 mCast iron QLB @
ad 3 o
2 || | Non-ferrous metal Dy
2 Heat resistant alloy, Ti alloy ) < < )
@ |2y
Dimensions(mm) Coated cemented carbide § g%cgggg{g}gd
Inserts Type )
shape F N N p YNBSS R3NYY Y56
LIGICISled 1 5580880000005 SS5a80000028
M MO MM@OMOM@MO®OOONONODOOONOMOOONMOONOMOMOMOMMOMOMMONOMNMOZZO0OA0
> > > > > > >>>>>>>>>>>>>>>>>>>>
NM WNMG080408-NM (8.7 | 12.7 |4.76|5.16| 0.8 O % ¢ o)
WNMG080412-NM (8.7 | 12.7 |4.76|5.16| 1.2 O % (@] (@)
For semi-
finishing
DR WNMG060408-DR |6.5|9.525|4.76|3.81| 0.8 O O O
WNMGO060412-DR [6.5|9.525|4.76|3.81| 1.2 O O O O
WNMG080408-DR (8.7 | 12.7 |4.76|5.16| 0.8 [elie} o0
WNMG080412-DR |8.7| 12.7 |4.76|5.16| 1.2 O O [ BN ]
F hi
or 149NN |\ NMG080416-DR |8.7| 12.7 |4.76/5.16| 1.6 o 00
SNR |WNMG080408-SNR 8.7 | 12.7 |4.76|5.16| 0.8 ¢}
WNMGO080412-SNR | 8.7 | 12.7 |4.76|5.16| 1.2 O
For roughing
WNMAO06T308 6.5]9.525|3.97/3.81| 0.8 (@)
WNMA060404 6.5(9.525(4.76/3.81| 0.4 e
Without
chipbreaker WNMA060408 6.5(9.525(4.76/3.81| 0.8 * O O
WNMAO060412 6.5(9.525(4.76/3.81| 1.2 @)
WNMAO080404 8.7| 12.7 |4.76|5.16| 0.4 (@]
WNMA080408 8.7| 12.7 |4.76|5.16| 0.8 * * *
WNMA080412 8.7| 12.7 |4.76|5.16| 1.2 * * k
WNMA080416 8.7| 12.7 |4.76|5.16| 1.6 *

Applicable tool

DWLNR/L
Kr:95°

Page

A86

A171

* Recommended grade (always stock available)

PWLNR/L
Kr:95°

A183

PWLNR/L
Kr:95°

A217

@ Available grade (always stock available)

OMake-to-order



General Turning Inserts

Cemented carbide and cermet inserts

e KNI:”:I(Negative inserts)
(&) Good working condition (1*' Normal working condition () Bad working condition \
r — -
3 = [Fstee OOVLEBE O © ©0O
LW = ey
= I Z M stainless steel © OL LOLLL (D[S
o a @ g P -
» ¢ ~ g mCast iron OLOE =
br 2 | |Non-ferrous metal D
R-type shown 12° 2 Heat resistant alloy, Ti alloy O < & <
o , T[33
Dimensions(mm) Coated cemented carbide ,,E, = Bl
S(GY -
Inserts Type =
shape R EEEERE R R R R R b .
Lal L {IW S ibririo 5 8883000008555 5SS580000028
fraJva Jrvo v v Jes B S Wi S S B Qe v o o o s« R Mo e e | -4 -4 W W )
> > > > > > > > >>>>>>>>>>>>>>>>>>
KNUX160405L11| 16 [16.159.525|4.76| 2.2 |0.5| O ® % O °
KNUX160410L11| 16 [16.159.525(4.76| 2.2 |1.0 [ ] o
KNUX160405L12| 16 |16.15/9.525|4.76| 2.2 |0.5| O [ ) o)
KNUX160410L12| 16 |16.15/9.525(4.76/ 2.2 |[1.0|O O @ @)
KNUX160415L12| 16 |16.15/9.525|4.76| 2.2 |1.5 (@)
d KNUX160405R11| 16 16.15/9.525|4.76| 2.2 (0.5| @ C el ) Y
Profile turning KNUX160410R11| 16 [16.15/9.525|4.76| 2.2 |1.0| O [ O
KNUX160405R12| 16 [16.159.525(4.76| 2.2 |0.5| @ (] o
KNUX160410R12| 16 [16.15/9.525|4.76/ 2.2 [1.0|O O @ @) @)
KNUX160415R12| 16 [16.15|9.525(4.76| 2.2 [1.5 O
Note: KNUX160405L11 * Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order

Chipbreaker code: 11—Declining chipbreaker

Applicable tool

CKJNR/L
Kr:93°

Page A204

Insert cm

CKNNR/L
Kr:63°

A204

A50-A51

Grade selection reference

A19/A36-A48

Chipbreaker selectio@

A22-A35

12— Straight chipbreaker

Recommended cuﬂing@

A241-A244

A87

[22]
h =
)
(2]
£
-
©
£
£
@
o
©
c
©
[
o
8
2
IS
o
-
]
L
c
)
£
o)
(&)



Cemented carbide and cermet inserts

e Heavy turning(Negative inserts)

() Good working condition (%) Normal working condition (=< Bad working condition \
L oEBSteel Q0O O © @ AN
2 M stainless steel O W WO VWE e
[9) NP
3 mCast iron QLB &
r"90° 3 o
& |, Non-ferrous metal OE
[ Iw &
= Heatresistantalloy, Tialloy %) ) ) )
e)
3 N . B3y
3 Dimensions(mm) Coated cemented carbide 5 ‘ggcgggifggd
g Inserts Type = %u
= ; 01T 15500000000 ODBSS=S==nao00a 002
@ [a e v s B B S S S B Jw v B vo o =< s Mo s « e e M v B v =4l =4 i W
© >>>>>>>>>>>>>>>>>>>>>>>>>>
§ 175.32-191940-22 (19.05| 10 {19.05/6.35| 4.0 | @ [ ]
@
% 175.32-191940-27 |19.05| 10 (19.05| 7.2 | 4.0 o
s
(73
[}
=3
7]
Inserts for
train wheel
hub
175.32-191940-24 (19.05| 10 [19.05|6.35| 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|6.35/4.0 | @ % ® O
Inserts for
train wheel
hub

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

A88



Cemented carbide and cermet inserts

/— cc I:l D(Positive inserts)

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

< [Jstee C0LLBRO VO © ©0
o
.é" Ml stainless steel ©@ QL LQOOVLL (Ve
(0] - g -
® mCast iron VBB ®
3
& | | Non-ferrous metal DR
e Heat resistant alloy, Ti alloy o< v ) )
(2]
. . B3s >
Dimensions(mm) Coated cemented carbide o ‘ggcgmtgd 2
oo -=
Inserts Type %) 2
LIGICIS jed| T 1553883 000008355SSSSp00000028 ©
[a [ e I ' [ ' [ o' o' Yo' [N o' o' o' o' o' o' o' o' o' O a'a I o a I a'a S a'a I a'a B o a l =l b=l o R | ©
S>> > >>>>>>>>>>>>>>>>>>>55>> >
USF  |ccGT09T301R-USF |9.7|9.525(3.97| 4.4 | 0.1 0o 3
©
(&)
CCGTO09T302R-USF |9.7|9.525|3.97| 4.4 | 0.2 ® O 3
<
[0}
For extra |CCGT09T304R-USF [9.79.525(3.97| 4.4 | 0.4 O O aE>
finishing (&)
USF  |ccGT09T301L-USF |9.7|9.525(3.97| 4.4 | 0.1 0o
CCGT09T302L-USF |9.7|9.525|3.97| 4.4 | 0.2 ® O
Forextra |CCGT09T304L-USF [9.7|9.525(3.97| 4.4 | 0.4 O O
finishing
SF CCGT060202-SF [6.4| 6.35 |2.38| 2.8 | 0.2
E CCGT060204-SF |6.4| 6.35 |2.38| 2.8 | 0.4 (@]
CCGTO09T304-SF |9.7|9.525(3.97| 4.4 | 0.4 o) e)
For extra
finishing
CCMT060202-HF (64| 6.35 (2.38(28 | 02| * @ % ° o} o}
CCMT060204-HF (6.4| 6.35 |2.38/ 28 (04|  ® O ° e (o |o
HF CCMT060208-HF |6.4| 6.35 |2.38| 2.8 | 0.8 * @ [ ] (@] [}
CCMTO09T302-HF |9.7|9.525|3.97| 4.4 | 0.2 ® O [ ) [} O
CCMTO09T304-HF |9.7(9.525|3.97|4.4 04| % ® % O ° ee® (@0 O
For finishing |CCMTO09T308-HF [9.7|9.525(3.97| 4.4 | 0.8 * ® O O ® e} O 0O [} O O
CCMT120404-HF [12.9 12.7 |4.76|556| 04 |@ O @ O [ J 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/L SCLCR/L
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
Page A184 A185 A218 A232 A233

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuttingpa{mele:sw

A50-A51 A19/A36-A48 A22-A35 A241-A244 A89



Cemented carbide and cermet inserts

(A~

a CCD D(Positive inserts) ~
) Good working condition (1) Normal working condition () Bad working condition

PE ©0® 0O © ©0
M Stainless steel 0 We LoV (Gl
mCast iron QLU (&

Non-ferrous metal W

|eus)ew sos1dy

G
G
(¢
G
G

Heat resistant alloy, Ti alloy

Cemented|

Dimensions(mm) Coated cemented carbide emente

Cermet
YNG151c| §oated

Inserts
shape

Type
L |@IC| S |ed]| r

YBG105
YBG212
YBG302
YBM151
% |YBM153
O |YBM215
YBM251
YBM253
YBS103
YBDO052
YBD102
YBD152
YBD252
YNG151

YBC352
® © 06 o o o o o o o o YBG202

YBC151
YBC152
YBC251
YBC252
YBC351
O:0;0:0:0:0O ;0O |YBG102
YD101
YD201

CCMT060202-EF | 6.4 | 6.35 |2.38| 2.8 | 0.2

CCMTO060204-EF | 6.4 | 6.35 |2.38| 2.8 | 0.4
EF

CCMTO09T302-EF | 9.7 |19.525|3.97| 4.4 | 0.2

SH8sUI JaWIBd puB apigJen pajuswa))

CCMTO09T304-EF | 9.7 |19.525|3.97| 4.4 | 0.4

CCMTO09T308-EF | 9.7 |19.525|3.97| 4.4 | 0.8

o
*

For finishi
OrinisiNg | ceMT120404-EF |12.9] 12.7 |4.76|5.56| 0.4

X % % % % % | % |YBG205
*
i 00

O | »
00

CCMT120408-EF |12.9| 12.7 |4.76|5.56| 0.8

CCMT060204-HM | 6.4 | 6.35 |2.38| 2.8 | 0.4

HM CCMT060208-HM | 6.4 | 6.35 |2.38| 2.8 | 0.8

CCMTO09T304-HM | 9.7 [9.525|3.97| 44 | 0.4 | @

CCMTO09T308-HM | 9.7 (9.525|3.97| 4.4 | 0.8

CCMT120404-HM |12.9| 12.7 |4.76(5.56| 0.4
For semi-

finishing | CCMT120408-HM (12.9| 12.7 {4.76|5.56| 0.8

LD B O 4
e O @@ @ 0 O
e O @ @ O @
e O ®© o . 0 0

O

O % % % % % *
C.e. @ ®© o 0 @
ORN BNCEN NN BECEN ]

CCMT120412-HM (12.9| 12.7 |4.76|5.56| 1.2

CCMTO060204-EM | 6.4 | 6.35 |2.38| 2.8 | 0.4

EM CCMTO060208-EM | 6.4 | 6.35 |2.38| 2.8 | 0.8
CCMTO09T304-EM | 9.7 |9.525|3.97| 4.4 | 0.4
. 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

Oi{O0 % *%{0|O
LB D B D N

e o © 0 0 o0 o
L D D D I

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/L SCLCR/L
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
Page A184 A185 A218 A232 A233

A90



Cemented carbide and cermet inserts

/— cc I:l D(Positive inserts)

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

< [Jstee C0LLVBRO VO © ©0
o
Z M Stainless steel © O (00 ) (1) 06
@ e -
3 mCast iron VOB ®
3
& | | Non-ferrous metal DYy
e Heat resistant alloy, Ti alloy o< v ) )
‘u'ig*;,|
Dimensions(mm) Coated cemented carbide § ggcgmtgd
Inserts Type 5
shape =N = = QDAY N QN =@ Do NN N N
° o BEEEREREE R R T R R RS
: O0O0OO0OOOOOOOOOSS===n0000l002 &
[a [ e I ' [ ' IR o' o' Yo' [N o' o' o' o' o' o' o' S a'a Y a'a A a'a S o a I a'a [ a'a B o a e (=l b=l /. R |
> > > > > > > > S>> > > > > > > > > >S5
CCMT060204-HR | 6.4 |6.35(2.38| 2.8 | 0.4 O @ OO0 O
HR CCMT060208-HR | 6.4 | 6.35(2.38| 2.8 | 0.8 O e [ ] [ ] [ ]
CCMTO09T304-HR | 9.7 |9.525|3.97| 4.4 | 0.4 (] (@) @)
CCMTO09T308-HR | 9.7 (9.525(3.97| 4.4 | 0.8 * ® % @ [ ] [ B I J [ ]
For roughing | CCMT120408-HR |12.9) 12.7 |4.76|5.56 | 0.8 e o o ) )
CCMT120412-HR |12.9| 12.7 |4.76|5.56| 1.2 (Ol ] (]
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 *
CCGX09T304-LC | 9.7 |9.525/3.97| 44 | 0.4 *
ForAl | CCGX09T308-LC | 9.7 |9.525(3.97| 4.4 | 0.8 *
i
Machining | ccGXx120404-LC [12.9] 12.7 |4.76| 55 | 0.4 *
CCGX120408-LC |12.9/12.7 |4.76| 5.5 | 0.8 *
LH CCGX060202-LH | 6.4 |6.35|2.38/ 2.8 | 0.2 *
r~1 CCGX060204-LH | 6.4 | 6.35 |2.38| 2.8 | 0.4 %o
4
_ CCGX060208-LH | 6.4 |6.35(2.38| 2.8 | 0.8 *
For Al
machining | CCGX09T302-LH | 9.7 |9.525/3.97| 4.4 | 0.2 *

* Recommended grade (always stock available)

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

Applicable tool

SCACR/L SCLCR/L SCLCR/L
Kr:90° Kr:95° Kr:95°
Page A184 A185 A218

Insert cm

A50-A51

Grade selection reference

A19/A36-A48

SCFCR/L SCLCR/L
Kr:90° Kr:95°
A232 A233

Chipbreaker selectio@

A22-A35

Recommended cuttingpa{mele:sw

A241-A244

A91

(2]
T
(93
(7]
=
=
[}
£
£
Q
o
el
c
©
(o)
ke
o
2
©
(&)
kel
jo)
2
=
[0}
=
(93
(&)



Cemented carbide and cermet inserts

e CCD I:l(Positive inserts)

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

gﬁSteel COLVBVLO VL © ©0
2 Ml Stainless steel Q@ Ve LQOOLL O
@ g -
3 mCast iron QLU ®
3 7 X
% Non-ferrous metal OWE
g Heat resistant alloy, Ti alloy i) < < )
o
3 B
2 Dimensions(mm) Coated cemented carbide g §§ g;rgi"d';"
g Inserts Type oL
Q ~ AN T AN T AN DN LD NN T MO MmN NN N YT
Q shape L WOWWODWIIOMO O OO «— O WLW - WL SO W W|(WV|(W| -
=2 LIGICIS jed | 1 16 5888800000855 SSS580000028
) M MO MM@MOMO@MO®OONDODODOONDOOOONOMOMONOMONMMOMOMMOMMOMMOMMAMMZ|ZOAD
e > > > > > > > > > > > > > > > > > > > > > >|>|>|> >
§ CCGX09T304-LH | 9.7 [9.525|3.97| 4.4 | 0.4 * @
@
% LH CCGX09T308-LH | 9.7 |9.525(3.97| 4.4 | 0.8 *
2 r~1 CCGX120402-LH |12.9|12.7 |4.76|5.56| 0.2 o
=3 T /‘
@ - CCGX120404-LH [12.9|12.7 |4.76|5.56| 0.4 *
ForAl | CCGX120408-LH |12.9| 12.7 |4.76|5.56| 0.8 *
machining
CCGX120412-LH [12.9|12.7 |4.76|5.56| 1.2 @)
CCMW060204 6.4 16.35|2.38| 2.8 | 0.4 [
Without
chipbreaker | CCMWO09T304 9.7 |9.525|3.97| 4.4 | 0.4 o0
[es ] ’ CCMWO9T308 | 9.7 [9.525(3.97| 4.4 | 0.8 | O o
CCMW120404 12.9]12.7 |4.76|5.56| 0.4 )
CCMW120408 12.9112.7 |4.76|5.56| 0.8 ® O

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

Applicable tool

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

A92



Cemented carbide and cermet inserts

/— D c I:l D (Positive inserts)

(=) Bad working condition )

() Good working condition (X' Normal working condition
= [Istee C0LLBRO VO © ©0
o
Z M Stainless steel © O GO0 E e
@ P .
3 mCast iron VOB @
=
& | | Non-ferrous metal &
e Heat resistant alloy, Ti alloy o< v ) <
{2}
— . e 5
Dimensions(mm) Coated cemented carbide e e 2
S68 =
Inserts Type 5 2
LIGICISedir |5 5838838000000 55SSS0a000/002S8 °
DN O NN O NN NN DOIDDDNDOEOAZZ00O S
S>> >>>>>>>>>>>>>>>>>>>55>5 N
DCGT0702005R-USF| 7.8 | 6.35 |2.38(2.8|0.05 ® O 2
USF S
DCGT070201R-USF | 7.8 | 6.35 {2.38|2.8| 0.1 ® O 3
<
a DCGT070202R-USF | 7.8 | 6.35 {2.38|2.8( 0.2 ® O GE’
[93
o
Forextra |DCGT11T301R-USF |11.6(9.525(3.97 4.4| 0.1 oo
finishing
DCGT11T302R-USF |11.6(9.525(3.97|4.4| 0.2 ® O
USF DCGT0702005L-USF | 7.8 | 6.35 {2.38|2.8(0.05 O O
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
Forextra |DCGT11T301L-USF |11.6/9.525|3.97| 4.4 0.1 0o
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 (e} @)
SF DCGTO070204-SF | 7.8 | 6.35 |2.38/2.8| 0.4 o) le)
w DCGTO070208-SF | 7.8 | 6.35 (2.38/2.8| 0.8 O
DCGT11T302-SF | 11.6|9.525(3.97|4.4| 0.2 O 0|0
For extra
finishing DCGT11T304-SF |11.6|9.525(3.97|4.4| 0.4 (@)
DCGT11T308-SF |11.6/9.525(3.97|4.4| 0.8 (@) (@)
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 [ ] (@] [ ]
DCMT070208-HF | 7.8 | 6.35 (2.38/2.8| 0.8 O O O
DCMT11T302-HF |11.6|9.525|3.97|4.4| 0.2 * ® O e}
For finishing [DCMT11T304-HF |11.6|9.525|3.97|4.4| 0.4 * @ % O [ J O O ®
DCMT11T308-HF |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°30" Kr:93° Kr:95°
Page  A186 A187 A188 A219 A220 A221

Insert cm

A50-A51

Grade selection reference

A19/A36-A48

Chipbreaker selectio@

Recommended cuttingpa{mele:sw

A22-A35 A241-A244

A93




Cemented carbide and cermet inserts

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

() Good working condition (%) Normal working condition (% Bad working condition \
PE OOLLVLBRE VO © ©0
.§ Ml Stainless steel © O LWOOOE OC
8 mCast iron QLU (&
S P
g— Non-ferrous metal WE
g Heat resistant alloy, Ti alloy o< < < <
o
3 Efse
2 Dimensions(mm) Coated cemented carbide £ | & Cemented
: 3138 o
e Inserts Type &)
8 shape O RRERSS888 808088888 Rbb - o
S LIGICIS |adr 5500880000005 SSS0o00000028
) M M MOOO0OMNO0OO0OO0OMOMOOOOOMO0NMNDO0DOM@OMaMmZ|/ 200
e > > > > > > > > > > > > > > > > > > >>>>|>|>> >
§ DCMT070202-EF | 7.8 | 6.35 |2.38| 2.8 | 0.2 O ex% * O
@
g EF DCMT070204-EF | 7.8 | 6.35 |2.38| 2.8 | 0.4 O ® * * O
2 ’ DCMT11T302-EF | 11.6|9.525(3.97 4.4 | 0.2 0O e % * O
=5
@ DCMT11T304-EF | 11.6(9.525|3.97|4.4 | 0.4 @] ® % * O
For finishing
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 * @ % @ [ ] [ ] [ ]
DCMT070208-HM | 7.8 | 6.35 (2.38/ 2.8 | 0.8 * @ % O O (@)
DCMT11T304-HM | 11.69.525|3.97| 4.4 |04 | @ % ® % O [ ] [ ] [ BN [} ® O
For semi- DCMT11T308-HM | 11.6|9.525|3.97|4.4 |08 |@ % ® % @ [ ] [ ] ® O O (@]
finiShing | B CMT11T312-HM | 11.6|9.525|3.97| 4.4 | 1.2 0
EM DCMT070204-EM | 7.8 | 6.35 [2.38/ 2.8 | 0.4 o % o %
’ DCMT070208-EM | 7.8 | 6.35 |2.38| 2.8 | 0.8 ® * O *
DCMT11T304-EM | 11.6 (9.525|3.97| 4.4 | 0.4 ® % O *
For semi-
finishing 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°30' Kr:93° Kr:95°
Page  A186 A187 A188 A219 A220 A221

A94



Cemented carbide and cermet inserts

/— D c I:l D (Positive inserts)

(A~

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

A
= [Istee C0LLBRO VO © ©0
o
Z M Stainless steel © O LWOLVLL QC
@ ot :
3 mCast iron VOB &
3 N
& | | Non-ferrous metal DR
e Heat resistant alloy, Ti alloy o< v ) )
(2]
— . B33 5
Dimensions(mm) Coated cemented carbide &[5 E[Cemented 2
Inserts Type O“z)" g
LIGICIS ledir |5 5 3838000008555 5S5a8a000a0028 °
[a [ e I ' [ o' IO o' o' o' [ o' o' o' o' o' o' o' o' o' A a'a o a I a'a S a'a R a'a B0 a Bl (=l [~ Y o R | ©
> > > > > > > x> > > > > 555> s
HR DCMT11T304-HR | 11.69.525(3.97 |44 0.4 O ®@ OO o] o e g
©
DCMT11T308-HR | 11.6|9.525|3.97 | 4.4 | 0.8 ® ®@ x O @] O e e ‘§
<
DCMT11T312-HR | 11.6|9.525|3.97 | 4.4 |1.2 O e “E’
(93
For roughing ©
Lc DCGX070201-LC | 7.8 | 6.35 | 2.38 | 2.8 | 0.1 *
DCGX070202-LC | 7.8 | 6.35 [2.38 | 2.8(0.2 *
DCGX070204-LC | 7.8 | 6.35 [2.38 | 2.8(0.4 *
For Al DCGX11T304-LC | 11.6|9.525|3.97 | 4.4 |0.4 *
machining | b Gx11T308-LC | 11.6|9.525] 3.97 | 4.4 | 0.8 *
LH DCGX070202-LH | 7.8 | 6.35 [2.38 | 2.8(0.2 *
DCGX070204-LH | 7.8 | 6.35 | 2.38|2.8|0.4 * O
S —
o DCGX11T302-LH |11.6(9.525(3.97 | 4.4 (0.2 *
For Al DCGX11T304-LH | 11.6(9.525|3.97 | 4.4 |0.4 *
hini
machining | peGEX11T308-LH [ 11.6(9.5253.97 4.4 |0.8 o
Without | DCMW070204 7.8 |6.35(2.38|28(04 0
chipbreaker
P DCMW11T304 | 11.6(9.525|3.97 | 4.4 |0.4 °
J DCMW11T308 [11.6(9.525(3.97 | 4.4(0.8 °

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

Applicable tool

SDACR/L SDJCR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:93° Kr:62°30' Kr:107°30" Kr:93° Kr:95°
Page  A186 A187 A188 A219 A220 A221

Insert cm

A50-A51

Grade selection reference

A19/A36-A48

Chipbreaker selectio@

A22-A35

Recommended cuttingpa{mele_rn

A241-A244

A95



Cemented carbide and cermet inserts

e Rc I:l D(Positive inserts)

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

SH8sUI JaWIBd puB apigJen pajuswa))

ﬁSteel ©
5
2 M stainless steel
@ -
3 mCast iron @@ (&
=l
& 1 Non-ferrous metal O
g Heat resistant alloy, Ti alloy o< < < <
T (B
Dimensions(mm) Coated cemented carbide = i
S(G8
Inserts Type o)
shape R R E R R R R b b .
LIGICI S |ed 558308300000 06555S5S5808040/00¢88
Jra e B I i S B v S M=o v J s S < o s e R o s o o B Qs B | -4 -4 W= e}
> > > > > > >>>>>>>>>>>>>>>>>>>>
RCGT1204MO 12 12 | 476 | 44 O
RCMT0803MO 8.0 | 80 |3.18 | 3.36
RCMT10T3MO 10 | 10 | 397 | 44
RCMT1204MO 12 | 12 | 476 | 4.4 ® * * X
RCMT1606MO 16 | 16 | 6.35| 5.5 () *
* Recommended grade (always stock available) ~ @Available grade (always stock available) ~ OMake-to-order
/ () Good working condition (%) Normal working condition (= Bad working condition \
N s Steel Qe
(7 QE .
a1.c T 3 IM Stainless steel
- 2 7 .
: ﬂd]: E 8m0astlron © ©
3
— & | | Non-ferrous metal (=
L =,
2 Heat resistant alloy, Ti alloy y )
@ |39
Dimensions(mm) Coated cemented carbide £ |5 Cemented
S|68
Inserts
Type AN WO N W NN T MW - M Fg
shepe FORAEHOSS3 NSRBI RE3888 DD,
L@Icls led 558308000000 068sSSSS0a000/002S
DO O DD DODIDDNDDIDDDNDOOMDMDZZ00O
S>> >>>>>>>>>>>>>>>>>>>>>>>
LH RCGX0803MO-LH | 80 | 8.0 |3.18 | 3.36 *
For Al
machining

*Recommended grade (always stock available)

Applicable tool

SRDCN

Page

A96

A202

SRGCR/L

A203

@ Available grade (always stock available)

OMake-to-order



Cemented carbide and cermet inserts

/— Rc I:I I:I(Positive inserts)

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

7 = [Istee COLLBRE VL © ©0
o
T Z M Stainless steel ® O LOOLVLY e
| @ : i .
ad | 8 mCast iron QLB (&
1 3
- & | | Non-ferrous metal &
£ Heatresistantalloy, Tialloy Y @ ) ) V)
(2]
Dimensions(mm) Coated cemented carbide S iE e 2
S08 =
Inserts Type ) 2
LIGICIS |ed 55838380800 000855SSS080000028 ©
[a [ e I ' [ ' [N o' IO o' I o' [N o' o' Yo' o' o' o' o' o' o' A a'a o a I a'a S a'a N a'a B0 (ol [~ ff o R | ©
> > > > > > > x> > > > > 555> s
RCMX0803MO | 8.0 | 80 |3.183.36 e O o 2
©
RCMX1003MO 10 10 |3.18| 36 |@ [} [} O §
<
RCMX1204MO 12 12 | 476 | 44 |O [ ] O e GE’
[93
o
RCMX1606MO 16 16 [6.35| 55 |@ [ (@] @)
RCMX2006MO 20 20 [635] 65 |O % @ O O o e
RCMX2507MO 25 25 |7.94 | 7.2 * ® O O (@]
RCMX3209MO 32 32 {952 95 |O O @ OO [ ]

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

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuﬂing@

A50-A51 A19/A36-A48 A22-A35 A241-A244 AQ97



e SCD D(Positive inserts)

Cemented carbide and cermet inserts

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

s ﬁ Steel
19

SCMT09T302-HF

9.525|9.525(3.97| 4.4 | 0.2

0 5
< g 2 Ml stainless steel Y
~1 8 MAcast iron
N odlf—t
-1 7 ] g— Non-ferrous metal
L s =
I~ = Heat resistant alloy, Ti alloy o< < < <
D 95
Dimensions(mm) Coated cemented carbide § 5E
o688
Type = - =3
* EOERERYSNENERERRSRRRER,
QIC| S |ed| 1 |5 OO0V OOOOOSSS>S=paocaal0ogR
o MM MO MOMOMOOM@OOOOOOMNOOOOMOMOONOMONMMN|Z2|Z20A
> S>> >>>>>>>>>>>>>>>>>>>>>
(@]

SCMT09T304-HF

9.525|9.525|3.97| 44 | 0.4

O

SCMT09T308-HF

9.525|9.525|3.97| 44 0.8

®  ® O |YBC152
O | @ i O |YBC251

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

SCMTO09T302-EF

9.525|9.525(3.97| 4.4 | 0.2

SCMT09T304-EF

9.525|9.525(3.97| 44 (0.4

*

SCMTO09T308-EF

9.525|9.525(3.97| 44 | 0.8

SCMTO09T304-HM

9.525|9.525(3.97| 44 | 0.4

SCMTO09T308-HM

9.525|9.525(3.97| 4.4 | 0.8

(@]

SCMT120404-HM

12.7

12.7 |4.76|5.56 | 0.4

SCMT120408-HM

12.7

o0 @

12.7 |4.76|5.56 | 0.8

o

SCMT120412-HM

12.7 | 12.7 |4.76|5.56 | 1.2

O @O0 @0
O e . ® e : @

SCMTO09T304-EM

9.525|9.525|3.97| 44 | 0.4

SCMTO09T308-EM

9.525|9.525(3.97| 4.4 | 0.8

SCMT120404-EM

12.7 | 12.7 |4.76|5.56 | 0.4

SCMT120408-EM

12.7 | 12.7 |4.76|5.56 | 0.8

* ok kot
0O:i0:i0 0

L B

SCMT120412-EM

12.7 | 12.7 |4.76|5.56| 1.2

*

Applicable tool

A194

* Recommended grade (always stock available)

SSDCN
Kr:45°

A195

SSKCR/L
Kr:75°

A196

@ Available grade (always stock available)




Cemented carbide and cermet inserts

/— sc I:l I:I(Positive inserts)

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

o ;. z[Jsee C0LLBREe VO © ©0©
o
ag.c [~ 1« i 2 M stainless steel 0O O LOOOBE OC
~J \ > - -
N “”dL 8 mCast iron VOB ®
\ ’ 3
r = L = ? & | | Non-ferrous metal Dy
e Heat resistant alloy, Ti alloy o< v ) )
— . T3y
Dimensions(mm) Coated cemented carbide S §§c§5"mide
Inserts Type o "z)"
LI@ICiS jedir s 58000000038 SSSSna004a/002R
[a [ e I ' [ ' [ o' o' I o' [N o' o' o' o' o' o' o' o' o' A a'a o a I a'a S a'a N a'a B0 B (=l =l Y o R |
S>> >>>>>>>>>>>>>>>>>>>>>>>>
SCGX09T304-LC | 9.525|9.525 [3.97| 4.4 | 0.4 e
SCGX09T308-LC | 9.525 |9.525|3.97| 4.4 | 0.8 *
SCGX120408-LC | 12.7 | 12.7 |4.76| 55 | 0.8 *
For Al
machining
LH SCGX09T302-LH | 9.525 | 9.525 [3.97| 4.4 | 0.2 o
‘-‘! SCGX09T304-LH | 9.525 | 9.525 [3.97| 4.4 | 0.4 e}
’ ‘ . | 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 *
SCMT09T304-HR | 9.525 | 9.525 [3.97| 4.4 | 0.4 * Y
HR SCMT09T308-HR | 9.525 | 9.525 [3.97| 4.4 | 0.8 * ™
SCMT09T312-HR | 9.525 | 9.525 [3.97| 4.4 | 1.2 *
SCMT120404-HR | 12.7 | 12.7 |4.76|5.56| 0.4 O e
For SCMT120408-HR | 12.7 | 12.7 |4.76|5.56| 0.8 * @ O O [ J
roughing
SCMT120412-HR | 12.7 | 12.7 |4.76|5.56| 1.2 [e}Ne)
SCMTO09T304 9.525(9.525(3.97| 4.4 |0.4|O °
All round
SCMT120404 12.7 | 12.7 |4.76|5.56| 0.4 e} e}
SCMT120408 12.7 | 12.7 |4.76|5.56| 0.8 | O ° 0
Without | SCMW060204 6.35 | 6.35 |2.38| 2.8 (0.4 e}
chipbreaker
SCMW09T304 9.525|9.5253.97| 4.4 | 0.4 o
@) SCMWo09T308 | 9.525 9.5253.97| 44 |0.8|0
| SCMW120408 12.7 | 12.7 |4.76|5.56|0.8 | @

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

Applicable tool

SSBCR/L SSDCN SSKCR/L SSSCR/L SSKCR/L
Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
Page A194 A195 A196 A197 A222

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuttingpa{mele:sw

A50-A51 A19/A36-A48 A22-A35 A241-A244 AQ99

(2]
T
(93
(7]
=
=
[}
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£
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=
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Cemented carbide and cermet inserts

e Tc D D (Positive inserts)

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

< [Jsteel O0LLBBE VO © ©o
2 Ml Stainless steel Q@ Ve OOV (V&
oy e -
3 mCast iron QLU @)
3 7N
&, Non-ferrous metal OE
2 Heat resistant alloy, Ti alloy o< v v <
o
5 E 5o
@ Dimensions(mm) Coated cemented carbide E e
= S|[8g @
e Inserts Type 5
=2 : 201 T 5500830000 0ODBSSSS=spana0aloo28
) o [ e e [ ' o' IO ' Yo' [ o' o' Yo' o' o' o' o' o' o' o' Y o a S a'a N a'a I a'a B o a Ml =l R~} I s R |
o > > > > > > > > > x> > > > > > > 55>
>
> USF  |TCGT110301R-USF| 11 |6.35(3.18| 2.8 | 0.1 ® O
@
3
% TCGT110302R-USF| 11 | 6.35|3.18| 2.8 | 0.2 ® O
>
§ For extra
@ finishing
USF  |TCGT110301L-USF| 11 | 6.35(3.18| 2.8 | 0.1  Je)
TCGT110302L-USF | 11 | 6.35(3.18| 2.8 | 0.2 ® O
For extra
finishing
TCGT090202-SF 9.6 |5.56 (2.38| 2.5 | 0.2 O
SF TCGT090204-SF 9.6 | 5.56 [2.38| 2.5 | 0.4 O @)
TCGT090208-SF | 9.6 | 5.56 |2.38| 2.5 | 0.8 o
TCGT110302-SF 11 16.35|3.18| 2.8 | 0.2 O
Forextra |TCGT110304-SF 11 16.35|3.18/ 2.8 | 0.4 O O
finishing
TCGT110308-SF 11 16.35|3.18| 2.8 | 0.8 O

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

Applicable tool

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

A100



Cemented carbide and cermet inserts

e Tc D I:l (Positive inserts)

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

< [Jsteel OOVLVLEERE VO © ©0
.5‘_ Ml stainless steel © O LOLOLOLE O
[0)
3 mCast iron QLB (&
= PP
z Non-ferrous metal OE
£ Heatresistant aloy, Tialloy Vlle < < <
(72}
@ gf;,| b
Dimensions(mm) Coated cemented carbide g fmElEne 2
SG8 =
Inserts Tvpe %) 2
shape v R LR R R EE R g
LIGICIS|edr 5 588000000006 SSSSSna0na002s o
e [ e I o' o' o' o' [ o' o' o' o' o' o' o' N a'a o' A a'a o a I a'a R a'a R a'a B 0 B =l b=l Y o R | ©
S>> S>> > S S>> >>>E>ESE > s
TCMT090202-HF | 9.6 | 5.56 |2.38| 2.5 | 0.2 * @ @] (@] (@] g
@«
TCMT090204-HF | 9.6 | 5.56 |2.38( 2.5 | 0.4 * @ [ ] §
<
TCMT090208-HF | 9.6 | 5.56 |2.38| 2.5 | 0.8 O O g
HF @
TCMT110202-HF | 11 | 6.35 |2.38| 2.8 | 0.2 [ ) o O ©
TCMT110204-HF | 11 | 6.35 |2.38/28 |04 @ % @ [ ) [ ] @]
TCMT110208-HF | 11 | 6.35 |2.38| 2.8 | 0.8 O @ O [} @) (@] O
For finishi
OrliniSNg | +ecMT16T302-HF |16.5/9.525(3.97| 4.4 02| ©
TCMT16T304-HF |16.5(9.525(3.97| 4.4 | 0.4 [ I ) @] [ ] [ ]
TCMT16T308-HF |16.5(9.525(3.97| 4.4 | 0.8 O e (@] O

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

Applicable tool

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

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

A50-A51 A19/A36-A48 A22-A35 A241-A244 A101



SH8sUI JaWIBd puB apigJen pajuswa))

e Tc D D (Positive inserts)

Cemented carbide and cermet inserts

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

PR ©0® )0 VO © ©0
Z M Stainless steel © V¢ LQOOLL L
S [oast @
o] ast iron =
3 .
% 1 Non-ferrous metal (D
2 Heat resistant alloy, i alloy o< ) < <
Dimensions(mm) Coated cemented carbide 3 §§ng;§ifg}gd
Inserts Type O
shape N N8BR3y 5wl
LIGICIS |edl 1 1655808800000 B55SSSSnaan00a0028
M O MOM®@MOMQO®OODQODOOONDOOOOMONMOMOMMOMOMOMONOMONOMONMNZZ0A0
HA>BHE>-E>-BE-BES-E-E-E-E-E BB S =
TCMT090202-EF | 9.6 | 5.56 [2.38/ 2.5 | 0.2 O e % *x O
TCMTO090204-EF | 9.6 | 5.56 [2.38| 2.5 | 0.4 @) ® X * O
EF
TCMT110202-EF | 11 | 6.35 |2.38| 2.8 | 0.2 @) ® X * O
TCMT110204-EF | 11 | 6.35 [2.38| 2.8 | 0.4 O e % * O
TCMT110208-EF | 11 | 6.35 [2.38/ 2.8 | 0.8 O e % O O
For finishi
OrinShiNg | +eMT16T304-EF [16.59.525(3.97| 4.4 | 0.4 o ex% * O
TCMT16T308-EF |16.5/9.525(3.97| 4.4 | 0.8 O e % ole)
TCMTO090204-EM | 9.6 | 5.56 [2.38| 2.8 | 0.4 ® % O *
TCMT090208-EM | 9.6 | 5.56 |2.38| 2.8 | 0.8 ® * o %
EM TCMT110204-EM | 11 | 6.35 |2.38| 2.8 | 0.4 ® X O *
TCMT110208-EM | 11 | 6.35 |2.38| 2.8 | 0.8 ® X O *
TCMT110212-EM | 11 | 6.35 |2.38| 2.8 | 1.2 ® % O *
For semi- | TCMT16T304-EM |16.5/9.525 |3.97| 4.4 | 0.4 ® % o %
finishing
TCMT16T308-EM |16.5/9.525(3.97| 4.4 | 0.8 ® X (@] *
TCMT16T312-EM |16.5/9.525(3.97| 4.4 | 1.2 ® * o %

Applicable tool

STACR/L
Kr:90°

Page

A102

A198

* Recommended grade (always stock available)

@ Available grade (always stock available)

STFCR/L
Kr:90°

A198

STGCR/L
Kr:91°

A199

STECR/L

Kr:60°

A200

STFCR/L
Kr:90°

A223

OMake-to-order



Cemented carbide and cermet inserts

Tc I:I El (Positive inserts) ~
/— () Good working condition (%) Normal working condition (= Bad working condition

= [Jstee OOLLBRO VO © ©0

Ml Stainless steel © VK LOLVL QC
mCast iron QLB e

Non-ferrous metal S

|euaiew a2a1dy

a
(
(¢
(
(¢

Heat resistant alloy, Ti alloy

Dimensions(mm) Coated cemented carbide

Cermet

Inserts
shape

Type
L |GIC| S |ed| r

YNG151C| SSated |

YBC151
» (% % % | O % |YBC152
YBC252

® @ @ O O O O |YBC351
YBC352

YBG102

YBG105

YBG202

YBG205

YBG212

YBG302

YBM151

YBM153

YBM215

O |YBM251

YBM253

YBS103

YBD052

YBD102

® YBD152

YBD252

YNG151

YD101

Ol ®@® @@ ®© @ e e e YBC251
YD201

TCMT090204-HM | 9.6 | 5.56 {2.38| 2.5 | 0.4

HM TCMT090208-HM | 9.6 | 5.56 |2.38| 2.5 | 0.8

TCMT110204-HM | 11 | 6.35 [2.38| 2.8 | 0.4

{2}
©
)
(72}
£
-
@
£
£
@
5]
©
c
©
©
he]
]
2
5]
o
o
o]
2
c
)
£
o)
(&)

TCMT110208-HM | 11 | 6.35 [2.38| 2.8 | 0.8

TCMT16T304-HM |16.5/9.525|3.97| 4.4 | 0.4
For semi-

finishing | TCMT16T308-HM |16.5/9.525|3.97 | 4.4 | 0.8

TCMT16T312-HM |16.5/9.525(3.97| 4.4 | 1.2

TCMT090204-HR | 9.6 | 5.56 |2.38|2.5| 0.4

TCMT090208-HR | 9.6 | 5.56 |2.38|2.5| 0.8 (@) °

HR TCMT110204-HR | 11 | 6.35 |2.38(2.8 | 0.4

TCMT110208-HR | 11 | 6.35 |2.38| 2.8 | 0.8

TCMT16T304-HR (16.5/9.525/3.97 | 4.4 | 0.4

For roughing | TCMT16T308-HR |16.5/9.525/3.97 | 4.4 | 0.8

TCMT16T312-HR |16.5/9.525|3.97 | 4.4 | 1.2

® & & o OO
([ ]

OO0 @:0

TCMT220408-HR | 22 | 12.7 |4.76|5.5| 0.8

TCGX090202-LC | 9.6 | 5.56 [2.38|2.5|0.2

LC TCGX090204-LC | 9.6 | 5.56 [2.38|2.5| 0.4

TCGX110202-LC | 11 | 6.35 [2.38|2.8| 0.2

TCGX110204-LC | 11 | 6.35 |12.38|2.8| 0.4

TCGX110208-LC | 11 | 6.35 |2.38|2.8 | 0.8

For Al
machining | TCGX16T304-LC |16.5/9.525(3.97 | 4.4 | 0.4

LD D SR B

TCGX16T308-LC |16.5/9.525(|3.97| 4.4 | 0.8 *

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

Applicable tool

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

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuttingpa{mele:sw

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



SH8sUI JaWIBd puB apigJen pajuswa))

e Tc D D (Positive inserts)

Cemented carbide and cermet inserts

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

gﬁSteel COLVBVLO VL © ©0
2 Ml Stainless steel © O LOOVLL O
8 [oest @
S ast iron i
3 7 X
g— Non-ferrous metal WE
g Heat resistant alloy, Ti alloy o< < < )
@ gs‘
Dimensions(mm) Coated cemented carbide § ‘g%Cemrgifggd
Inserts Type o %"
LIGICIS ed|ir |15 5830880000085 SSSnaanal00e8
M MO MM@MOMO@MO®OODO®ONDOOODOMOOMODOEMNOMMONMMMMMOMOMODMOMAOZZ0A0
> > > > > > > > > > > > > > > > > > >>>>>>> >
TCGX090202-LH | 9.6 | 556 (2.38/2.5|0.2 *
TCGX090204-LH | 9.6 | 5.56 |2.38|2.5|0.4 *
LH TCGX110202-LH | 11 | 6.35 |2.38|2.8|0.2 *
TCGX110204-LH | 11 | 6.35 |2.38|2.8|0.4 *
TCGX110208-LH | 11 | 6.35 |2.38|2.8|0.8 *
ForAl | TCGX16T302-LH |16.5|9.525|3.97|4.4 (0.2 o
machining
TCGX16T304-LH [16.5/9.525|3.97|4.4|0.4 *
TCGX16T308-LH |16.5/9.525|3.97|4.4|0.8 *
TCMT220408 22 | 12.7 |1476|/55(08|0O [ ] (@] O
All round
“
'
TCMW110204 11 | 6.35 12.38|2.8|0.4 ® O
Without
chipbreaker | TCMW16T304 16.5/9.525(3.97 (4.4 (0.4 | O 0
‘ TCMW16T308 16.5/9.525(3.97(4.4 /0.8 (@) O 0O
P
' | TCMW16T312 16.5/9.525|3.97 (4.4 |1.2| O o
TCMW220408 22 | 12.7 |1476/55(08|0O O

Applicable tool

STACR/L
Kr:90°

Page

A104

A198

* Recommended grade (always stock available)

@ Available grade (always stock available)

STFCR/L
Kr:90°

A198

STECR/L

STGCR/L
Ki Kr:60°

r91°

A199 A200

STFCR/L
Kr:90°

A223

OMake-to-order



Cemented carbide and cermet inserts

/— VCD I:l(Positive inserts)

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

= [Istee C0LLBRO VO © ©0
o
2 M stainless steel Q O LOOLL O
@ 3
3 mCast iron QU ®
3 s
& | | Non-ferrous metal Y&
£ Heatresistant oy, Tialloy vl v < <
(2]
@33 5
Dimensions(mm) Coated cemented carbide £ g Cemerted 2
S8 =
Inserts Type 5 2
LIBICIS jedir |5 5 383800000085 SSS5a80000028 °
DO N DDA DDA DD DD DODODOMD@DZ|Z|0O S
S>> >>>>>>>>>>>>>>>>>>>>>>>> >
VCGT080201R-USF | 8 [4.76 |12.38(2.3|0.1 O O g
USF 2
(&)
VCGT080202R-USF | 8 | 4.76 [2.38|2.3(0.2 ® O 2
c
VCGT110301R-USF | 11 |6.35(3.18|2.8|0.1 ® O 2
For extra 8
finishing  |vCGT110302R-USF | 11 | 6.35 (3.18(2.8|0.2 [ Je)
USF VCGT080201L-USF | 8 [4.76 [2.38/2.3|0.1 O O
VCGT080202L-USF | 8 |4.76 [2.382.3|0.2 O O
VCGT110301L-USF | 11 |6.35(3.18/2.8|0.1 O O
For extra
finishing  |yCGT110302L-USF | 11 |6.35 (3.18(2.8|0.2 [ o)
SF VCGT110302-SF 11 (6.35(3.18/2.8|0.2 e} O %
@ VCGT110304-SF 11 |6.35(3.18(2.8|0.4 e} O|%
For extra
finishing
VCGT110304-HF 11 6.35(3.18(2.8|0.4 [}
HF
For finishing
VCGT160408-NF 16.5(9.525|4.76 (4.4 | 0.8 ® %
NF
For finishing
VCGT160408-NGF |16.5(9.525/4.764.4|0.8 O e (@)
NGF
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° Kr:72°30' Kr:93°
Page A224 A225 A192 A193

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuttingpa{mele:sw

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



Cemented carbide and cermet inserts

e vc [:I D (Positive inserts)

(AR

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

gBSteel 0O © VO © 0O
2 M stainless steel Q© O¢ QLOOVL QC
3 mCast iron @ D)% @
8 m =
3 7 R
g— Non-ferrous metal DY
2 Heat resistant alloy, Ti alloy o< < < )
(@]
3 — . e
@ Dimensions(mm) Coated cemented carbide S ke
2 888 carbide
o Inserts Type o
=2 LIgICIS jedir 5 5808800003855 SSSnaan0a/0028
) [ a e I o'a [ N o' o a S I o'a [ o a S o' O o a SO o' Ja & Q' o a [ a N o o o a Y a QR o'a 2 2 b~ B~ R |
o > > > > > > > > > > > > > > > > > >>>>>|>>|> >
= VCGX110301-LC| 11 | 6.35 |3.18|2.8|0.1 *
[0}
g VCGX110302-LC | 11 | 6.35 |3.18(2.8 | 0.2 *
g' LC VCGX110304-LC | 11 | 6.35 |3.18(2.8 |04 *
=5
° T VCGX110308-LC | 11 | 6.35 [3.18|2.8|0.8 e
VCGX160404-LC | 16.6 | 9.525 |4.76 | 4.4 | 0.4 *
For Al
machining | VCGX160408-LC | 16.69.525 4.76 | 4.4 | 0.8 *
VCGX160412-LC | 16.6 | 9.525 |4.76 | 4.4 | 1.2 *
VCGX220530-LC | 22 | 12.7 |5.56 | 5.5 |3.0 *
VCGX110202-LH | 11 | 6.35 |2.38(2.8 | 0.2 o
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 * ®
=T
S | V\CGX110308-LH | 11 | 6.35 [3.18|2.8 (0.8 o
ForAl | VCGX160402-LH | 16.6|9.525 |4.76 |4.4 | 0.2 *
machining | \/c GX160404-LH | 16.6 |9.525 | 4.76 | 4.4 | 0.4 *x 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 *x @
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:107°30' Kr:93° Kr:72°30' Kr:93°
Page  A224 A225 A192 A193

A106



Cemented carbide and cermet inserts

_ @ Good working condition ('=') Normal working condition @Bad working condition \

=[@see OOLLBEE LY © ©0
.é:MStainless steel © VO LQOOLY QO
[}
8 [[qcastiron VOO @
3
% mNon-ferrous metal (@D
2 Heatresistant aloy, Tialloy OO & S &
(2]
5
(72}
£
3
— M 0 = M - Q E
RREESS883S 308 RS EEBRDL . o 8
OO OO0 OOLLOLO===2=2=20no000000=-a 'g
MO M OO0 O0OO0OO0OO0OOOMMOMMMOMM@OMMOMAZZO0ON ©
S>> >>>>>>>>>>>>>>>>>>>55>> o
WCMX040208R-53 ° o £
©
WCMXO06T308R-53| 6.5 |9.525(3.97|37 |08 |@ O o =
=
WCMX080412R-53 | 8.7 | 12.7 [4.76] 4.3 | 1.2 00O o ]
[o3
(&)

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

Applicable tool

SWACR/L
Kr:90°

Page  A201

Insert oom Grade selecti@ Chipbreaker selectior@ Rect ded cutting-r/‘—j

A50-A51 A19/A36-A48 A22-A35 A241-A244 A 107
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e VB I:l D(Positive inserts)

Cemented carbide and cermet inserts

(AR

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

s
gBSteel ©00o © 0O O ©0
2 M stainless steel 0 ¢ LOLVL oC
Q'mc T COE =
) ast iron D
3 a
& 1 Non-ferrous metal O
2 Heat resistant alloy, Ti alloy o< ) < <
— : BB e
Dimensions(mm) Coated cemented carbide 8 ggrgggﬁe
Inserts Type )
shape e e NN S8Y8Y Y8233 66
LIGICIS|ad|r 15 5808300000 0855SS5380008/0028
O OMOO0OO0OO0O0O0O000O000N0O00omMMomMMaMMAZZ20A0
>>>>>>>>>>>>>>>>>>>>>>>>>>
SF VBGT110302-SF | 11 | 6.35 |[3.18| 2.8 | 0.2 (@] o0
.I VBGT110304-SF | 11 | 6.35 |3.18| 2.8 | 0.4 O OO0
For extra
finishing
VBMT110302-EF | 11 | 6.35 |3.18| 2.8 | 0.2 (@] ® * * O
EF VBMT110304-EF | 11 | 6.35 |3.18| 2.8 | 0.4 O o * * O
Wl | VBMT110308-EF | 11 | 6.35 |3.18| 2.8 | 0.8 o ex 00
VBMT160404-EF | 16.5|9.525|4.76| 4.4 | 0.4 O o % * @
For finishing
VBMT160408-EF | 16.5|9.525|4.76| 4.4 | 0.8 (@] ® * [ON ]
HF VBMT110202-HF | 11 | 6.35 |2.38| 2.8 | 0.2 ¢} °
VBMT110204-HF | 11 | 6.35 |2.38| 2.8 | 0.4 O 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 *
For finishing
NGF | VBET160404-NGF|16.5|9.525 4.76| 4.4 | 0.4 ° o
VBET160408-NGF| 16.5|9.525|4.76 | 4.4 | 0.8 [
VBET160412-NGF| 16.5(9.525 4.76 | 4.4 | 1.2 O e @)
For finishing

Applicable tool

SVJBR/L
Kr:93°

Page  A189

A108

*Recommended grade (always stock available)

@ Available grade (always stock available)

SVABR/L
Kr:90°

A190

SVVBN
Kr:72°30'

A191

SVQBR/L SVUBR/L
Kr:107°30' Kr:93°
A226 A227

OMake-to-order



Cemented carbide and cermet inserts

a VB I:l D(Positive inserts) —

O Good working condition (L

Normal working condition (=) Bad working condition \

35 = [Fstee COLLBVEO VL © ©0
o
2 M stainless steel © O¢ LOOLL OC
(0] - - N -
® mCast iron VBB ®
3
& | | Non-ferrous metal D
e Heat resistant alloy, Ti alloy o< v ) )
o . B33
Dimensions(mm) Coated cemented carbide 3 ggcgmtgd
Inserts Type %)
LIGICI S ladir 15 5 0008000000 BSSSSSha004a002R
[a [ e I ' [ o' IO o' o' o' [ o' o' o' o' o' o' o' o' o' A a'a o a I a'a S a'a R a'a B0 a Bl (=l [~ Y o R |
> > > > > > > > >>>>>>>>>>>>>>>5>5>>
EM VBMT110304-EM | 11 | 6.35 [3.18(2.8|0.4 ® * (¢} *
—"I VBMT110308-EM | 11 | 6.35 [3.18|2.8|0.8 ® * (@] *
For semi-
finishing
HM VBMT160404-HM |16.5|9.525|4.76 | 4.4 | 0.4 * ® k @ ® e}
VBMT160408-HM |16.5(9.525|4.76 (4.4 (08| + ® % ® ™
VBMT160412-HM | 16.5|9.525 | 4.76 | 4.4 | 1.2 o
For semi-
finishing
HR VBMT160404-HR |16.5(9.525(4.76 |4.4|04| % @ O @
VBMT160408-HR |16.5/9.525(4.76 |44|08| O @ O @ o)

VBMT160412-HR

N

6.5/9.525|4.76 |4.4|1.2

For roughing | VBGT160408-HR |16.5|9.525 |4.76 | 4.4 | 0.8 @)

SNR VBMT160408-SNR|16.5|9.525|4.76 4.4 | 0.8

VBMT160412-SNR | 16.5| 9.525|4.76 4.4 | 1.2

el

For roughing

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

Applicable tool

SVJBR/L SVABR/L SVVBN SVOBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
Page  A189 A190 A191 A226 A227

Insert cm

A50-A51

Grade selection reference

A19/A36-A48

Chipbreaker selectio@

A22-A35

Recommended cuttingpa{mele_rn

A241-A244

OMake-to-order

A109
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Cemented carbide and cermet inserts

e c P I:l D (Positive inserts)

' Good working condition (1) Normal working condition () Bad working condition )
= [Jsteel COLVLBREO VO © ©©
.5.5_ Ml stainless steel © Oe DI DD o6&
3 mCast iron QLB ®
=
& 1 Non-ferrous metal OE
2 Heat resistant alloy, Ti alloy i) ) ) <
)
3 Ege
@ Dimensions(mm) Coated cemented carbide EIE ""‘rg."g""
- 3|38 e
: Inserts Type %)
Q — AN T AT NN AN NN T MWL Moon NN N N
Q shape O WOWWOWLW OO OO~ O WLWW <« WS WO W LWIWI[W |« «
g LIGICIS lad | I 65808300000 8555SSS5800a80028
) M M MOMOOMOMMOO0OO0OMOM@OOONOOMNMMOOOM@OMMOa Z|200
o S>> >>>>>>>>>>>>>>>>>>>>>>>
= SF CPGT060202-SF |6.4| 6.35 [2.38 2.8 | 0.2 o o
@
% CPGT060204-SF |6.4| 6.35 |2.38| 2.8 | 0.4 O O
2 a CPGTO09T304-SF |9.7|9.525 |3.97| 4.4 | 0.4 o olo
@
For extra
finishing

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

Applicable tool

SCLPR/L
Kr:95°

Page  A228

A110



Cemented carbide and cermet inserts

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

/— D P I:l I:I (Positive inserts)

s [Fstee COLLBRO VO © ©0
.’,3 M Stainless steel © WL LOOLL O
[0 g g -
3 mCast iron QLB ®
3
% | | Non-ferrous metal &
g Heat resistant alloy, Ti alloy kv < ) )
{2}
. . B3 3
Dimensions(mm) Coated cemented carbide = e 2
ol68 =
Inserts Type 5 2
~ ~ ~ AN AN NN T MO - M [ =
shape Lgmsgd,ﬁg&%3%9288&822&&&5%%@%2255 8
: QOO O0OO0O0OOVOLOVLOVLOO=Z=2=2=22n0000900c A b
PO PPN DNIPDDODDDYODEDZZO O s
S>> >>>>>>>>>>>>>>>>>>>>5>>> o
USF  |DPGT0702005R-USF | 7.8 | 6.35 |2.38| 2.8 |0.05 00 2
©
o
aDPGTWOZMR-USF 7.8 | 6.35|2.38/ 2.8 | 0.1 O O 3
<
DPGT11T301R-USF |11.6|9.525(3.97| 4.4 | 0.1 ® O GE’
For extra 8
finishing

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

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

For extra
finis hing
gF  DPOTOT0202:SF 7.8 635 |2.38| 2.8 | 0.2 o o
DPGT070204-SF | 7.8 | 6.35 |2.38| 2.8 | 0.4 o
DPGT070208-SF | 7.8 | 6.35 |2.38 2.8 | 0.8 o
Forextra |DPGT1T304-SF | 11.69.525(3.97| 4.4 | 0.4 o o
finishing | 35 GT11T308-SF | 11.6|9.5253.97| 44 | 0.8 o

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

Applicable tool

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

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuﬂing@

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

e s P I:l EI (Positive inserts)

90 490
M

Ly

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

s ﬁ Steel
19

@dL

|eus)ew sos1dy

Ml Stainless steel

mCast iron

Non-ferrous metal

Heat resistant alloy, Ti alloy

>

G
C

(¢
G

3 |TE
Dimensions(mm) Coated cemented carbide § ‘§§
Sle8
Inserts Type )
L j@lc| s 0000808000082 SSna000a002
MmN MMMOMOMNOODOMONMONOMOMONOMOMOMOMOMMNMOEMAMMAMAO|Z|ZAO
> > > > > > > > > > > > > > >>>>>>>>|>>>
! SPMWO09T304 |9.525|9.525|3.97 0 o
Without
chipbreaker | gpMwo09T308 |9.525|9.525 |3.97 °
. SPMW120408 | 12.7 | 12.7 |4.76
—

/— TB D D (Positive inserts)

*Recommended grade (always stock available)

@ Available grade (always stock available)

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

Bad working condition \

= aSteel
o

) .
2 M stainless steel

mCast iron

Non-ferrous metal

|eusjew 299

Heat resistant alloy, Ti alloy

G

9%
q " . o2
Dimensions(mm) Coated cemented carbide g 5E
SG8
Inserts
Type AN WO N W ANN T M0 - M \—9
shape L l@icl s bophbRcSee bbb o388 0 gbbo
: OO0V OOOOOSSSS=npaooao0of8&
[oa e ' [ o' o' o' o' [ o' o' o' o' o' o' o' N a'a A a'a A a'a o a I a'a R a'a R o a B o B =l Bb=l lf o R |
>>>>>>>>>>>>>>>>>>>>>>>>>>
TBGH060102L | 6.4 |3.97(1.59 * *
A TBGH060104L | 6.4 |3.97(1.59 *
For extra
finishing

A112

* Recommended grade (always stock available)

@ Available grade (always stock available)




Cemented carbide and cermet inserts

/— T P I:l I:l (Positive inserts)

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

< [Jstee COLLBRE L © ©0
o
.éj Ml stainless steel Q@ O¢ LQOOVLY QC
o - g -
3 mCast iron QU &
3
& | | Non-ferrous metal DR
2 Heat resistant alloy, Ti alloy o8 < < Z
& 38
Dimensions(mm) Coated cemented carbide = [z
[y(e)
Inserts Type )
L @ 2dr 1558080000006 SSSn8000002S
M omMmMQOoOoOQOMQOoOoOoOoOoOoMOoNMoOMomMMmMMmMMmMMOMOMnNMonMomaOZZ0a0
> > > > > > > > > > > > > > > > > > > > > >
TPGH090202L 9.6 [5.56(2.38| 2.8 | 0.2 (]} @)
TPGH090204L 9.6 [5.56(2.38| 2.8 | 0.4 [ ] [ ]
Forextra | TPGH110302L | 11 |6.35(3.18(3.18| 0.2 o) °
finishing
TPGH110304L 11 [6.35/3.18|3.18| 0.4 [ ] [ J

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

OMake-to-order

. T P D D (Positive inserts)

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

= [Jsteel COLLBRE VO © ©0
.§ MStainIess steel () W& LOOLE ()
[0} - . . .
3 mCast iron QLB ®
3 s
& | Non-ferrous metal &
2 Heat resistant alloy, Ti alloy o8 ) ) )
38
Dimensions(mm) Coated cemented carbide 3 g E{Cementad
@
Inserts ad it
Type 8]
shape EEL 8888888082838 88Q b b
LPBICS jed | I 15 5888000000065 SSS5%a8004a002R
[a I o ' I o' o' o' o' [ o' Yo' o' o' o' o' o' o' o' A a'a Y o a N a'a N a'a I 0 a B 0 (=l [~ Y o R |
S>> > > >>>>>>>>>>>>>>>>>>>>>>
TPGT090202-SF | 9.6 [5.56(2.38| 2.5 | 0.2 ¢} e}

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

Forextra | TPGT110304-SF | 11 |6.35/3.18| 2.8 | 0.4 O 0|0
finishing
TPGT110308-SF | 11 |6.35(3.18| 2.8 | 0.8 O O

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

Applicable tool

STUPR/L
Kr:93°

Page A231

Insert cm Grade selecti@ Chipbreaker selectio@ Recommended cuttingpa{mele:sw

OMake-to-order

A50-A51 A19/A36-A48 A22-A35 A241-A244 A113
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e VP D D(Positive inserts)

Cemented carbide and cermet inserts

Bad working condition \

() Good working condition () Normal working condition (=
= [Jsteel COLLBERE VO © ©0
2 Ml Stainless steel O WL LOOLL o
@ PP -
3 mCast iron QLB ®
3 S
& |\ Non-ferrous metal &
2 Heat resistant alloy, Ti alloy wilv; < ) )
@ gf;,|
Dimensions(mm) Coated cemented carbide g fmElEne
S|68
Inserts Type 5
shape SN = A~ DN D NN = @0 D NN N N
? DI - - 2 s R eSS sR225882382 282255
: QOO0OO0OO0OO0OO0OVOVOLOOO=Z==2=ZZ=2n000000 QA
s s Qs Qs R Qi W M B M M v e o e o o s o B o ol -4 - R = W e
>>>>>>>>>>>>>>>>>>>>>>55>>
USF VPGT080201R-USF| 8 |4.76 | 2.38|2.3 | 0.1 O O
VPGT080202R-USF| 8 | 4.76 |2.38|2.3|0.2 O O
VPGT110301R-USF| 11 | 6.35|3.18 2.8 | 0.1 ® O
For extra
finishing
USF |VPGT080201L-USF| 8 |4.76 |2.43|23|0.1 ® O
VPGT080202L-USF | 8 | 4.76 |2.43|2.3|0.2 [ ]
VPGT110301L-USF | 11 | 6.35|3.18|2.8 | 0.1 O
For extra
finishing

A114

*Recommended grade (always stock available)

@ Available grade (always stock available)

OMake-to-order







ey 8p02 spesul QO48NgOd

Insert shape

PCBN&PCD inserts code key

A116

hsrf I ha? / 80
A B 5
Code | Nose height M [Inscribed circle Thickness S Code | Nose height M finscribed circle Thickness S
‘» Tolerance(mm) |Tolerance(mm) | Tolerance(mm) Tolerance(mm) (Tolerance(mm) | Tolerance(mm)
D E A +0.005 +0.025 +0.025 d +0.005 +0.05-+0.13| +0.025
4355 / ‘ F +0.005 +0.013 +0.025 K +0.013 +0.05-+0.13| +0.025
K L M
(o3 +0.013 +0.025 +0.025 L +0.025 +0.05-+0.13| +0.025
Q /\ H +0.013 +0.013 +0.025 M | +0.08-+0.18 |+0.05-+0.13 +0.13
P S
E +0.025 +0.025 +0.025 N | £0.08-+0.18 | +0.05-+0.13| +0.025
80° Others
v W G +0.025 +0.025 +0.13 U | £0.13-+0.38 | +0.08-+0.25 +0.13
( . . N Chipbreaker and h .
Clearance angle of main cutting edge clarﬁping system Length of cutting edge
Clearance Clearance With/ Section plane Insert shape
Code Code Code| ... = : 2
angle angle Without hole of insert Diameter
9 Telclo|[rRIs[T[Vv Nw
| i (mm)
A o = || v e T o|m| Al
e 5 S 3.97 06
B With >0 %
| 5.56 09
=27 157 c With N e—4 635 | 06 | 07 1|1
| | 8.0 08
1 9.525 09 11 09 09 16 16 06
E ; F A With 10.0 10
~ - 20° ~—=25° E[___D 12.0 12
5 12.7 12 15 12 12 22 22 08
w With — 15.875 | 16 15 | 15 | 27
G N 16.0 19 | 16
~ 30° ~-0° 5 19.05 19 19 19 88
<65
Q With 20.0 20
Other I I 25.0 25 25 25
P - (o] clearance 25.4 25 25
11 angle X Special 31.75 31
& J O B89) 5o




PCBN&PCD inserts code key

N
Insert thickness Nose radius code Type of cutting edge
Code | Nose radius(mm) Code Type of cutting Picture
, edge
00 No radius
Thickness is defined as height from bottom of
insert to the highest part of cutting edge. 02 0.2 . \
o e E Honing Honing
Code _Insel Code _Insel 04 0.4
thickness(mm) thickness(mm) :
02 2.38 06 6.35 08 0.8
b
T2 258 | T6 6.75 12 12 T | Chamfering 4;:%;;;;:L__
03 3.18 07 7.94 16 1.6 N
] 3.97 09 9.52 20 20 >
s Chamfering aU _—
04 4.76 T9 9.72 24 24 +honing N
32 Honing
T4 4.96 1 1.1 32
05 5.56 12 12.70 X Others \
) : : F Sharp edges
Diameter p ecg Sharp edges
T5 5.95 of insert Round insert
\_ ) ) \_ (Metric) )
q p
( -
Insert Structure Chamfer width Chamfer angle Cutting edge number
Type of .
Code cutting edge Diagram W ] Code number
ingle- 3 m ’ / ber1
& sidselgg:fsert ; Dimensions e
Code (mm) Code Angle (°)
2 number2
B Intact 000 - 00 -
insert
008 0.08 10 10 3 number3
c penetration Q7
insert h 012 0.12 15 15 4 numberd
X 017 0.17 20 20
D Double-sided ey T
L 022 022 > 25 6 4BES
f—
N
(The length of cutting edge
Standard | Elongate | Overlength
Code | Omission S SS
Standard | +1mm | +2mm

Length
|

A117

>
o
4
[}
°
Q
o
(7}
=
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(2]
E=
[m)
O
o
)
P4
m
(]
o
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PCBN&PCD inserts

CN D I:l (Negative angle)

(0 Good working condition (L) Normal working condition (<) Bad working condition
ngastlron QOVB
X
E- Heat resistant alloy, Ti alloy O L=
o
3 m Super hard material QO WL
s g
o Non ferrous metal
. . . Powder
Dimension(mm) Castiron | Hardened steel | alloy&
: Specifi Superalloy
Type| Shape of insert Model ;
-cation TSI IS ETC Sl
GIlC| S |ad [ r|LI2288 8528888288
¥ X X ¥XI T T I I ZI|lno o n
M M0 M MO M MmM@MM@MMM@O@MMM
CNGA120404AE-2 12.7 | 476 |5.156 |04 |25|O O O O O
CNGA120408AE-2 AE 12.7 | 476 |5156|08 |24 | O O o O O
CNGA120412AE-2 12.7 | 4.76 (5156|1223 | O O O O O
CNGA120404AS01225-2 12.7 | 476 |5.156| 04 (25| O O O O O O O|0 O O
CNGA120408AS01225-2 S01225| 12.7 | 4.76 |5.156| 08 |24 | O O O O O O O0O|]0 O O
‘5”- CNGA120412AS01225-2 12.7 | 476 |5156|12|123|0O O O O O O O|]0 O O
«Q
rIT CNGA120404AS00815-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 O O O
1%}
% CNGA120408AS00815-2 S00815| 12.7 | 4.76 |5.156| 0.8 | 2.4 O O O
o
5 CNGA120412AS00815-2 12.7 | 476 |5.156| 1.2 | 2.3 o O O
1%d
f_—% CNGA 120404AS01735-2 12.7 | 476 |5.156| 04 | 2.5 O O O
CNGA120408AS01735-2 S01735| 12.7 | 4.76 |5.156 | 0.8 | 2.4 O O O
CNGA120412AS01735-2 12.7 | 4.76 |5.156| 1.2 | 2.3 O O O
CNGA120404AT01215-2 12.7 | 476 |5.156| 04 |25|O O O O O
CNGA120408AT01215-2 T01215| 12.7 | 4.76 |5156| 08 |24 | O O o O O
CNGA120412AT01215-2 12.7 | 4.76 [5.156| 1.2 23| O O O O O
o CNGA120404DE-4 12.7 | 476 |5156|04 |25|0O O O O O
e}
g_ CNGA120408DE-4 DE 12.7 | 476 |5.156|08 |24 | O O O O O
3 CNGA120412DE-4 12.7 | 476 |5156|12|123|0O O O O O
oL
8 CNGA120404DT01215-4 12.7 | 4.76 |5.156| 04 | 25| *x * *x Kk *
g CNGA120408DT01215-4 T01215| 12.7 | 4.76 |5.156| 0.8 | 2.4 | % * M
- CNGA120412DT01215-4 12.7 | 476 |5156| 1.2 | 2.3 | % * * Kk ok

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

Applicable tool

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

Page  A166 A173 A212

A118

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



PCBN&PCD inserts

(0 Good working condition (%) Normal working condition () Bad working condition
ngastlron QOO
g Heat resistant alloy, Ti alloy WHDHN
% m Super hard material (SHOHTDHAHN
§ Non ferrous metal
Powder %
Dimension(mm) Castiron |Hardened steel | alloy& £
Type| Shape of insert Model _SC;;%C; f;'] -E-B<El-B- iupialloi g
PIC| S | od [r L2288 5288|283 &
fd oo oomoooldsa &
CNGA120404DS01225-4 12.7 | 476 |5.156 | 0.4 | 25| O O
CNGA120408DS01225-4 $01225| 12.7 | 476 |5.156|0.8 |24 | O O
CNGA120412DS01225-4 12.7 | 476 |5.156 (1.2 123 | O O
o CNGA120404DS00815-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 * *x O
g_ CNGA120408DS00815-4 S00815| 12.7 | 4.76 |5.156| 0.8 | 2.4 * *x O
g' CNGA120412DS00815-4 12.7 | 4.76 |5.156 [ 1.2 | 2.3 * *x O
§ CNGA120404DS01225-4 12.7 | 476 |5.156 | 0.4 | 2.5 * x * * *x|O O O
2 CNGA120408DS01225-4 | S01225| 127 | 4.76 |5.156 | 0.8 | 2.4 x x* x * x|0 O O
-~ CNGA120412DS01225-4 12.7 | 476 |5.156 | 1.2 | 2.3 * X * * *x|O O O
CNGA120404DS01735-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 O * O
CNGA120408DS01735-4 S01735| 12.7 | 4.76 |5.156 | 0.8 | 2.4 O % O
CNGA120412DS01735-4 12.7 | 4.76 |5.156 | 1.2 | 2.3 O % O
CNGA120404CE-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 @]
CNGA120408CE-2 CE 12.7 | 4.76 |5.156 | 0.8 | 2.4 @)
Py CNGA120412CE-2 12.7 | 476 |5.156 | 1.2 | 2.3 O
g CNGA120404CT01215-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 *
%‘ CNGA120408CT01215-2 T01215| 12.7 | 4.76 |5.156 | 0.8 | 2.4 *
;' CNGA120412CT01215-2 12.7 | 4.76 |5.156 | 1.2 | 2.3 *
% CNGA120404CS01225-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 ©)
CNGA120408CS01225-2 S01225| 12.7 | 4.76 |5.156 | 0.8 | 2.4 O
CNGA120412CS01225-2 12.7 | 4.76 |5.156 | 1.2 | 2.3 @)
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

Applicable tool

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

Page  A166 A173 A212
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PCBN&PCD inserts

CNDD (Negative angle) ~
(0 Good working condition (L) Normal working condition (<) Bad working condition
80° ) o
oEmCastlron QOVB
g1C z ! ) A
& Heat resistant alloy, Ti alloy O L=
(0]
. . g m Super hard material QOLBL®
S c
o Non ferrous metal
. . . Powder
Dimension(mm) Cast iron |Hardened steel SaIonélilt
. i uperalloy
Type| Shape of insert Model Specifi
-cation FS T IS =T Siss =
al1.c S r 2288 c28 8328 83
¥ ¥ ¥ ¥ I I I I I 0 ® 9
0O mMODO®ODoD®oDo @ 0 m
CNGN120404BE 12.7 4.76 0.4 O
CNGN120408BE BE 12.7 4.76 0.8 @]
CNGN120412BE 12.7 4.76 1.2 O
g CNGN120404BT01215 12.7 4.76 0.4 *
(o}
g. CNGN120408BT01215 T01215 12.7 4.76 0.8 *
8; CNGN120412BT01215 12.7 4.76 1.2 *
CNGN120404BS01225 12.7 4.76 0.4 O
CNGN120408BS01225 §01225| 127 4.76 0.8 O
CNGN120412BS01225 12.7 4.76 1.2 @]

According to processing requirements, the size and number of

non-standard tool nose arcs can be provided.

A120

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



PCBN&PCD inserts

(0 Good working condition (%) Normal working condition () Bad working condition
55° g m Cast iron QOO
x
e Heat resistant alloy, Ti alloy WHDHN
od Q
@ X SN S
E m Super hard material (S HSHDHNH®
s g
S o Non ferrous metal
2
: . . Powder 2
Dimension(mm) Cast iron |Hardened steel Salloy!I!IL £
. ifi uperalloy o
Type| Shape of insert Model =i 5
-cation rNMc-EBESsEIEBECcBEcE e
@GIC| S |ed [ r|L|I22S 88 LSE8R& 82K 8 o
¥ ¥ ¥ ¥ T T T I I |0 O O &)
0 0 O ONMmMOOOO@MOMO @M@ a
DNGA150404AE-2 12.7 | 476 |5.156| 04 | 25| O O O O O
DNGA150408AE-2 12.7 | 4.76 |5.156| 0.8 |21 | O O o O O
DNGA150412AE-2 12.7 | 476 |5.156| 12|20 | O O O O O
AE
DNGA150604AE-2 12.7 | 6.35 |5.156| 04 |25 | O O O O O
DNGA150608AE-2 12.7 | 6.35 |5.156| 0.8 |21 | O O O O O
DNGA150612AE-2 12.7 | 6.35 |5.156| 12|20 | O O o O O
DNGA150404AT01215-2 12.7 | 476 |5.156| 04 |25 | O O O O O
DNGA150408AT01215-2 12.7 | 4.76 |5.156| 0.8 |21 |O O O O O
DNGA150412AT01215-2 127 | 476 |5.156|1.2|20| O O O O O
T01215
. DNGA150604AT01215-2 12.7 | 6.35 |5.156 | 04 |25 | O O o O O
“3 DNGA150608AT01215-2 12.7 | 6.35 |5.156| 0.8 |21 | O O O O O
)
o, DNGA150612AT01215-2 127 | 6.35 |5.156|1.2|2.0 | O O O O O
Q
3 DNGA150404AS01225-2 12.7 | 476 |5.156| 04 | 25| O O O O O O 0|0 O O
§ DNGA150408AS01225-2 12.7 | 4.76 |5.156| 0.8 |21 | O O O O O O 0|0 O O
- DNGA150412AS01225-2 12.7 | 476 |5.156 (1.2 20| O O O O O O O0O|0 O O
S01225
DNGA150604AS01225-2 12.7 | 6.35 [5.156( 0.4 | 25| O O OO OO 0|0 O O
DNGA150608AS01225-2 12.7 | 6.35 |5.156| 0.8 |21 | O O O O O O 0|0 O O
DNGA150612AS01225-2 12.7 | 6.35 |5.156| 12|20 | O O O O O O 0|0 O O
DNGA150404AS00815-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 O O O
DNGA150408AS00815-2 12.7 | 4.76 |5.156 | 0.8 | 2.1 O O O
DNGA150412AS00815-2 12.7 | 476 |5.156| 1.2 | 2.0 O O O
S00815
DNGA150604AS00815-2 12.7 | 6.35 |5.156 | 0.4 | 2.5 O O O
DNGA150608AS00815-2 12.7 | 6.35 |5.156 | 0.8 | 2.1 O O O
DNGA150612AS00815-2 12.7 | 6.35 |5.156 | 1.2 | 2.0 O O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
* Recommended grade (always stock available) O Make-to-order
Applicable tool
DDJNR/L PDJNR/L PDPNN PDPNR/L PDUNR/L
Kr:93° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page  A167 A174 A175 A213 A214
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PCBN&PCD inserts

DN D I:l (Negative angle) -

(0 Good working condition (1) Normal working condition (<) Bad working condition
55° 5 (3 cestiron ©0OO
Py
¢d[ }% Heat resistant alloy, Ti alloy SHDH®D
© : : ‘~ -~ a a0
3 m Super hard material ©OLOLE
S ] ;
T o Non ferrous metal
o
%) : : : Powder
g Dimension(mm) Castiron |Hardened steel | alloy&
el . Specifi Superalloy
S Type| Shape of insert Model :
= -cation Sl SRR =S ST S R =i = i .~
2 GIC| S |od | r L 2288228 &3211
g ¥ ¥ ¥ ¥ T T T I |0 O O
@ M Mo Mmoo ononon oo .
. DNGA150404AS01735-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 O O O
@ DNGA150408AS01735-2 12.7 | 4.76 |5.156 | 0.8 | 2.1 O O O
)
o, DNGA150412AS01735-2 12.7 | 4.76 |5.156 | 1.2 | 2.0 O O O
o S01735
aQ DNGA150604AS01735-2 12.7 | 6.35 |5.156 | 0.4 | 2.5 O O O
§ DNGA150608AS01735-2 12.7 | 6.35 |5.156 | 0.8 | 2.1 O O O
©
- DNGA150612AS01735-2 12.7 | 6.35 |5.156 | 1.2 | 2.0 O O O
DNGA150404DE-4 12.7 | 4.76 |5.156| 04 | 25| O O O O O
DNGA150408DE-4 12.7 | 4.76 [5.156| 0.8 21| O O O O O
DNGA150412DE-4 12.7 | 476 |5.156| 12|20 | O O O O O
DE
o DNGA150604DE-4 12.7 | 6.35 [5.156| 0.4 | 25| O O O O O
o
E DNGA150608DE-4 12.7 | 6.35 |5.156| 0.8 21| O O O O O
3 DNGA150612DE-4 12.7 | 6.35 [5.156|1.2|20|O O O O O
2.
8 DNGA150404DT01215-4 12.7 | 476 |5.156| 04 |25 | * * *x k *x
2 DNGA150408DT01215-4 12.7 | 476 |5.156| 08 | 2.4 | * * * * %
= DNGA150412DT01215-4 12.7 | 4.76 |5156| 1.2 | 2.0 | * * *x Kk *
T01215
DNGA150604DT01215-4 12.7 | 6.35 |5.156| 0.4 | 25 | * * * Kk ok
DNGA150608DT01215-4 12.7 | 6.35 |5.156| 0.8 | 2.1 | * * *x k x
DNGA150612DT01215-4 12.7 | 6.35 [5.156| 1.2 | 2.0 | * * * Kk X
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
* Recommended grade (always stock available) O Make-to-order
Applicable tool
DDJNR/L PDJNR/L PDPNN PDPNR/L PDUNR/L
Kr:93° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page  A167 A174 A175 A213 A214

A122



PCBN&PCD inserts

(0 Good working condition (1) Normal working condition (%) Bad working condition
55° 5 m Cast iron @ @ @ @
x
e Heat resistant alloy, Ti alloy SGHDHN
od Q
o q H U DHE Y
z) m Super hard material OV
s g
" o Non ferrous metal
2
. . . Powder 2
Dimension(mm) Castiron | Hardened steel Salloy!I!IL £
. ifi uperalloy o
Type| Shape of insert Model =i 5
-cation rNMc-EBESsEIEBECcBEcE e
@GIC| S |ed [ r|L|I22S 88 LSE8R& 82K 8 o
¥ ¥ ¥ ¥ T T T I I |0 O O &)
0 0 O ONMmMOOOO@MOMO @M@ a
DNGA150404DS01225-4 12.7 | 476 |5.156| 0.4 | 25| O O *x * * * *x|O O O
DNGA150408DS01225-4 12.7 | 4.76 |5.156( 0.8 |21 | O O *x * * * *x|O O O
DNGA150412DS01225-4 12.7 | 476 |5.156 (1.2 20| O O *x * x * *|O O O
DNGA150602DS01225-4 S$01225| 12.7 | 6.35 [5.156| 0.2 | 2.7 *x k kx k ok
DNGA150604DS01225-4 12.7 | 6.35 |5.156| 0.4 |25 | O O *x * * * *x|O O O
DNGA150608DS01225-4 12.7 | 6.35 [5.156( 08 |21 |O O *x * * * *x|O O O
DNGA150612DS01225-4 12.7 | 6.35 |5.156( 1.2 20| O O *x * x * *|O O O
DNGA150404DS00815-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 * *x O
8 DNGA150408DS00815-4 12.7 | 4.76 |5.156 | 0.8 | 2.1 * *x O
c
% DNGA150412DS00815-4 12.7 | 4.76 |5.156 | 1.2 | 2.0 *x *x O
& DNGA150602DS00815-4 S00815| 12.7 | 6.35 |5.156| 0.2 | 2.7 *x *x O
@
;‘. DNGA150604DS00815-4 12.7 | 6.35 |5.156 | 0.4 | 2.5 * *x O
w
g DNGA150608DS00815-4 12.7 | 6.35 |5.156 | 0.8 | 2.1 * *x O
DNGA150612DS00815-4 12.7 | 6.35 |5.156 | 1.2 | 2.0 *x *x O
DNGA150404DS01735-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 O % O
DNGA150408DS01735-4 12.7 | 4.76 |5.156 | 0.8 | 2.1 O % O
DNGA150412DS01735-4 12.7 | 476 |5.156 | 1.2 | 2.0 O % O
DNGA150602DS01735-4 S01735| 12.7 | 6.35 |5.156 | 0.2 | 2.7 O % O
DNGA150604DS01735-4 12.7 | 6.35 |5.156 | 0.4 | 2.5 O % O
DNGA150608DS01735-4 12.7 | 6.35 |5.156 | 0.8 | 2.1 O % O
DNGA150612DS01735-4 12.7 | 6.35 |5.156 | 1.2 | 2.0 O % O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

Applicable tool

DDJNR/L PDJNR/L PDPNN PDPNR/L PDUNR/L
Kr:93° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page  A167 A174 A175 A213 A214
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PCBN&PCD inserts

DN D I:l (Negative angle)

(0 Good working condition (L) Normal working condition (:<) Bad working condition
55° g m Cast iron OQOVB
X
s Heat resistant alloy, Ti alloy SHOH®
ad 2
3 m Super hard material OO LEBY
s g
— o Non ferrous metal
. . . Powder
Dimension(mm) Cast iron |Hardened steel SaIonélilt
. i uperalloy
Type| Shape of insert Model g
-cation rNcESEBI=EBECcECE
GIC| S |od |r| L 22885288328\
¥ ¥ ¥ ¥ T T T I |0 O O
M Mo Mmoo ononon oo .
DNGA150404CE-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 O
DNGA150408CE-2 12.7 | 4.76 |5.156 | 0.8 | 2.1 O
DNGA150412CE-2 12.7 | 4.76 |5.156 | 1.2 | 2.0 O
CE
DNGA150604CE-2 12.7 | 6.35 |5.156 | 0.4 | 2.5 O
DNGA150608CE-2 12.7 | 6.35 |5.156 | 0.8 | 2.1 O
DNGA150612CE-2 12.7 | 6.35 |5.156 | 1.2 | 2.0 O
DNGA150404CT01215-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 *
o
% DNGA150408CT01215-2 12.7 | 4.76 |5.156 | 0.8 | 2.1 *
-
§_ DNGA150412CT01215-2 12.7 | 4.76 |5.156 | 1.2 | 2.0 *
= T01215
S DNGA150604CT01215-2 12.7 | 6.35 |5.156 | 0.4 | 2.5 *
5
B DNGA150608CT01215-2 12.7 | 6.35 |5.156 | 0.8 | 2.1 *
©
(ad
DNGA150612CT01215-2 12.7 | 6.35 |5.156 | 1.2 | 2.0 *
DNGA150404CS01225-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 O
DNGA150408CS01225-2 12.7 | 4.76 |5.156 | 0.8 | 2.1 O
DNGA150412CS01225-2 12.7 | 4.76 |5.156 | 1.2 | 2.0 O
S01225
DNGA150604CS01225-2 12.7 | 6.35 |5.156 | 0.4 | 2.5 O
DNGA150608CS01225-2 12.7 | 6.35 |5.156 | 0.8 | 2.1 O
DNGA150612CS01225-2 12.7 | 6.35 |5.156 | 1.2 | 2.0 O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
* Recommended grade (always stock available) O Make-to-order
Applicable tool
DDJNR/L PDJNR/L PDPNN PDPNR/L PDUNR/L
Kr:93° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page  A167 A174 A175 A213 A214

A124



PCBN&PCD inserts

DN D D (Negative angle)

(& Good working condition (%) Normal working condition () Bad working condition
© a 73
55 2 m Cast iron QOLB
21C z ) P P
o Heat resistant alloy, Ti alloy & H U H Y
o
o
; g m Super hard material ©OLL®
o
5 Non ferrous metal
2
. . . Powder 2
Dimension(mm) Castiron | Hardened steel Salloyélilt £
. ; uperalloy Q
Type| Shape of insert Model Specifi g
-cation rNMcBSEEBECcBEcE =
al1.c S r 2288228838288 s
¥ ¥ ¥ ¥ T T T I I |0 O O &)
0 0 0O ONMmMOmMO®OO@OmMMOmMmaA a
DNGN150404BE 12.7 4.76 0.4 O
DNGN150408BE 12.7 4.76 0.8 O
DNGN150412BE 12.7 4.76 1.2 O
BE
DNGN150604BE 12.7 6.35 0.4 O
DNGN150608BE 12.7 6.35 0.8 O
DNGN150612BE 12.7 6.35 1.2 O
DNGN150404BT01215 12.7 4.76 0.4 *
= DNGN150408BT01215 12.7 4.76 0.8 *
=
& DNGN150412BT01215 12.7 4.76 1.2 *
s T01215
3 DNGN150604BT01215 12.7 6.35 0.4 *
[}
= DNGN150608BT01215 12.7 6.35 0.8 *
DNGN150612BT01215 12.7 6.35 1.2 *
DNGN150404BS01225 127 4.76 0.4 O
DNGN150408BS01225 12.7 4.76 0.8 O
DNGN150412BS01225 12.7 4.76 1.2 O
S01225
DNGN150604BS01225 12.7 6.35 0.4 O
DNGN150608BS01225 12.7 6.35 0.8 O
DNGN150612BS01225 12.7 6.35 1.2 O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

A125



PCBN&PCD inserts

SN D I:l (Negative angle) N

(20 Good working condition (1) Normal working condition (<) Bad working condition
90° DY
21.c— {3 OE m Cast iron QOLVB
. h 3 . , p
\ = Heat resistant alloy, Ti alloy I
] 8 '
\ T 3 m Super hard material ©OLLBE
A : | ©
o Non ferrous metal
bl
8 . . . Powder
g Dimension(mm) Castiron | Hardened steel | alloy&
T : Specifi Superalloy
S Type| Shape of insert Model ;
= -cation ctHcEHE=H=Ez=E
2 PIC| S |aod [ r | LI2S2 8852283323
3 ¥ ¥ ¥ ¥ T T T I I|0 O 0
7 N 0O MOomMOMOaOOaod oMo o a
SNGA120404AE-2 12.7 | 476 |5.156| 04 | 25| O O O O O
SNGA120408AE-2 12.7 | 476 |5.156| 0.8 |22 | O O o O O
SNGA120412AE-2 127 | 476 |5.156| 12|20 O O o O O
AE
SNGA120404AE-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 o O O
SNGA120408AE-4 12.7 | 4.76 |5.156 | 0.8 | 2.2 O O O
SNGA120412AE-4 12.7 | 476 |5.156 | 1.2 | 2.0 o O O
SNGA120404AT01215-2 12.7 | 476 |5.156| 04 |25 O O o O O
SNGA120408AT01215-2 12.7 | 476 |5.156| 0.8 |22 | O O o O O
SNGA120412AT01215-2 12.7 | 476 |5.156|1.2|20|O O O O O
T01215
. SNGA120404AT01215-4 12.7 | 476 |5.156 | 0.4 | 2.5 o O O
“3 SNGA120408AT01215-4 12.7 | 4.76 |5.156 | 0.8 | 2.2 o O O
)
o, SNGA120412AT01215-4 12.7 | 476 |5.156 | 1.2 | 2.0 O O O
Q
3 SNGA120404AS01225-2 12.7 | 476 |5.156| 04 | 25| O O O O O
§ SNGA120408AS01225-2 12.7 | 476 |5.156| 0.8 |22 | O O O O O
- SNGA120412AS01225-2 127 | 476 |5.156| 12|20 O O o O O
S01225
SNGA120404AS01225-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 O O O O 0|0 O O
SNGA120408AS01225-4 12.7 | 4.76 |5.156 | 0.8 | 2.2 O O O O 0|0 O O
SNGA120412AS01225-4 12.7 | 476 |5.156 | 1.2 | 2.0 o O O O 0|0 O O
SNGA120404AS00815-4 12.7 | 476 |5.156 | 0.4 | 2.5 O O O
SNGA120408AS00815-4 S00815| 12.7 | 4.76 |5.156| 0.8 | 2.2 O O O
SNGA120412AS00815-4 12.7 | 4.76 |5.156 | 1.2 | 2.0 O O O
SNGA120404AS01735-4 12.7 | 476 |5.156 | 0.4 | 2.5 O O O
SNGA120408AS01735-4 S01735| 12.7 | 4.76 |5.156| 0.8 | 2.2 O O O
SNGA120412AS01735-4 12.7 | 476 |5.156 | 1.2 | 2.0 O O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
* Recommended grade (always stock available) O Make-to-order
Applicable tool
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
Page  A168 A176 A177 A178 A179 A215
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PCBN&PCD inserts

SN D D (Negative angle)

(0 Good working condition (%) Normal working condition (<) Bad working condition
90° DY
) S‘% m Cast iron QOLVB
x
i Heat resistant alloy, Ti alloy SHOIR
od| [ 8
© . ~a -~ YA
|| g m Super hard material OOV G
o
LS. i Non ferrous metal
2
. . . Powder 2
Dimension(mm) Cast iron |Hardened steel Salloy!I!IL £
. ; uperalloy Q
Type| Shape of insert Model el 5
-cation rNMc-EBESsEIEBECcBEEE =
GIC| S |ad [r L2288 c288 88288 @
¥ ¥ ¥ ¥ T T T I I 0 O 0 &)
M OO MNMMOM®ODONn®NDOD O @D D a
SNGA120404DE-4 12.7 | 4.76 |5.156| 04 |25 | O O
SNGA120408DE-4 DE 12.7 | 4.76 |5.156| 0.8 |22 | O O
SNGA120412DE-4 12.7 | 476 |5.156| 1.2 20| O O
SNGA120404DT01215-4 12.7 | 4.76 |5.156 | 0.4 |25 | % *
SNGA120408DT01215-4 T01215| 12.7 | 476 |5.156| 0.8 [ 2.2 | * *
SNGA120412DT01215-4 12.7 | 4.76 [5.156| 1.2 | 2.0 | * *
o SNGA120404DS01225-4 12.7 | 476 |5.156| 04 |25 | O O
o
g. SNGA120408DS01225-4 12.7 | 4.76 |5.156| 0.8 |22 | O O
3 SNGA120412DS01225-4 12.7 | 476 |5.156| 1.2 20| O O
[o% S01225
ol SNGA120404DS01225-8 12.7 | 4.76 |5.156 | 0.4 | 2.5 O O O O O
g SNGA120408DS01225-8 127 | 4.76 |5.156 | 0.8 | 2.2 0000 O
= SNGA120412DS01225-8 12.7 | 4.76 |5.156 | 1.2 | 2.0 OO O O O
SNGA120404DS00815-8 12.7 | 476 |5.156 | 0.4 | 2.5 O O O
SNGA120408DS00815-8 S00815| 12.7 | 4.76 |5.156 | 0.8 | 2.2 O O O
SNGA120412DS00815-8 12.7 | 4.76 |5.156 | 1.2 | 2.0 O O O
SNGA120404DS01735-8 12.7 | 4.76 |5.156 | 0.4 | 2.5 O O O
SNGA120408DS01735-8 S01735| 12.7 | 4.76 |5.156| 0.8 | 2.2 O O O
SNGA120412DS01735-8 12.7 | 4.76 |5.156 | 1.2 | 2.0 O O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
% Recommended grade (always stock available) O Make-to-order
Applicable tool
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
Page  A168 A176 A177 A178 A179 A215
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SN D I:l (Negative angle)

PCBN&PCD inserts

(0 Good working condition () Normal working condition (.} Bad working condition

\

90° DY
21.C— \{1 g m Cast iron QOO ®
\ Ey
‘ \ 2 Heat resistant alloy, Ti alloy SHDHRN
U 2
\_ | 3 m Super hard material QLoLwe &
r L‘ §
o Non ferrous metal
. . . Powder
Dimension(mm) Cast iron |Hardened steel SaIonélilt
. fi uperalloy
Type| Shape of insert Model Specifi
-cation FS T IS =T Siss =
GIC| S |od [r | LIS 882883288
¥ ¥ ¥ ¥ T T T I I| | O O
M OO MmMMOMODonNDOVD O @D A
SNGA120404CE-2 12.7 | 476 |5.156 | 0.4 | 2.5 O
SNGA120408CE-2 12.7 | 4.76 |5.156 | 0.8 | 2.2 O
SNGA120412CE-2 12.7 | 4.76 |5.156 | 1.2 | 2.0 O
CE
SNGA120404CE-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 O
SNGA120408CE-4 12.7 | 4.76 |5.156 | 0.8 | 2.2 O
SNGA120412CE-4 12.7 | 476 |5.156 | 1.2 | 2.0 O
SNGA120404CT01215-4 12.7 | 4.76 |5.156 | 0.4 | 2.5 *
o
% SNGA120408CT01215-4 12.7 | 4.76 |5.156 | 0.8 | 2.2 *
=g
§_ SNGA120412CT01215-4 12.7 | 4.76 |5.156 | 1.2 | 2.0 *
=2 T01215
o
= SNGA120404CT01215-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 *
=]
? SNGA120408CT01215-2 12.7 | 4.76 |5.156 | 0.8 | 2.2 *
-
SNGA120412CT01215-2 12.7 | 4.76 |5.156 | 1.2 | 2.0 *
SNGA120404CS01225-4 12.7 | 476 |5.156 | 0.4 | 2.5 O
SNGA120408CS01225-4 12.7 | 4.76 |5.156 | 0.8 | 2.2 O
SNGA120412CS01225-4 12.7 | 4.76 |5.156 | 1.2 | 2.0 O
S01225
SNGA120404CS01225-2 12.7 | 4.76 |5.156 | 0.4 | 2.5 O
SNGA120408CS01225-2 12.7 | 4.76 |5.156 | 0.8 | 2.2 O
SNGA120412CS01225-2 12.7 | 4.76 |5.156 | 1.2 | 2.0 O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
% Recommended grade (always stock available) O Make-to-order
Applicable tool
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
Page  A168 A176 A177 A178 A179 A215
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\ General Turning Inserts

PCBN&PCD inserts

SN D D (Negative angle)

oF () Good working condition (£t Normal working condition (%) Bad working condition
= Cast iron DY
gic %m ©0Le
}%— Heat resistant alloy, Ti alloy SHDHRN
8
3 m Super hard material ©OLOEO
r Y
S L
. o Non ferrous metal
2
. . . Powder 2
Dimension(mm) Castiron | Hardened steel Salloyélilt £
. i uperalloy o
Type| Shape of insert Model Specifi g
-cation PSR =l v S i s o i e
21.Cc S r 2288528832883 @
¥ ¥ ¥ ¥ T T T I I | O O &)
M OO MNMMOM®ODONn®NOND MO @D @D a
SNGN120404BE 12.7 4.76 0.4 O
SNGN120408BE BE 12.7 4.76 0.8 O
SNGN120412BE 12.7 4.76 1.2 O
g SNGN120404BT01215 12.7 4.76 04 *
(e}
g. SNGN120408BT01215 T01215| 127 4.76 0.8 *
wv
© SNGN120412BT01215 12.7 4.76 1.2 *
—
SNGN120404BS01225 12.7 4.76 04 O
SNGN120408BS01225 S01225| 127 4.76 0.8 O
SNGN120412BS01225 12.7 4.76 1.2 O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

TN D I:l (Negative angle) -

(2 Good working condition (1t} Normal working condition (<) Bad working condition
ngastiron ©0OO
Py
}E- Heat resistant alloy, Ti alloy SH N
8 ;
od i AN ) () G
3 m Super hard material ©QOLOLBLE
§ ;
S o Non ferrous metal
o
8 . . . Powder
g Dimension(mm) Castiron | Hardened steel | alloy&
el . Specifi Superalloy
S Type| Shape of insert Model 5
= -cation ctHcEHE=H=EH=E
2 GIC| S | od |r | L2288 85288 4&328 3
g ¥ ¥ ¥ ¥ T T T I |0 O O
@ M Mo Mmoo ononon oo .
TNGA160404AE-3 9.525| 4.76 | 381 |04 |25|0O O O O O
TNGA160408AE-3 AE 9.525| 4.76 | 381 | 08|22 |O O O O O
TNGA160412AE-3 9.525| 4.76 | 381 |1.2|20|O O O O O
TNGA160404AT01215-3 9.525| 4.76 | 381 | 04|25 |0 O O O O
TNGA160408AT01215-3 T01215 {9.525| 4.76 | 3.81 | 08|22 |O O O O O
‘5”- TNGA160412AT01215-3 9.525| 4.76 | 381 12|20 (O O O O O
Q
o TNGA160404AS01225-3 9.525| 476 | 381 |04 |25|0O O O O O O 0|0 O O
1%
s TNGA160408AS01225-3 $01225 |9.525| 4.76 | 3.81 |08 |22 | O O O O O O O O
aQ
5t TNGA160412AS01225-3 9.525| 4.76 | 381 |1.2|20|O O O O O O O O
w
f_-?, TNGA160404AS00815-3 9.525| 4.76 | 3.81 | 0.4 | 2.5 O O O
TNGA160408AS00815-3 S00815 |9.525| 4.76 | 3.81 | 0.8 | 2.2 O O O
TNGA160412AS00815-3 9.525| 4.76 | 3.81 | 1.2 | 2.0 O O O
TNGA160404AS01735-3 9.525| 4.76 | 3.81 | 0.4 | 2.5 O
TNGA160408AS01735-3 S01735 |9.525| 4.76 | 3.81 | 0.8 | 2.2 O
TNGA160412AS01735-3 9.525| 4.76 | 3.81 | 1.2 | 2.0 O O O
o TNGA160404DE-6 9.525| 4.76 | 381 |04 |25|O O O O O
o
E TNGA160408DE-6 DE 9.525| 4.76 | 381 | 08|22 |0 O O O O
3 TNGA160412DE-6 9.525| 4.76 | 381 |1.2|2.0 (O O O O O
2.
o TNGA160404DT01215-6 9.525| 4.76 | 3.81 | 0.4 |25 | % * * Kk *
2 TNGA160408DT01215-6 | T01215 |9525| 476 | 3.81 | 0.8 | 22| % * x x *
- TNGA160412DT01215-6 9.525| 476 | 381 | 12|20 | % * * * *
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:90° Kr:90° Kr:60° Kr:90° Kr:90°
Page  A169 A180 A181 A182 A216
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PCBN&PCD inserts

(0 Good working condition (%) Normal working condition () Bad working condition
60° NP
- g m Cast iron QOLVB
X
"'i,- Heat resistant alloy, Ti alloy SHDHR
o
ﬂd[ g m Super hard material ©QOLE
Fa | o
.S 5 Non ferrous metal
2
. . . Powder 2
Dimension(mm) Castiron | Hardened steel Salloy!I!IL £
. ifi uperalloy o
Type| Shape of insert Model Specifi g
-cation rNMcEBESsEIEECcEEE =
GIC| S |eod | r (L2288 8228 &3/28S3 @
¥ ¥ ¥ ¥ T T T LT I |0 O O &)
0 0O ONMOMMODOOODMOMO @M A a
TNGA160404DS01225-6 9.525| 4.76 | 381 (04 |25 |0 O *x * * * *x|O O O
TNGA160408DS01225-6 S$01225 |9.525| 4.76 | 381 (08|22 |O O *x * * * *x|O O O
8 TNGA160412DS01225-6 9525|476 | 381 |12|20|O O *x x * * *x|O O O
c
% TNGA160404DS00815-6 9525|476 | 381 |04 |25 *x *x O
|
& TNGA160408DS00815-6 S00815 |9.525| 4.76 | 3.81 [ 0.8 | 2.2 *x *x O
@
g’. TNGA160412DS00815-6 9.525| 4.76 | 3.81 | 1.2 | 2.0 * *x O
wv
g TNGA160404DS01735-6 9525|476 | 3.81 |04 |25 O O
TNGA160408DS01735-6 S01735 |9.525| 4.76 | 3.81 | 0.8 | 2.2 O @)
TNGA160412DS01735-6 9525|476 | 381 | 1.2| 2.0 O O
TNGA160404CE-3 9.525| 4.76 | 3.81 | 0.4 | 2.5 O
TNGA160408CE-3 CE 9.525| 476 | 3.81 | 0.8 |22 O
= TNGA160412CE-3 9525|476 | 381 | 1.2 |20 O
>
g- TNGA160404CT01215-3 9525|476 | 381 |04 |25 *
O
g' TNGA160408CT01215-3 T01215 |9.525| 4.76 | 3.81 | 0.8 | 2.2 *
=]
é' TNGA160412CT01215-3 9525|476 | 3.81 | 1.2|2.0 *
[0}
= TNGA160404CS01225-3 9525|476 | 381 |04 |25 O
TNGA160408CS01225-3 S$01225 |9.525| 4.76 | 3.81 | 0.8 | 2.2 O
TNGA160412CS01225-3 9.525| 4.76 | 3.81 [ 1.2 | 2.0 O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

Applicable tool

DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:90° Kr:90° Kr:60° Kr:90° Kr:90°
Page  A169 A180 A181 A182 A216
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TN D I:l (Negative angle)

PCBN&PCD inserts

() Good working condition (&) Normal working condition (:4) Bad working condition
60° T
oEmCastlron QOLVB
21.c z . .
3 Heat resistant alloy, Ti alloy SH DY
Q
o
3 m Super hard material DOV
r s ot
= o Non ferrous metal
. . . Powder
Dimension(mm) Cast iron |Hardened steel SaIonililt
. i uperalloy
Type| Shape of insert Model Specifi
-cation D SR =R NI (R = =i i) i i
@1.c S r 2288528832883
¥ ¥ ¥ ¥ T I I I I 0 ® 9
0N O mMODMOOD®Do @0 m
TNGN160404BE 9.525 4.76 0.4 O
TNGN160408BE BE 9.525 4.76 0.8 @]
TNGN160412BE 9.525 4.76 1.2 O
g TNGN160404BT01215 9.525 4.76 0.4 *
(o}
g. TNGN160408BT01215 T01215 | 9.525 4.76 0.8 *
8; TNGN160412BT01215 9.525 4.76 1.2 *
at
TNGN160404BS01225 9.525 4.76 0.4 O
TNGN160408BS01225 $01225 | 9.525 4.76 0.8 O
TNGN160412BS01225 9.525 4.76 1.2 O

According to processing requirements, the size and number of

non-standard tool nose arcs can be provided.

A132

When using PCBN blades, please try to keep the cutting

depth below. 0.5mm.

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



PCBN&PCD inserts

(0 Good working condition (%) Normal working condition (<) Bad working condition
5 m Cast iron QOLVB
'g Heat resistant alloy, Ti alloy wHDOHN
é m Super hard material ©OVL®
% Non ferrous metal
Powder %
» Dimension(mm) Cast iron |Hardened steel aIon!IKILO g
Type| Shape of insert Model -SCF:t]iC(I)?I -E-B<El-B- :jpiai §
PIC| S [ od [r|L 2288288888228 &
fd oo oomooolasa &
VNGA160404AE-2 9.525| 4.76 | 3.81 | 0.4 | 2.8 o O O
VNGA160408AE-2 AE |9.525| 476 | 3.81 | 0.8 | 2.5 O O O
VNGA160412AE-2 9.525| 476 | 3.81 | 1.2 |20 O O O
VNGA160404AT01215-2 9.525| 4.76 | 3.81 |04 (2.8 O O O
VNGA160408AT01215-2 T01215|9.525| 4.76 | 3.81 | 0.8 | 2.5 o O O
‘:—’,'5 VNGA160412AT01215-2 9.525| 4.76 | 3.81 [ 1.2 | 2.0 O O O
L% VNGA160404AS01225-2 9.525| 476 | 3.81 |04 |28 OO O O 0|0 O O
é—l VNGA160408AS01225-2 S01225|9.525| 4.76 | 3.81 [ 0.8 | 2.5 O O OO O|0 O O
‘51- VNGA160412AS01225-2 9.525| 4.76 | 3.81 [ 1.2 | 2.0 OO OO O0O|0 O O
§ VNGA160404AS00815-2 9.525| 4.76 | 3.81 [ 0.4 | 2.8 O O O
VNGA160408AS00815-2 S00815|9.525| 4.76 | 3.81 | 0.8 | 2.5 O O O
VNGA160412AS00815-2 9.525| 4.76 | 3.81 | 1.2 (2.0 O O O
VNGA160404AS01735-2 9.525| 4.76 | 3.81 | 0.4 | 2.8 O O O
VNGA160408AS01735-2 S$01735|9.525| 4.76 | 3.81 | 0.8 | 2.5 O O O
VNGA160412AS01735-2 9.525| 4.76 | 3.81 [ 1.2 | 2.0 O O O
o VNGA160404DE-4 9.525| 4.76 | 3.81 | 0.4 (2.8 O O O
g_ VNGA160408DE-4 DE |9.525| 4.76 | 3.81 | 0.8 | 2.5 o O O
ZT. VNGA160412DE-4 9.525| 4.76 | 3.81 [ 1.2 | 2.0 O O O
i VNGA160404DT01215-4 9.525| 4.76 | 3.81 | 0.4 | 2.8 * *x K
2 VNGA160408DT01215-4 | T01215|9.525| 4.76 | 3.81 | 0.8 | 25 x *x *
w
-~ VNGA160412DT01215-4 9.525| 4.76 | 3.81 | 1.2 | 2.0 *x * *
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

Applicable tool

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

VN D I:l (Negative angle) -

(0 Good working condition (1) Normal working condition (.} Bad working condition
ngashron @@@@
ey
2 Heat resistant alloy, Ti alloy SHDHEN
Q
2 H
g m Super hard material ©QOLLE
E_:' Non ferrous metal
bl
%) - : Powder
g Dimension(mm) Castiron | Hardened steel | alloy&
T ; Specifi Superalloy
S Type| Shape of insert Model :
= -cation Sl SRR =S ST S R =i = i .~
2 GIC| S | od |r | L2288 85288 4&328 I
3 ¥ ¥ ¥ ¥ T T T I I|0 O 0
@ N 0O MONom©MOOaOOaodmMmaA
VNGA160404DS01225-4 9.525| 4.76 | 381 |04 |28 *x *x *x *x x| O O O
VNGA160408DS01225-4 S$01225 | 9.525| 4.76 | 3.81 | 0.8 | 2.5 *x *x *x *x *x|O O O
8 VNGA160412DS01225-4 9.525| 4.76 | 3.81 | 1.2 | 2.0 *x *x x *x *x|O O O
c
% VNGA160404DS00815-4 9.525| 476 | 3.81 |04 |28 * *x O
% VNGA160408DS00815-4 S00815 | 9.525| 4.76 | 3.81 | 0.8 | 2.5 *x *x O
@
;’. VNGA160412DS00815-4 9.525| 4.76 | 3.81 | 1.2| 2.0 * *x O
w
,%_ VNGA160404DS01735-4 9.525| 4.76 | 3.81 | 04|28 O % O
VNGA160408DS01735-4 S$01735|9.525| 4.76 | 3.81 | 0.8 | 2.5 O O
VNGA160412DS01735-4 9.525| 4.76 | 3.81 | 1.2| 2.0 O O
VNGA160402CE-2 9.525| 4.76 | 3.81 | 0.2 |33 O
VNGN160404CE-2 9.525| 4.76 | 3.81 | 04|28 O
CE
VNGN160408CE-2 9.525| 4.76 | 381 | 0.8 |25
VNGN160412CE-2 9.525| 4.76 | 3.81 | 1.2| 2.0 O
o
% VNGA160402CT01215-2 9.525| 4.76 | 3.81 | 0.2 |33 *
=
§_ VNGN160404CT01215-2 9.525| 4.76 | 3.81 | 04|28 *
o T01215
S VNGN160408CT01215-2 9.525| 476 | 381 | 0.8 |25 *
>
B VNGN160412CT01215-2 9.525| 4.76 | 3.81 | 1.2| 2.0 *
=
VNGA160402CS01225-2 9.525| 4.76 | 3.81 | 0.2 | 3.3 O
VNGN160404CS01225-2 9.525| 476 | 381 |04 |28 O
S01225
VNGN160408CS01225-2 9.525| 4.76 | 381 | 0.8 |25
VNGN160412CS01225-2 9.525| 4.76 | 3.81 | 1.2| 2.0 O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

Applicable tool

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

VN D D (Negative angle)

(0 Good working condition (%) Normal working condition (<) Bad working condition
21.c 35° g m Cast iron QOLVB
o
}'i,— Heat resistant alloy, Ti alloy OHDH
r © q AA i AR
g m Super hard material ©QOLEO
o
z—T‘_z' Non ferrous metal
2
. _ . Powder g
Dimension(mm) Castiron | Hardened steel SaIon!ISIL £
. it uperalloy a
Type| Shape of insert Model Speqfl g
-cation rHcEBEsERI=EBRC-cBEBEE e
a1.C S r 228852883288 s
¥ ¥ ¥ ¥ T T I I I | 0 O 0 &)
M OO M MOMOnDonoDMO O M@ a
VNGN160402BE 9.525 4.76 0.4 O
VNGN160404BE 9.525 4.76 0.4 O
BE
VNGN160408BE 9.525 4.76 0.8
VNGN160412BE 9.525 4.76 1.2 O
= VNGN160402BT01215 9.525 4.76 0.4 *
-+
a VNGN160404BT01215 9.525 4.76 0.4 *
-
. T01215
@ VNGN160408BT01215 9.525 4.76 0.8 *
[0}
= VNGN160412BT01215 9.525 4.76 1.2 *
VNGN160402BS01225 9.525 4.76 0.4 O
VNGN160404BS01225 9.525 4.76 0.4 O
S01225
VNGN160408BS01225 9.525 4.76 0.8
VNGN160412BS01225 9.525 4.76 1.2 O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

A135



PCBN&PCD inserts

WN D I:l (Negative angle) N

(0 Good working condition (1) Normal working condition (.} Bad working condition
80°
< OEBCastiron QOLVLB
=
% Heat resistant alloy, Ti alloy SH N
3 ;
g m Super hard material ©OLOLE
3 .
s n:_x Non ferrous metal
o
8 . . . Powder
g Dimension(mm) Castiron | Hardened steel | alloy&
el . Specifi Superalloy
S Type| Shape of insert Model ;
o -cation -BB-E-e-EaEE-s-E
5 SS9 ¥ SSH B|5S S
2 GIC| S | @d [r [L 22 Jd o288 oo
g ¥ ¥ ¥ ¥ T T T I T\ 0 O O
@ M M oMo Ooononon oo .
WNGAO080404AE-3 127 | 476 | 516 | 04 | 25 O O O
WNGAO080408AE-3 AE 12.7 | 476 | 5.16 | 0.8 | 2.4 O O O
WNGAO080412AE-3 127 | 476 | 516 | 1.2 |23 O O O
WNGA080404AT01215-3 12.7 | 476 | 5.16 | 04 | 25 O O O
WNGA080408AT01215-3 T01215| 12.7 | 476 | 5.16 | 0.8 | 2.4 O O O
‘5”- WNGA080412AT01215-3 12.7 | 476 | 5.16 | 1.2 |23 O O O
Q
rIT WNGA080404AS01225-3 127 | 476 | 516 |04 |25 O O O O 0|0 O O
1%
s WNGA080408AS01225-3 S01225| 12.7 | 476 | 5.16 | 0.8 | 2.4 O O O o O O
aQ
5t WNGA080412AS01225-3 127 | 476 | 516 | 1.2 |23 O O O O O O
w
f_—% WNGA080404AS00815-3 127 | 476 | 5.16 |04 |25 O O O
WNGA080408AS00815-3 S00815| 12.7 | 4.76 | 516 | 0.8 | 2.4 O O O
WNGA080412AS00815-3 127 | 476 | 516 | 1.2 |23 O O O
WNGA080404AS01735-3 127 | 476 | 516 | 04 | 25 O
WNGA080408AS01735-3 S01735| 12.7 | 476 | 5.16 | 0.8 | 2.4 O
WNGA080412AS01735-3 127 | 476 | 516 | 1.2 |23 O O O
o WNGA080404DE-6 127 | 476 | 516 |04 |25 | O O
o
g_ WNGA080408DE-6 DE 127 | 476 | 516 |08 |24 |O O
2 WNGA080412DE-6 12.7 | 476 | 516 | 12|23 | O O
(o}
o WNGA080404DT01215-6 12.7 | 476 | 516 | 0.4 | 25| % %
2 WNGA080408DT01215-6 | T01215| 127 | 476 | 516 | 0.8 | 2.4 | % *
- WNGA080412DT01215-6 127 | 476 | 516 | 1.2 |23 | % %
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

Applicable tool

DWLNR/L PWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95°
Page A171 A183 A217
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PCBN&PCD inserts

80° (0 Good working condition (%) Normal working condition () Bad working condition
<o E‘% m Cast iron @ @ (D) @
g Heat resistant alloy, Ti alloy SHDHT
od é (7] Super hard materia OO EE
S ::1 Non ferrous metal
Powder %
Dimension(mm) Castiron |Hardened steel | alloy& £
Type| Shape of insert Model _Scr::ic; f;'] -E-BsBl:-B- iupzalloi g
IC| S |ed [r|L 228828888283 &
fd o b o omoooldasa g
WNGA080404DS01225-6 12.7 | 476 | 5.16 |04 |25| O O
WNGA080408DS01225-6 $01225| 12.7 | 476 | 516 | 0.8 |24 |O O
WNGA080412DS01225-6 12.7 | 476 | 516 (12|23 | O O
o WNGA080404DS00815-6 12.7 | 476 | 381 |04 |25 * *x O
g_ WNGA080408DS00815-6 S00815| 12.7 | 4.76 | 3.81 | 0.8 | 2.2 * *x O
:Z WNGA080412DS00815-6 12.7 | 476 | 381 [ 1.2 |20 * *x O
§ WNGA080404DS01225-6 12.7 | 476 | 3.81 [ 0.4 |25 * Kk ok Kk ok
g. WNGA080408DS01225-6 S01225| 12.7 | 4.76 | 3.81 | 0.8 |22 * Kk Kk k K
-~ WNGA080412DS01225-6 12.7 | 476 | 3.81 | 1.2 |20 * Kk Kk k k
WNGA080404DS01735-6 12.7 | 476 | 381 |04 |25 O * O
WNGA080408DS01735-6 S01735| 12.7 | 4.76 | 3.81 | 0.8 2.2 O * O
WNGA080412DS01735-6 12.7 | 476 | 381 | 1.2 |20 O * O
WNGA080404CE-3 12.7 | 4.76 | 5.16 | 0.4 |25 O
WNGNO080408CE-3 CE 12.7 | 476 | 5.16 | 0.8 | 2.4 @)
& WNGNO080412CE-3 12.7 | 476 | 5.16 [ 1.2 | 2.3 @)
E* WNGA080404CT01215-3 12.7 | 476 | 5.16 | 0.4 |25 *
%‘ WNGN080408CT01215-3 T01215| 12.7 | 4.76 | 5.16 | 0.8 | 2.4 *
;" WNGN080412CT01215-3 127 | 476 | 516 | 1.2 |23 *
% WNGA080404CS01225-3 12.7 | 476 | 5.16 | 0.4 |25 O
WNGN080408CS01225-3 S01225| 12.7 | 476 | 5.16 | 0.8 | 2.4 @)
WNGN080412CS01225-3 12.7 | 476 | 516 | 1.2 |23 @)
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

Applicable tool

DWLNR/L PWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95°
Page A171 A183 A217
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WN D I:l (Negative angle)

PCBN&PCD inserts

\

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

80°
ngastiron ©0LO
X
a1c E Heat resistant alloy, Ti alloy SHDHRN
o
o
. g m Super hard material QOVLE
o
n:_x' Non ferrous metal
. . . Powder
Dimension(mm) Cast iron |Hardened steel SaIonililt
. i uperalloy
Type| Shape of insert Model Specifi
-cation rNcESEBI=EBECcECE
a1.C S| r 22882832883
¥ X X ¥XI T T I I ZI|lno o n
M M0 M MO M MmM@MM@MMM@O@MMM
WNGNO080404BE 12.7 4.76 0.4 @]
WNGNO080408BE BE 12.7 4.76 0.8 @]
WNGN080412BE 12.7 4.76 1.2 O
g WNGN080404BT01215 12.7 4.76 0.4 *
[a]
g. WNGN080408BT01215 T01215 12.7 4.76 0.8 *
§_ WNGN080412BT01215 12.7 4.76 1.2 *
WNGN080404BS01225 12.7 4.76 0.4 O
WNGN080408BS01225 S01225| 127 4.76 0.8 @]
WNGN080412BS01225 12.7 4.76 1.2 O

According to processing requirements, the size and number of

non-standard tool nose arcs can be provided.

A138

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



PCBN&PCD inserts

(0 Good working condition () Normal working condition (<) Bad working condition
g m Cast iron QOLVLB
'g—:? Heat resistant alloy, Ti alloy wHDHS
§' m Super hard material ©OLLE
% Non ferrous metal
Powder g
Dimsension(mm) Castiron |Hardened steel | alloy& 2
Superalloy o
Insert shape Sepcification <. - - .- .. g
oilc| s |ed | r | L SSEEB5E5885255 2
5 o m|lomomod o @@ a o
CCGWO060202AE-2 6.35 | 238 | 2.8 02 | 25 |O O O O O
CCGWO060204AE-2 6.35 | 2.38 | 2.8 04 | 256 |O O O O O
CCGWO060208AE-2 6.35 | 238 | 2.8 08 | 24 |O O O O O
CCGW060202AS01225-2 6.35 | 238 | 2.8 02 | 25 O O O O o O O
CCGW060204AS01225-2 6.35 | 238 | 238 04 | 25 O O O O O O O
CCGW060208AS01225-2 6.35 | 238 | 238 08 | 24 O O O O O O O
CCGW060202AT01225-2 6.35 | 238 | 2.8 02 | 25 |O O O O O
CCGWO060204AT01225-2 6.35 | 238 | 2.8 04 | 25 [O O O O O
CCGWO060208AT01225-2 6.35 | 238 | 2.8 08 | 24 |O O O O O
CCGWO09T302AE-2 9.525 | 397 | 4.4 02 | 25 [O O O O O
CCGWO09T304AE-2 9.525| 3.97 | 4.4 04 | 25 |O O O O O
CCGWO09T308AE-2 9.525| 397 | 44 08 | 24 |O O O O O
CCGWO09T302AS01225-2 9.525 | 3.97 | 4.4 02 | 25 O O O O O O O
CCGWO09T304AS01225-2 9.525| 397 | 44 04 | 25 O O O O O O O
CCGWO09T308AS01225-2 9.525 | 3.97 | 4.4 08 | 24 O O O O O O O
CCGWO09T302AT01225-2 9.525| 397 | 44 02 | 256 |O O O O O
CCGWO09T304AT01225-2 9.525 | 397 | 4.4 04 | 25 |O O O O O
CCGWO09T308AT01225-2 9.525| 397 | 44 08 | 24 [O O O O O
CCGW120402AE-2 127 | 476 | 55 02 | 25 |O O O O O
CCGW120404AE-2 12.7 | 476 | 55 04 | 25 [O O O O O
CCGW120408AE-2 127 | 476 | 55 08 | 24 |O O O O O
CCGW120402AS01225-2 12.7 | 476 | 55 02 | 25 O O O O O O O
CCGW120404AS01225-2 127 | 476 | 55 04 | 25 O O O O O O O
CCGW120408AS01225-2 12.7 | 476 | 55 08 | 24 O O O O O O O
CCGW120402AT01225-2 127 | 476 | 55 02 | 25 |O O O O O
CCGW120404AT01225-2 12.7 | 476 | 55 04 | 256 |O O O O O
CCGW120408AT01225-2 127 | 476 | 55 08 | 24 |O O O O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

Applicable tool

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

Dc D I:l (Positive angle) N

(0 Good working condition (1) Normal working condition (.} Bad working condition
85° | = m Cast iron QOLVB
ey 2
s Heat resistant alloy, Ti alloy SHDHN
od o}
] o : o o -3 70
g m Super hard material ©QOLOL
[0]
E_:' Non ferrous metal
bl
%) : : . Powder
g Dimsension(mm) Castiron |Hardened steel | alloy&
3 D Superalloy
S Insert shape Sepcification - .
2 S S5 38 S hH wISSS
2 al1.C S od r L - - N N|O - N A MOy @
oy ¥ ¥ ¥ ¥ T T T T I | O O
7 0 M OO ooonooonamma
DCGWO070202AE-2 6.35 | 2.38 | 2.8 0.2 27 |O O O O O
DCGWO070204AE-2 6.35 | 2.38 | 2.8 0.4 25 |O O O O O
DCGWO070208AE-2 6.35 | 2.38 | 2.8 0.8 21 |O O O O O
DCGW070202AS01225-2 6.35 | 238 | 2.8 0.2 27 o O O
DCGW070204AS01225-2 6.35 | 238 | 2.8 0.4 25 O O O
DCGWO070208AS01225-2 6.35 | 2.38 | 2.8 0.8 21 O O O O
DCGW070202AT01225-2 6.35 | 2.38 | 2.8 0.2 27 |O O O O O
DCGWO070204AT01225-2 6.35 | 2.38 | 2.8 0.4 25 |O O O O O
DCGWO070208AT01225-2 6.35 | 2.38 | 2.8 0.8 21 |O O o O O
DCGW11T302AE-2 9.525| 397 | 44 0.2 27 |O O o O O
DCGW11T304AE-2 9.525| 397 | 44 0.4 25 |O O o O O
DCGW11T308AE-2 9.525| 397 | 44 0.8 21 |O O O O O
DCGW11T302AS01225-2 9.525| 397 | 44 0.2 27 O O O O O O O
DCGW11T304AS01225-2 9.525| 397 | 44 0.4 25 O O O O o O O
DCGW11T308AS01225-2 9.525| 397 | 44 0.8 21 O O O O o O O
DCGW11T302AT01225-2 9.525| 397 | 44 0.2 27 |O O O O O
DCGW11T304AT01225-2 9.525| 397 | 44 0.4 25 |O O o O O
DCGW11T308AT01225-2 9.525| 397 | 44 0.8 21 |O O O O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

Applicable tool

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

() Good working condition (%) Normal working condition (%) Bad working condition
60Q° _ T
Y g m Cast iron QOLVB
X
}3- Heat resistant alloy, Ti alloy WHDH
© . -~ -~ AN AR
g m Super hard material OOV
o
E_w' Non ferrous metal
2
. . . Powder 2
Dimsension(mm) Castiron |Hardened steel | alloy& £
o Superalloy 8
Insert shape Sepcification _ - . a
1 HHHBAHHHBA g
agl.c S od r L T - N N[O - QAN O d O o
¥ ¥ ¥ ¥ T T T I I |0 O O &)
0N 0O O MmMODOOoowOoOn o da@ a
TCGWO090202AE-3 556 | 2.38 25 0.2 25 |O O O O O
TCGWO090204AE-3 556 | 2.38 25 04 25 |O O o O O
TCGWO090208AE-3 556 | 2.38 25 0.8 22 |O O o O O
TCGW090202AS01225-3 556 | 2.38 25 0.2 25 O O O
TCGW090204AS01225-3 556 | 2.38 25 0.4 25 O O O
TCGW090208AS01225-3 556 | 2.38 25 0.8 22 O O O O O O O
TCGW090202AT01225-3 556 | 2.38 25 0.2 25 |O O o O O
TCGW090204AT01225-3 556 | 2.38 25 04 25 |O O o O O
TCGWO090208AT01225-3 556 | 2.38 25 0.8 22 |O O O O O
TCGW110202AE-3 6.35 | 2.38 28 0.2 25 |O O O O O
TCGW110204AE-3 6.35 | 2.38 2.8 0.4 25 |O O O O O
TCGW110208AE-3 6.35 | 2.38 2.8 0.8 22 |O O O O O
TCGW110202AS01225-3 6.35 | 2.38 2.8 0.2 25 O O O O o O O
TCGW110204AS01225-3 6.35 | 2.38 28 04 25 O O O O o O O
TCGW110208AS01225-3 6.35 | 2.38 28 0.8 22 O O O O O O O
TCGW110202AT01225-3 6.35 | 2.38 28 0.2 25 |O O O O O
TCGW110204AT01225-3 6.35 | 2.38 2.8 0.4 25 |O O O O O
TCGW110208AT01225-3 6.35 | 2.38 2.8 0.8 22 |O O O O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

Applicable tool

STACR/L STFCR/L STGCR/L STECR/L STFCR/L
Kr:90° Kr:90° Kr:91° Kr:60° Kr:90°
Page A198 A198 A199 A200 A223
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VB D I:l (Positive angle)

PCBN&PCD inserts

(22 Good working condition (t*) Normal working condition (=) Bad working condition
ngastlron QOO
ey
}i' Heat resistant alloy, Ti alloy WAEHIEN
(0]
g m Super hard material DO
[0]
n:_x‘ Non ferrous metal
. . X Powder
Dimsension(mm) Castiron | Hardened steel | alloy&
P Superalloy
Insert shape Sepcification o .
— N v~ | N N T v v v v v
glc| S | ed r L 228835288288
¥ ¥ ¥ ¥ T T T I T\ 0 O O
M Mo Mmo®Om®ononodo oo @
VBGW160402AE-2 9.525 | 4.76 4.4 0.2 33 |O O O O O
VBGW160404AE-2 9.525 | 4.76 4.4 0.4 28 |O O O O O
VBGW160408AE-2 9.525 | 4.76 4.4 0.8 25 |O O O O O
VBGW160402AS01225-2 9.525 | 4.76 4.4 0.2 &3 o O O
VBGW160404AS01225-2 9.525 | 4.76 4.4 0.4 2.8 O O O
VBGW160408AS01225-2 9.525 | 4.76 4.4 0.8 245 O O O o O O
VBGW160402AT01225-2 9.525 | 4.76 4.4 0.2 33 |O O O O O
VBGW160404AT01225-2 9.525 | 4.76 4.4 0.4 28 |O O O O O
VBGW160408AT01225-2 9.525 | 4.76 4.4 0.8 25 |O O o O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.
* Recommended grade (always stock available) O Make-to-order
Applicable tool
SVJBR/L VABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:72°30' Kr:107°30' Kr:93°
Page A189 A190 A191 A226 A227
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PCBN&PCD inserts

() Good working condition (%) Normal working condition (%) Bad working condition
5 m Cast iron @ @ @ @
x
}3 Heat resistant alloy, Ti alloy O LW E
W . AR AR G0 LD 6D
g m Super hard material OOV
o
E_)‘ Non ferrous metal
2
. . . Powder 2
Dimsension(mm) Castiron |Hardened steel | alloy& £
L Superalloy 8
Insert shape Sepcification _ -y _ . _ a
A H H H B HA 2
gl.c| s od r L ST ST A NSO - N A IS om
¥ ¥ ¥ ¥ T T I I I O & o
N MO MmMOonDon®omMM®oDoO o D o
VCGW160402AE-2 9525| 476 | 44 | 0.2 3.3 O O O O O
VCGW160404AE-2 9525 | 476 | 44 | 04 2.8 O O O O O
VCGW160408AE-2 9525| 476 | 44 | 08 25 O O O O O
VCGW160402AS01225-2 9525 | 476 | 44 | 0.2 83 O O O
VCGW160404AS01225-2 9525 | 476 | 44 | 04 2.8 O O O
VCGW160408AS01225-2 9525 | 476 | 44 | 08 25 O O O
VCGW160402AT01225-2 9525 | 476 | 44 | 0.2 3.3 O O O O O
VCGW160404AT01225-2 9525 | 476 | 44 | 04 2.8 O O O O O
VCGW160408AT01225-2 9525| 476 | 44 | 08 25 O O O O O
According to processing requirements, the size and number of When using PCBN blades, please try to keep the cutting
non-standard tool nose arcs can be provided. depth below. 0.5mm.

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

Applicable tool

SVVCN SVJCR/L SVQCR/L SVUCR/L
Kr:72°30' Kr:93° Kr:107°30' Kr:93°
Page A192 A193 A224 A225
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PCBN&PCD inserts

CCD I:l (Positive angle) ~
(0 Good working condition (%) Normal working condition (<) Bad working condition
g m Cast iron
'g- Heat resistant alloy, Ti alloy
% m Super hard material
5 Non ferrous metal ) ) D D
Dimension(mm) Grade
Type Shape Specification
ocl s |ed | r | L | 3 = g 3
8 & & 8
CCGWO060202AF 6.35 | 2.38 2.8 0.2 2.6 O O O @]
CCGWO060204AF 6.35 | 2.38 2.8 0.4 285 * * * *
CCGWO060208AF 6.35 | 2.38 2.8 0.8 24 O O O O
g CCGWO09T302AF 9.525 | 3.97 4.4 0.2 2.6 O O O O
3 CCGWO9T304AF 9525 | 397 | 44 | 04 | 25 0 o o o
l?_! CCGWO09T308AF 9.525 | 3.97 4.4 0.8 24 * * * *
° CCGW120402AF 12.7 | 476 5.5 0.2 2.6 O O O @]
CCGW120404AF 12.7 | 4.76 5.5 0.4 25 O O O @]
CCGW120408AF 12.7 | 4.76 5.5 0.8 24 * * * *
CCMX060202AF 6.35 | 2.38 2.8 0.2 2.6 O O O @]
CCMX060204AF 6.35 | 2.38 2.8 0.4 25 O O O @]
CCMX060208AF 6.35 | 2.38 | 28 0.8 2.4 O O O (@)
; CCMXO09T302AF 9.525 | 3.97 4.4 0.2 2.6 O O O @]
§ CCMXO09T304AF 9.525 | 3.97 4.4 0.4 225) O O O @]
a CCMX09T308AF 9525 | 397 | 44 | 08 | 24 o o o o)
° CCMX120402AF 12.7 | 4.76 515 0.2 2.6 O O O @]
CCMX120404AF 12.7 | 4.76 55 0.4 25 O O O @]
CCMX120408AF 12.7 | 476 | 55 0.8 2.4 O O O (@)

According to processing requirements, the size and number of

non-standard tool nose arcs can be provided.

Applicable tool

SCACR/L SCLCR/L
Kr:90° Ki

Page

A144

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

A184

r:95°

SCLCR/L
Kr:95°

A218

SCFCR/L SCLCR/L
Kr:90° Kr:95°
A232 A233



PCBN&PCD inserts

(& Good working condition (L) Normal working condition () Bad working condition
Cast i
g m ast iron
X
g- Heat resistant alloy, Ti alloy
(0]
g m Super hard material
(0]
o Non ferrous metal & & © - 0
3
2
. . O
Dimension(mm) Grade Q
oS
=
Type Shape Specification q
& 3 S 3 *
glc| S ad r L 2 =) = )
(a] o o (a]
DCGWO070202AF 6.35 | 238 | 28 0.2 27 (@) (@) @) (@)
Q DCGWO070204AF 6.35 | 238 | 28 0.4 25 ©) O ©) O
“:’r DCGWO070208AF 6.35 | 238 | 28 0.8 21 * * * *
o
g DCGW11T302AF 9.525 | 397 | 44 0.2 27 @) O @) (@)
@
o DCGW11T304AF 9525 | 397 | 44 0.4 25 @) O ©) O
DCGW11T308AF 9525 | 3.97 | 44 0.8 2.1 * * * *
DCMX070202AF 6.35 | 238 | 28 0.2 27 @) (@) @) (@)
~ DCMX070204AF 6.35 | 238 | 28 0.4 25 @) O @) O
E‘,’r DCMX070208AF 6.35 | 238 | 28 0.8 2.1 (@] (@) (@] O
o
s DCMX11T302AF 9.525 | 397 | 44 0.2 2.7 (@] (@) @) (@)
Q@
o DCMX11T304AF 9.525 | 397 | 44 0.4 25 o O O O
DCMX11T308AF 9.525 | 397 | 44 0.8 21 ©) O @) (@)
According to processing requirements, the size and number of % Recommended grade (always stock available) O Make-to-order
non-standard tool nose arcs can be provided.
Applicable tool
SDACR/L SDJCR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:93° Kr:62°30' Kr:107°30" Kr:93° Kr:95°
Page A186 A187 A188 A219 A220 A221
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PCBN&PCD inserts

TC D I:l (Positive inserts)

™~
60° (20 Good working condition  (t*) Normal working condition (<) Bad working condition
gg m Cast iron
’% Heat resistant alloy, Ti alloy
é m Super hard material
% Non ferrous metal < (‘@ (D (o
Dimension(mm) Grade
Type Shape Specification
a1.C S od r L g g g %
8 & & &
TCGWO090202AF 556 | 238 | 25 0.2 25 O (@) O @)
Q TCGWO090204AF 556 | 2.38 25 0.4 25 O O O @]
E‘,é TCGWO090208AF 556 | 238 | 25 0.8 22 * * * *
; TCGW110202AF 6.35 | 238 | 28 0.2 25 (@] (@) O O
% TCGW110204AF 6.35 | 238 | 28 0.4 25 O (@) O @)
TCGW110208AF 6.35 | 238 | 28 0.8 22 * * * *
TCMX090202AF 556 | 238 | 25 0.2 25 @) (@) O @)
~ TCMX090204AF 556 | 238 | 25 0.4 25 O (@) O @)
“:’r TCMX090208AF 556 | 238 | 25 0.8 22 (@] (@) O O
g TCMX110202AF 6.35 | 238 | 28 0.2 25 O (@) O @)
% TCMX110204AF 6.35 | 238 | 28 0.4 25 O (@) O @)
TCMX110208AF 6.35 | 238 | 28 0.8 22 (@] (@) O O
According to processing requirements, the size and number of * Recommended grade (always stock available) O Make-to-order
non-standard tool nose arcs can be provided.
STACR/L STFCR/L STGCR/L STECR/L STFCR/L
Kr:90° Kr:90° Kr:91° Kr:60° Kr:90°
Page A198 A198 A199 A200 A223
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\ General Turning Inserts

PCBN&PCD inserts

/ VBDD (Positive inserts) I

() Good working condition  (t) Normal working condition ({) Bad working condition
350 oE m Cast iron
=
E Heat resistant alloy, Ti alloy
o
(0]
g m Super hard material
o
= Non ferrous metal (o ) D & %)
3
£
. . Q
Dimension(mm) Grade Q
o3
. . =z
Type Shape Specification - - - )
& 3 5 & *
gilc| S ad r L ] S = 2
[a] (a) [a)] [a)]
2 VBGW160402AF 9525 | 476 | 44 | 02 | 33 o O o @)
i
3 VBGW160404AF 9525 | 476 | 44 | 04 | 28 o o o o
=3
s VBGW160408AF 9.525 | 476 | 4.4 0.8 25 * * * *
% VBMX160402AF 9.525 | 476 | 4.4 0.2 83 O (@] (@] (@)
S
3 VBMX160404AF 9.525 | 4.76 4.4 0.4 2.8 O (@] @] (@]
@
8 VBMX160408AF 9.525 | 476 | 4.4 0.8 25 O (@) (@] (@)
According to processing requirements, the size and number of * Recommended grade (always stock available) O Make-to-order

non-standard tool nose arcs can be provided.

Applicable tool

SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
Page A189 A190 A191 A226 A227
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General Turning Inserts /

PCBN&PCD inserts

/ VCDD (Positive inserts) ~
() Good working condition (1) Normal working condition () Bad working condition
35° oE m Cast iron
Py
E» Heat resistant alloy, Ti alloy
(0]
g m Super hard material
(0]
= Non ferrous metal < < (D &
Dimension(mm) Grade
Type Shape Specification
s § &8 &
glc| S od r L S S = 2
a [a) [a) o
2 VCGW160402AF 9525 | 476 | 44 | 02 | 33 o o o @)
o
3 VCGW160404AF 9.525 | 476 | 44 | 04 | 28 0 0 0 o
>
s VCGW160408AF 9.525 | 4.76 4.4 0.8 25 O O O O
~ VCMX160402AF 9.525 | 4.76 4.4 0.2 3.3 O O O O
S
B3 VCMX160404AF 9.525 | 4.76 4.4 0.4 2.8 O O O @]
@
é VCMX160408AF 9.525 | 4.76 4.4 0.8 28 O O O @]

According to processing requirements, the size and number of

non-standard tool nose arcs can be provided.

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

Applicable tool

SVVCN SVJCR/L
Kr:72°30' Kr:93°
Page A192 A193

A148

SVOCR/L
Kr:107°30"

A224

SVUCR/L
Kr:93°
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PCBN&PCD inserts

Abnormal failure and solutions for cast iron machining

Abnormal failure

Solution

Breakage occurs on chamfer of rake
face

Breakage

Edge crashing appears when finishing
grey cast iron

Enlarge chamfered negative rake angle

Abrasion occurs when machining
nodular cast iron

Change to dry cutting

Abrasion

Abrasion under dry cutting conditions

Reduce cutting speed

Abrasion occurs when machining grey
cast iron

Change to dry cutting, increase cutting speed

Bad surface finish

Increase cutting speed, increase nose radius, reduce feed rate

Surface

Bad cylindricity and coaxiality

Reduce nose radius, improve stability, change to positive insert

quality

Burrs

Change to positive insert, reduce chamfer width

Abnormal failure and solutions for hardened steel

Abnormal failure

Solution

Cutting edge breakage

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

Breakage

Flaking and crater wear on rake face

Reduce cutting speed

Thermal cracks

Change to dry cutting; reduce cutting speed

Wear occurs on chamfer of rake face

Abrasion

Rapid wear when finishing grey cast
iron

Reduce cutting speed

Surface
quality

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

Bad cylindricity and coaxiality

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

r

Ceramic inserts code key

Insert shape

[

|

]

A

\/

~\

Tolerance class

55°

.

O
AN

D
K
P
T

80°

[>

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

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

®v
i
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Clearance angle of main cutting edge

Clearance Clearance
Code angle Code angle
A B

\_:30 | 50
o == |o

~H—7° 15°
E ; F ;

~ 20° ~ 25°
o| K= |«

e 30° ~-0°

Other
P 0 clearance
11° angle

|

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

N witou 7
> 65°
> 65°

Al | O
<65°

w With
<65°

Q With

X - Special

N




Ceramic inserts

Length of cutting edge ‘ Insert thickness Nose radius code
Insert shape Code | Nose radius(mm)
Diameter
pris c D s T vV | w :’ﬂ) %ﬁ 00 —_—
(mm) Q Q Q é g 9 Thickness is defined as height from bottom of
— | = insert to the highest part of cutting edge. 02 0.2
3.7 06 Insert Insert
5.0 S thickness(mm) E8E thickness(mm) 04 04 Y
5.56 09 —;
6.0 02 2.38 06 6.35 08 0.8 g
o
6.35 08 or m m T2 2.58 T6 6.75 12 1.2 £
8.0 3
_ 11 16 <
9.525 09 09 16 06 ) el - - 16 16 5
10.0 £
12.0 20 2.0 3
12.7 12 15 12 22 22 08 T3 SRl 09 9.52 ]
15.875 16 15 27 24 24
16.0 19 04 4.76 T9 9.72
19.05 19 19 33 &) 3.2
200 T4 4.96 1" 11.11 o
25.0 25 25 X ers
05 5.56 12 12.70
25.4 25 Diameter
31 75 of insert Round insert
) U S _ (Metric)
T ®
Type of cutting edge Chamfer width (mm) Chamfer angle . V-.type
posmonlng surface
Type of
Code cutfing edge Picture i
E Honing i
010 0.10 040 0.40 05 5
T | Chamfering | 207 015 015 | 045 | 045 10 10°
020 0.20 050 0.50 15 15°
Chamfering
e +honing m 025 0.25 100 1.00 20 20°
030 0.30 200 2.00 25 25K
Brap sl 035 0.35 30 30°
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/ (20 Good working condition () Normal working condition (<) Bad working condit&
° 3 Castiron Q;)
; , K
| &
[ © Heat resistant alloy 2
g
s g X
gIc = m Super hard material ()
Dimensions(mm) Grade
(@]
@ Inserts shape Type
5 a1.C S CN3100
=)
§ RCGN090700T01015-V 9.525 7.94 O
=
’ RCGN090700T01520-V 9.525 7.94 o
RCGN090700T01020-V 9.525 7.94 ([ ]
RCGN120700T01015-V 12.7 7.94 O
RCGN120700T01020-V 12.7 7.94 O
RCGN120700T01520-V 12.7 7.94 @)

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

Applicable tool

1 CRDCR/L
Page A205
2.Tailor-made nonstandard CRXCR
/ (2 Good working condition () Normal working condition (<) Bad working condita
11° = .
Cast iron @
g K
I
'30 Heat resistant alloy W
s [%]Ke} 7
& m Super hard material ©
Dimensions(mm) Grade
Inserts shape Type
al.c S CN3100
RPGN090700T01015-V 9.525 7.94 O
RPGN090700T01520-V 9.525 7.94 O
RPGN090700T01020-V 9.525 7.94 [}
RPGN120700T01015-V 12.7 7.94 O
RPGN120700T01020-V 12.7 7.94 O
RPGN120700T01520-V 12.7 7.94 O

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

Applicable tool

1 CRDPR/L

Page A205
2.Tailor-made nonstandard CRXCR
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double-clamping tool holder
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Applications sketch map of turning tools

@ External and internal turning

External turning

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

A154

%‘l}‘r’{a"c"e' ﬁ?r‘?]ﬁ{é" Tool holder type Profile turning Tool holder type
> DCLNR/LOO DWLNR/LOO ~ | DVVNNOO PDPNNOO  PSDNNOO  SDNCNOO
5 ‘ F'—r
g R — I * PCLNR/LOO PWLNR/LOO [ | SVVBNOO SVVCNOO SSDCNOO  SRDCNOO
S SCLCRLOO CKNNR/LOD
P
&
S M
§ 1
=%
g
3
3
3
<3
7]
L |
|
Profile turning Tool holder type Profile turning [fele{Nsfells =YY +1-S WM End Surface turning Tool holder type
DDJNR/LOO DVJNR/LOO PDJNR/LOO SRGCR/LOO PSKNR/LOO PTFNR/LOO
!={=l SDACR/LOO SDJCR/LOO SVABR/LOO ==l‘ SSKCR/LOO STFCR/LOO
SVJBR/LOO SVJCR/LOO CKJINR/LOO '
oy
=
z ~
@ a ~ ~ \
. :G AN b\
§ S SO-PSKNR/LO SO-PCLNR/LO SO-PDPNR/LO SO-PDUNR/LO SO-SDQCR/LO SO-SDZCR/LO
5 % SO-PTENR/LO SO-PWLNR/LO SO-SDUCR/LO SO-SDQPR/LO
i % SO-SCFCR/LO SO-SCLCR/LO SO-SDUPR/LO SO-SVQBR/LO
o E_' SO-SSKCR/LO SO-SCLPR/LO SO-SVUBR/LO SO-SVQCR/LO
g. SO-STFCR/LO SO-SVUCR/LO
~ | SO-STUPRLO
=
g g8
g33
gag >
L . ¥
2§ 7 I "\ ~
‘:; % % CO-STUPR/LO CO-SCLPR/LO CO-SDUPR/LO CO-SDQPR/LO
== CO-SVUCRILO | CO-SVQCR/LO



Applications sketch map of turning tools

@ Parting, grooving and threading tools

- 25ERLD

End surface grooving,

8
o
L
=)
£
c
£
=]
2
i
5]
=%
©
£
<
[$]
L
9]
4
2]
1]
f=
o
=
©
L
°
Jo%
<

e aeels QEOS26/32N

CERBRIEL LGS QZS026/32

ZSIRILD

External parting QELODLOR/LO the Little Squirrel series .
grooving, turningand  [eYAelm[y/Hm| CO-QODR/LO the Little Squirrel
profilin ZQSOR/LO turning series
Precise grooving and turning  QECDCIR/L025 ts':eeri:g“e Squirrel

External recess and profiing ~ QXCIDCIR/LEI-45 -l 200!

External grooving for hard-to- the Little Squirrel End surface grooving, 4
machine r%ate‘llilalg ' QEDOISOR/LO-OIN seies ! - QFODORAD-OL
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~——— How to select external turning tools

/ How to select external turning tools \

B Explanation of external turning tools detailed table

@ Listed according to clamping types.

—=o Approach angle of tools Specification chart

Application chart e————

Tools type The arrow shows suitable
The first 4 letters in the type description applications such as external
stands for tool shape and application turning, profiling and end
Inserts type turning, etc.

Corresponding tool holders of insert CNI[J [] | | p-type clamping

)
(DCLNRIL )
(Kr:95°)
-~
/
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring

Py
-
o

ee bthe,a(‘w"

DCLNR/L| 1616H09 | A | A | 16 | 16 | 100 | 16 | 20 | 24
2020K09 | A | A | 20 | 20 |125| 20 | 25 | 24 |CM5X22C| CO9BM | WH30L | CIRA |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 | WH4OL | C2RA | SM6X10XA1 | SPR4
3225P12 | A | A |32 | 25 [170 | 32 | 32 | 28

AStock available /AMake-to-order

Applicable inserts

Application For finishing For semi-finishing For roughing ﬁ:cr;\?:;é F,:raz?.?;i:gn pci%’s\‘e&rZCD
DF n— Without chipbreaker .
2 ' EE B . B
A5 ASs| e asg ™ Aso| W i1
WGF. PM 1 DR HPR
Ww . - ’ Soge- .J . ) N
— sce |
A54 AS5| AS8 A9 B 7119
SF DM ER Ea= -
~ ’ ouse NS | -
e (L
A54 A56| M— A58 B 1o

Inserts shape

/A
EF :
B e s
L o
A54 A56 A58
E NM’ =]
Doute
o
A55 A57 A58
=
Sige-
o
AS57|

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

DCLNR/LOOH/K/M09  CNOJOO090300  CNOO090300

adfy Japjoy 100L

— Products specification Applicable inserts e———
Including product description, stock (left Including applications of inserts,
and right hand), basic dimensions and reference page, insert shape
applicable spare parts. and corresponding tool holders.
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TURNING

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)

A158-A161

A162-A163

A166-A204

A166-A171
A172-A183
A184-A203
A204
A205

A157



External turning tools overview

m
x
%
@
g
3
[°R
=
c
5
2.
=]
«
—~
3
<3
o
I}
<
@
=3
)
=

> . Applicable
o 3 Turning type workpiece shape
” -
3 9
-g_ g_ Iixte.rnal Entd sqrface Ext:fmal ?nrc:‘ .(re]nd tPrtr:olf:I]e tP:(:lf:e Short, Thick | Thin, Long
@ | Tool type X urning urning surtace turning urning urning Page
< a
g g ] T
1 = (=0 (=0 —
o
DCLNRIL
| o5 © © A166
DDJNRI/L
93 © © © A167
DSBNRIL
, 75 ®) ) A168
DTGNRI/L
P 91 © © © A169
DVVNN
.—-"I 72,5 © A170
DVJNRIL
I -l | o © © © A170
DWLNR/L
; I 95 © ) A171
PCBNRIL
.. 75 © © A172
.
PCLNR/L
’ 95 © © A173
PDJNRIL
2 93 © © © | A174
PDPNN
’ 62.5 © A175
© Recommended © Available



External turning tools overview

> . Applicable
[2) = Tumning type workpiece shape
[ =
3 8
-g- ) l?xte!'nal Entd sqrface Ext;:alﬁdgnd tProflle tF’roflle Short, Thick | Thin, Long
a = urning urning surface tuming urning urning Page
2 g
g = = = = =]
) R
PSBNRIL
a 75 © © A176
PSDNN
’ 45 © A177
PSKNRIL
a 75 © © A178
PSSNRIL
’ 45 © © A179
oL
PTFNR/L
’ 90 ®) ®) © | at80
PTTNRIL
60 © © A181
PTGNRIL
’ 920 © © © | A182
PWLNR/L
’ 95 ) ) A183
SCACRIL
) 20 © © © A184
SCLCRIL
v 95 © © © | At85
SDACRIL
| 90 © © © | A86
© Recommended © Available

A159
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External turning tools overview

A160

> . Applicable
) e Turning type workpiece shape
) =
= 8
15:' g_ Etxternal Entd su.rface Ext;mal ?nd 'end tProﬁle tProﬁle tProflle Short, Thick | Thin, Long
a Tool type = urning urning suriace trning urning urning urning Page
] =
S Q
@ = | — )
1 [ ===t
2 - | I — .
SDJCRIL
93 © © © A187
SDNCN
iiill 62.5 © © © | A188
SVJBRIL
iﬁisil 93 © © © | At89
SVABRIL
20 © © © A190
SVVBN
_;'"' 72.5 © © © | A9t
SVVCN
s 5--". 725 © © © A192
SVJCRIL
“IIII 93 © © © | Ae3
SSBCRIL
qIIII 75 ) ) A194
SSDCN
illlll 45 © © A195
SSKCRIL
ﬁ’lll 75 ®) ®) A196
SSSCRIL
l,illll 45 ®) ®) A197
-
© Recommended © Available



External turning tools overview

> . Applicable
o e Turning type workpiece shape
QO =]
3 8
: R R
@ |Tool type| g 9 Y 9 g g g Page
g § :
8 2 e ——— |
N O ) = =1 =) =
) I L
STACRIL
’ 90 © © © | A198
STFCRIL
’ 90 © © A198
STGCRIL
’ M| © © © | A199
STECRIL
s ’ 60 © © A200
SWACRIL
’ 90 © © © | A201
SRDCN
‘ - © © A202
SRGCRIL
’ - © © A203
CKJINRIL
93 © © A204
CKNNRIL
c ’ 63 ) ®) A204
CRDCRIL
CRDPRI/L
© © A205
© Recommended © Available

A161
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External turning tools code key

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

A162



External turning tools code key

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

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

-type double-clamping
tool holder

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

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

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.



Actual measured value of

v Compared with lever-clamping:

@ Accurate locating ensures more stable machining accuracy.

—— D-type clamping
—o— Lever-clamping

Machining stability

80.04

—_

80.03 —A
' 0\

80.02 /}\ \

80.01 / N

80.00 / V.

79.99 {/

79.97

workpiece diameter(mm

79.98 ( \\ //
v

79.96 - - -
0 1 2 3 4

Workpiece sampling location

Number of machined pieces(pcs)

@ High clamping rigidity effectively improves
resistance to breakage of insert.

w
o
o

N
(=3
o

£
S
=
©
(5]
()
Q
=
by
o

>
o
Lever-clamping

o

WV Compared with similar products of company A:

® Locating surface contact: (checking the
contact location of clamp by dyeing)

Force evenly distributed, firm
clamping, high locating accuracy.

N

Similar product of
company A

@ Effect on tool life:

Tool holder: DCLNL3225P12

Insert: YBC252/CNMG120408-DR

Cutting material: 45" steel

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

K After 60 minutes of cutting \

Z2CC-CT Similar product of

K company A J
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External turning tools

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

Kr:95° _
h a
-~
s © b 7
55° '
e
L
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type
RiL|la|b|L|h|s]|e ( a ( VN v Q
DCLNR/L| 1616H09 A | A 16 16 | 100 | 16 20 24
2020K09 A | A 20 20 | 125 | 20 25 24 |CM5X22C| C09BM WH30L C1RA |SM5X8.65XA1| SPR6
2525M09 | A | A | 256 | 25 | 150 | 25 32 24
2020K12 A | A 20 20 | 125 | 20 25 28
2525M12 A | A 25 25 | 150 | 25 32 28 |CM6X25C| C12BM WH40L C2RA SM6X10XA1 | SPR4
3225P12 A | A 32 25 | 170 | 32 32 28
A Stock available /\Make-to-order
Applicable inserts
Application For finishing F_or_ Sl For roughing Fon h(_aa_vy For ca_st oS PC.BN&PCD
finishing machining machining inserts
DF WGM DR HDR Without chipbreaker 1
Wiper . Double e -~
A54 As5| S A58 A59 A59| (el A118
WGF PM DR HPR )|
Wiper’ Single- - | A118
A4 A5 S® A58 A59 -A119
SF g DM ER
Iﬂ Double o |'
-—! A54 As6| it A58 B 10
Inserts shape
EF ER
Single-
Y As4 side A58
NF =% SNR
Doubl
LAY
A55 A58
LR
e1 -
side A57
DCLNR/LOOH/K/M09  CNOO090300 CNOOo090300
DCLNR/LOOK/M/P12 CNOO120400  CNOO120400  CNOO120400  CNOO120400 CcNOO120400 CNOO120400

adAy Japjoy |00
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External turning tools

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

Kr:93° -
h a
S b
< ©»
93 o~ 8
e L 2
ES
)
©
c
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring 2
i

e RLabthe’g(qvo

DDJNR/L| 1616H11 AL A | 16 16 | 100 | 16 | 20 | 30
2020K11 A | A | 20| 20 |125| 20 | 25 | 30
CM5x22C| D11BM | WH30L C1RA | SM5X8.65XA1| SPR6
2525M11 | A | A | 25 | 25 [ 150 | 25 | 32 | 30
3225P11 A | A | 32| 25 | 170 | 32 | 32 | 30
2020K15 | A | A | 20 | 20 | 125 | 20 | 25 | 35
2525M15 | A | A | 25 | 25 | 150 | 25 | 32 | 35 |CM6X25C| D15BM | WH40L C2RA SM6X10XA1 | SPR4
3232P15 | A | A | 32 | 32 | 170 | 32 | 40 | 35

A Stock available /\Make-to-order

Applicable inserts

AaalleEiien For finishin For semi- Eaanatin For heavy For cast iron PCBN&PCD
PP 9 finishing ghing machining machining inserts
DF WGM DR HDR Without chipbreaker
Wiperl Double -/ - S n121
A61 A63 ABS A66 A66 -A122
WGF PM DR
Wiperﬂ Sir]gle- © /A1 29
A61 Ae3| o A65 -A123
SF DM ER
’g o A ~ }
A2 pe4| % A65 A124
Inserts shape
EF ﬂ EM ER
g Single-
AB2 A64| 5% AB5
NF NM SNR
Do_udble
A2 Ae4| ¢ AG5
NGF LR 3
A2 sde AG5
DDJNR/LOOH/K/M/P11  DNOO110400 DNOO110400 DNOO110400

DDJNR/LOOK/M/P15 DNOO1506000  DNOO1506000  DNOO150600  DNOO150600 ~ DNOO150600  DNOO150600

adA) Japjoy 00
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External turning tools

Corresponding tool holders of insert SN[ [ ]

D-type clamping

Kr:75°
h] a
SL 0 b -~
s
e
L
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type
RLabthe’n(qvo
DSBNR/L| 1616H09 A | A 16 16 | 100 | 16 13 26 |CM5X22C| S09BM WH30L C1RA |SM5X8.65XA1| SPR6
2020K12 A A 20 20 | 125 | 20 17 34
2525M12 A | A 25 25 | 150 | 25 22 34 |CM6X25C| S12BM WH40L C2RA SM6 X 10XA1 SPR4
3225P12 A | A 32 25 | 170 | 32 22 34
3232P15 A | A 32 32 | 170 | 32 27 41 |CM6X25C| S15BM WH40L C3RA SM6X10XA2 | SPR4
A Stock available /\Make-to-order
Applicable inserts
Aealiestien For finishin For semi- B i For heavy For cast iron PCBN&PCD
PP 9 finishing ghing machining machining inserts
DF PM DR HDR Without chipbreaker -
Dopdble =) €y
A67 Asg A0 A2 a7s) N 126
EF DM DR HPR ~‘
Single- A70
A67 Aeg| *° 71 A72 B,
SF i" =1 EM = ER —
6 Dol_.lble a
A67 - 69| % AT1 s
Inserts shape
NM ER
n Single-
A9 5% AT1
SNR
Double
-side
A71
LR
Single- n
side
AB9
DSBNR/LOCIHO09 SNOOo090300 SNOO0903000 SNOOo090300
DSBNR/LOOK/M/P12  SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400
DSBNR/LOCP15 SNOO150600 SNOO150600 SNOO1506000 SNOO1506000 SNOO150600

>
-~
8’0 adAy Japjoy |00




External turning tools

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

Kr:91° =
h a
S b D)
©)
K%}
- o
TJ91° i
e
:
2
©
c
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring 2
i

e RitfalbLinlsle o A @& P

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

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

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

A Stock available /A\Make-to-order

Applicable inserts

- o For semi- ; For heavy For cast iron PCBN&PCD
Application For finishing finishing For roughing machining machining inserts
DF WGM DR HDR Eracker &
WiperA D_‘;}g’g'e > e
A5 A6 A8 A79 — 780 (— 130
WGF PM DR 4
Wiper A Singl- M A130
A75 A76 " A78 -A131
SF DM ER A
Inserts shape Double -
AT7 A78 S /131

EF EM g SNR
Doyble
é A76 A77| St A78
LR i
Single- £
side A77

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

adAy Japjoy [00L
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External turning tools

Corresponding tool holders of insert VIN[_ ][]

D-type clamping

- ] L[]
Kr:72°30 . a
SL b \’
72°30’
e
L
Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type Stock
a|b|L|h|s]|e , — ( q w 9
DVVNN | 2020K16 A 20 | 20 | 125 | 20 | 10 | 44
CM5x22C | V16BM | WH30L | C6RA |SM5Xx8.65XA1| SPR6
2525M16 A 25 | 25 | 150 | 25 | 125 44
A Stock available /\Make-to-order
/DVJNRIL h
Kr:93° h a
b
S
,/93" \/
& L
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type
RiL|a|b|L|h|s]|e / - ( q w 6
DVJNR/L| 2020K16 | A | A | 20 | 20 | 125 | 20 | 25 | 41
CM5x22C | V16BM WH30L C6RA | SM5X8.65XA1| SPR6
2525M16 | A | A | 25 | 25 | 150 | 25 | 32 | 41
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing PCBN&PCD inserts
DF PM SNR
v
A81 A82 A82 A133
EF DM
A81 A82 -A134
SF EM
Inserts shape @ 9
A81 A82 A134
NF NM
a A81 8 A82
NGF
A81
DVVNNO[OK/M16 VNOO160400 VNOO160400 VNOO160400 vNOO160400
DVJNR/LOOK/M16 VNOO160400 VNOO160400 VNOO160400 VNOO160400

adAy Japjoy jooL
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Kr:95° h a
s 0 b
1L ~ /
95°
: '
L
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type
R{L|la|b|L|h|s]|e , ‘ ( q v o
DWLNR/L| 1616H06 | A | A | 16 | 16 | 100 | 16 | 25 | 25
2020K06 | A | A | 20 | 20 | 125 | 20 | 25 | 24 |CM5X22C| WO6BM | WH30L | C1RA |SM5X%8.65XA1| SPR6
2525M06 | A | A | 25 | 25 | 150 | 25 | 32 | 24
2020K08 | A | A | 20 | 20 [125| 20 | 25 | 31
2525M08 | A | A | 25 | 25 | 150 | 25 | 32 | 31 [CM6X25C| WO8BM | WH40L | C2RA | SM6X10XA1 | SPR4
3225P08 A | A | 32 25 | 170 | 32 32 31
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing — ca_st lron PCBN&PCD inserts
machining
DF WGM DR Without =
Wiper ‘ Double chipbreaker Y
A83 Aga| % A86 — g5 Sl /136
WGF PM SNR -
Wiper Double A A136
A83 Ags| % Ag6 S 1137
SF DM
Inserts shape
A83 A85 A137
EF A EM g
A84 A85
NF A NM a
A84 A86
DWLNR/LOOH/K/MO6 ~ WNOO0604000 WNOD060400 WNOD060400 WNOD060400
DWLNR/LOOK/M/P08  WNO[080401C1 WNOD080400 WNOO0804000 WNOD080400 WNOO0804000

adA) Japjoy 00)
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External turning tools

Corresponding tool holders of insert CNI[][|

P-type clamping

Kr:75° -
h a
s é’© b S
¥ (O],
sy
~—e
L
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type
RiL|a|b|L|h|s]|e 9, a ( b .
PCBNRI/L | 2020K12 A | A | 2 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 33
2525M16 A | A | 25 25 | 150 | 25 22 33
3232P16 A | A | 32 32 | 170 | 32 27 33 LEM8 X 25 C16AP WH30L L5 SP5
4040R16 A | A | 40 40 | 200 | 40 35 38
3232P19 A | A | 32 32 | 170 | 32 27 38
LEM10X27 C19AP WH40L L6 SP6
4040R19 A | A | 40 40 | 200 | 40 35 40
4040S2507 | A | A | 40 | 40 | 250 | 40 35 50 C25AP-07
LEM12X36A WH50L L8 SP8
4040S2509 | A | A | 40 40 | 250 | 40 35 50 C25AP
A Stock available /\Make-to-order
Applicable inserts
L s S . For heavy For cast iron
Application For finishing For semi-finishing For roughing machining machining
DF WGM DR HDR Wit
Wiper . D.Z}‘éﬂe chlitpl?rlgaker "
A54 A55 A58 A59 A59
WGF PM DR HPR
Wiper ! Single-
slae
A54 A55 A58 A59
SF = DM ER
/n Double
A54 As5| A58
Inserts shape
EF EM —] ER
1 Single-
- i
' As4 Ase 5% A58
NF = NM =7 SNR
'&G)l :’ ;l Dopdble .
AS5 As7 ¢ A58
LR
Single- H
side A57
S' PCBNR/LOOK/M/P12 CNOO120400 CNOO120400 cNOO120400 CNOO120400 CNOO120400
o
; PCBNR/LOCM/P/R16 CNOO160600 CcNOO1e0600 CcNOO1e0600 CNOO160600 CNOO1e0600
o
o PCBNR/LOOP/R19 CcNOO190600 CcNOO190600 CNOO190600 CNOO190600
)
— PCBNR/LOOS2507 CNOO250700
<
% PCBNR/LOOS2509 CNOO250900
A172



External turning tools

Corresponding tool holders of insert CNIL1[] P-type clamping

Kr:95° -
h i a
s b
__O@ ~ f ©»
95 J 8
e L E)
R-type shown g
©
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin g
Type i
eftlafofclnlsle o B b N
PCLNR/L |2020K12 | A | A | 20 | 20 | 125 | 20 | 25 | 28
2525M12 A | A | 25 25 | 150 | 25 32 28
LEM8X 21 C12AP WH30L L4 SP4
3225P12 A A 32 25 | 170 | 32 32 33
3232P12 A | A | 32 32 | 170 | 32 40 28
2525M16 A | A 25 25 | 150 | 25 32 33
3225P16 AL A | 32 25 | 170 | 32 32 33
LEM8X 25 C16AP WH30L L5 SP5
3232P16 A | A 32 32 | 170 | 32 40 33
4040R16 A | A | 40 40 | 200 | 40 50 42
3232P19 A | A 32 32 | 170 | 32 40 38
LEM10X 27 C19AP WH40L L6 SP6
4040R19 A | A 40 40 | 200 | 40 50 40
4040S2507 | A | A 40 40 | 250 | 40 50 49 C25AP-07
LEM12 X 36A WH50L L8 SP8
4040S2509 | A | A 40 40 | 250 | 40 50 49 C25AP
A Stock available /\Make-to-order
Applicable inserts
s - For semi- ; For heavy For cast iron PCBN&PCD
fppplizzien erisung finishing e el machining machining inserts
DF WGM DR HDR Without chipbreaker ’
Wiper . Double ' . |
A54 AB5| “Sde A58 A59 A59 Tl A118
WGF PM DR HPR .1
Wlper’ Single- I A118
A54 AB5| S A58 A59 -A119
SF == DM ER
| = 0 -
ouble |
A54 A56| Side A58 G 0
Inserts shape
EF EM pum ER
’1 Single-
Y A54 A5G| Side A58
NF 59 SNR
’&Ql Doyble.
AS5 side A58
LR
e
side A7
6‘ PCLNR/LOOK/M/P12 CNOO120400 CNOO120400 CNOO120400 CNOO120400 CNOO120400 CNOO120400
o
; PCLNR/LOOM/P/R16  CNOO1606000 CNOO16060001 CNOO16060001 CNOO160600 CNOO160600
o
a PCLNR/LOOP/R19 CNOO1906001 CNOO19060001 CNOO190600 CNOO190600
o
;‘. PCLNR/LOIIS2507 CNOO250700
®  PCLNR/LOCS2509 CNOO250900
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Corresponding tool holders of insert DIN[_ ][]

P-type clamping

External turning tools

Kr:93° _
h a
s b
©/©
< L
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type
RiL|a|b|L|h|s]|e 9, -~y ( b .
PDJNR/L | 1616H11 A | A 16 16 | 100 | 16 20 25
2020K11 A | A 20 20 | 125 | 20 25 25 LEM6X17 D11AP WH25L L3 SP3
2525M11 A | A | 25 25 | 150 | 25 32 30
2020K15 A | A | 2 20 | 125 | 20 25 35
2525M15 A | A | 25 25 | 150 | 25 32 35 LEM8X21 D15AP WH30L L4B SP4
3232P15 A | A 32 32 | 170 | 32 40 35
2020K15-3 | A | A 20 20 | 125 | 20 25 35
2525M15-3 | A | A 25 25 | 150 | 25 32 35 LEM8X21 D15AP WH30L L4 SP4
3232P15-3 | A | A | 32 32 | 170 | 32 40 35
A Stock available /\Make-to-order
Applicable inserts
L N For semi- . For heavy For cast iron PCBN&PCD
GARRlESiy e finishing Fel g machining machining inserts
DF WGM DR HDR Without chipbreaker
Wiper’ D_c;?dbele o Y ,A121
A61 A63 AB5 A66 ' 766 -A122
WGF PM DR
Wiperﬁ Siqgle- - JA122
AB1 Ae3| *° A5 — /123
SF DM ER
fg wJ  owe -~ )
AB2 pes4 AB5 A124
Inserts shape
EF EM ER
g Single-
A2 A6a4| 5% A65
NF NM SNR
Double
A2 Ae4| % AG5
NGF LR ¢
A2 sde AB5
§_| PDJNR/LOOH/K/IM11 DNOO110400 DNOO110400 DNOO110400
=
% PDJNR/LOCK/M/P15 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600
§ PDJNR/LOOCK/M/P15-3 DNOO1504000 DNOO150400 DNOO150400 DNOO150400

A174




External turning tools

Corresponding tool holders of insert DNI[ ][]

P-type clamping

Kr:62°30'
i E a[
(2]
L bl
&
'/e’ . “—
R-type shown
Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type Stock
a b L h s e w ./ ( v .
PDPNN | 2020K15 A 20 20 | 125 | 20 8 38
2525M15 A 25 25 | 150 | 25 | 125 | 38 LEM8X21 D15AP WH30L L4B SP4
3232P15 A 32 32 | 170 | 32 16 38
2020K15-3 A 20 20 | 125 | 20 8 38
2525M15-3 A 25 25 | 150 | 25 | 125 | 38 LEM8X 21 D15AP WH30L L4 SP4
3232P15-3 A 32 32 | 170 | 32 16 38
A Stock available /\Make-to-order
Applicable inserts
L S For semi- " For heavy For cast iron PCBN&PCD
AT Ay finishing Feriehghiig machining machining inserts
DF WGM DR HDR Without chipbreaker
Wiper D-glijdlﬂe =Y © /A121
A61 AB3 AB5 AB6 ' 766 -A122
WGF PM DR
Wiper ” Sige- = N
A61 AB3 AB5 -A123
SF DM ER
g © Double Y
AB2 Ae4 AB5 A124
Inserts shape
EF EM ER
g Single-
A62 Aea| 5% A65
NF NM SNR
Double
A2 A4| % AG5
NGF LR ¢
A2 s AG5
PDPNNOOK/M/P15 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600
PDPNNOCOK/M/P15-3 DNOO150400 DNOO150400 DNOO150400 DNOO150400

adA} Jap|oy [00]
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External turning tools

Corresponding tool holders of insert SN[ [ ]
PSBNRIL

Kr:75°
BT a

P-type clamping

115
e
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type
RlL|la|b|L|h|s]|e 9’ E ( D .
1616H09 A | A 16 16 | 100 | 16 13 21
PSBNRIL 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 | 150 | 25 22 28
LEM8X21 S12AP WH30L L4 SP4
3225P12 A | A 32 25 | 170 | 32 22 28
3232P12 A | A 32 32 | 170 | 32 27 28
2525M15 A | A 25 25 | 150 | 25 22 35
LEM8X 25 S15AP WH30L L5 SP5
3232P15 A | A | 32 32 | 170 | 32 27 35
3232P19 A | A 32 32 | 170 | 32 27 40
LEM10X 27 S19AP WH40L L6 SP6
4040R19 A | A | 40 40 | 200 | 40 35 40
4040S2507 | A | A | 40 40 | 250 | 40 35 48 S25AP
LEM12 X 36A WH50L L8 SP8
4040S2509 | A | A | 40 40 | 250 | 40 35 48 S25AP-09
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For_ o For roughing S he_a_vy For ca_st oS PC.BN&PCD
finishing machining machining inserts
DF PM DR HDR Without chipbreaker -
Double “» ©o
-side
A67 A68 A70 AT2 A7 —

EF DM DR HPR .‘
Y
A67 A68 71 AT72 jS— A127

i"‘ e ixl
SF Q \ EM g Eoﬁ)le “
— A67 AB9| % A71 B

Inserts shape

NM ER
Single-
side
AB9 A71

SNR
Double
-side
A71
LR u
Single-
side
AB9
o' PSBNR/LOCH/K09 SNOO090300 SNOO090300 SNODO090300
S PSBNR/LOCK/M/P12  SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400
i PSBNR/LOCM/P15 SNOO150600 SNOO150600 SNOO150600 SNOO150600 SNOO150600
3 PSBNR/LOOP/R19 SNOO190600 SNOO190600 SNOO190600 SNOO1906001
< PSBNR/LOCOS2507 SNOO250700 SNOO250700
g PSBNR/LCI1S2509 SNOO250900 SNOO250900

>
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Corresponding tool holders of insert SN[ ][]

External turning tools

P-type clamping

Kr:45°
h i \ a
~
SJ_@ b
45
e
L
Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type Stock
il @ B B N
PSDNN 2020K12 A 20 20 | 125 | 20 10 30
2525M12 A 25 25 | 150 | 25 | 125 30 LEM8X21 S12AP WH30L L4 SP4
3232P12 A 32 32 | 170 | 32 16 40
2525M15 A 25 25 | 150 | 25 | 125 40
LEM8X 25 S15AP WH30L L5 SP5
3232P15 A 32 32 | 170 | 32 16 40
3232P19 A 32 32 | 170 | 32 16 40
LEM10Xx27 S19AP WH40L L6 SP6
4040R19 A 40 40 | 200 | 40 20 40
A Stock available /\Make-to-order
Applicable inserts
Application For finishing F.o': szl For roughing e hga_vy e ca_st Iron PC.BN&PCD
finishing machining machining inserts
DF PM DR HDR Without chipbreaker -
Double =Y €y
-side
AB7 AB8 A70 A72 . A74 _mze
EF DM DR HPR %
[
A67 Aes| T 71 AT2 B 107
SF i" =1 EM [& ER -
6 ] “ Double .
A67 Aeg| "% AT1 128
Inserts shape
NM ER
! Single-
A6o| % AT1
SNR
Double
-side
A71
s a
Single-
side
AB9
§ PSDNNOCOK/M/P12 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400
g PSDNNOCOM/P15 SNOO150600 SNOO150600 SNOO150600 SNOO150600 SNOO150600
o
© PSDNNOOP/R19 SNOO190600 SNOO190600 SNOO190600 SNOO190600
<
o
@

A177

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



P-type clamping

Kr:75° —
h a
o b
S ,\93 © f
m - e
] | L
>
53
g R-type shown
S
=3
«
g Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
¢ Type
RiL|a|bl|lL|h|s]|e 9’ n ( » .
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 LEM8X21 S12AP WH30L L4 SP4
3232P12 A | A 32 32 | 170 | 32 40 26
2525M15 | A | A 25 25 | 150 | 25 32 32
LEM8X 25 S15AP WH30L L5 SP5
3232P15 A | A 32 32 | 170 | 32 40 32
3232P19 A | A 32 32 | 170 | 32 40 36
LEM10X 27 S19AP WH40L L6 SP6
4040R19 | A | A | 40 40 | 200 | 40 50 40
A Stock available /\Make-to-order
Applicable inserts
Application For finishing F.o't sl For roughing ar ht_aa_vy o ca_st_lron PC.BN&PCD
finishing machining machining inserts
DF PM DR HDR Without chipbreaker -
Doube o™ €
-slde
AB7 AB8 A70 A72 [ N B
EF DM DR HPR N
siae
A67 AB8 -71 A72 = A127

SF r"’ EM = ER -
Q Doyble '
A67 Aeg| % AT1 hmzs

Inserts shape

NM ER
n Single-
A69 side

A71
SNR
Double
-side
A71
2 a
Single-
side
A69
§ PSKNR/LOCH/K09 SNOO090300 SNOO090300 SNOO090300
g PSKNR/LOOK/M/P12 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400
o
©  PSKNR/LOOM/P15 SNOO150600 SNOO150600 SNOO150600 SNOO150600 SNOO150600
<
'g PSKNR/LOOP/R19 SNOO190600 SNOO190600 SNOO1906010 SNOO190600

>
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External turning tools

Corresponding tool holders of insert SN[ ][]  p-type clamping
PSSNRIL I

Kr:45°

E 2
e 2
L >
R-type shown g
3
Stock Basic dimensions(mm) Screw Shim Wrench Lever | Shim pin 2
[0
Type i
R|L|a|b|L|h|s]|e 9’ u ( D .
PSSNRJ/L | 1616H09 A | A |16 |16 [100]| 16 | 20 | 25
LEM6X13.4A S09AP WH25L L3 SP3
2020K09 A A 20 20 | 125 | 20 25 25
2020K12 A A 20 20 | 125 | 20 25 30
2525M12 A A 25 25 | 150 | 25 32 30 LEM8X 21 S12AP WH30L L4 SP4
3232P12 A A 32 32 | 170 | 32 40 40
2525M15 A A 25 25 [ 150 | 25 32 30
LEM8X 25 S15AP WH30L L5 SP5
3232P15 A A 32 32 | 170 | 32 | 40 | 40
3232P19 A A 32 32 | 170 | 32 40 40
LEM10X27 S19AP WH40L L6 SP6
4040R19 A A 40 40 | 200 | 40 50 40
4040S2507 | A A 40 40 | 250 | 40 50 50 S25AP
LEM12 X 36A WH50L L8 SP8
4040S2509 | A A 40 40 | 250 | 40 50 50 S25AP-09
A Stock available /\Make-to-order
Applicable inserts
AaallieEiien For finishin For semi- Eae i For heavy For cast iron PCBN&PCD
PP 9 finishing ghing machining machining inserts
Without chipbreaker
DF PM DR HDR ° .
Doydble “ €y
-siae
AB7 AB8 AT70 AT2 — o B
-

DM IS)in?e_ - HPR ! -
A67 nes| -7 A72 o,
-

= .
SF i: Q a EM g Eoﬁle “
AB9

-side A7 B os

Inserts shape

NM ER
Single-
side
AB9 A71
SNR
Double
-side
A71
3 u
Single-
side
AB9
3‘ PSSNR/LOCH/K09 SNOO090300 SNOO090300 SNOO090300 SNOO090300
S PSSNR/LOOK/M/P12  SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400
a PSSNR/LOCIM/P15 SNOO150600 SNOO150600 SNOO150600 SNOO150600 SNOO150600
g PSSNR/LOOP/R19 SNOO190600 SNOO1906000 SNOO190600 SNOO190600
< PSSNR/LOOS2507 SNOO250700 SNOO250700
g PSSNR/LOOS2509 SNOO2509000 SNOO250900
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External turning tools

Corresponding tool holders of insert TIN[ ][]

P-type clamping

Kr:90° i—_-“
h a
s @ b
902/ 0
r& s
e
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type
Rl L|a|b|L|h|s] e 9, A ( b .
PTFNR/L | 1616H16 A A 16 16 | 100 | 16 20 20
2020K16 A A 20 20 | 125 | 20 25 20 LEM6X13.4A T16AP WH25L L3 SP3
2525M16 A A 25 | 25 | 150 | 25 | 32 | 20
2525M22 A A 25 25 | 150 | 25 32 25
LEM8X21 T22AP WH30L L4 SP4
3232P22 A A 32 32 | 170 | 32 40 25
3232P27 A A 32 32 | 170 | 32 40 34
LEM8X25 T27AP WH30L L5 SP5
4040827 A A 40 40 | 250 | 40 50 34
A Stock available /\Make-to-order
Applicable inserts
AalleEiien For finishin For semi- oo For heavy For cast iron PCBN&PCD
pp 9 finishing gning machining machining inserts
DF WGM DR HDR hiporacker &
weer £y -
A75 A76 A78 AT9 SO — A130
WGF PM DR -
Wi Single-
'perA S W A130
A75 A76 AT8 e A 131
SF DM ER -
Doubl
Inserts shape A poi "
AT75 AT7 AT78 Sl A 131
EF g EM g SNR
A76 A77 A78
LR
Single- y
side A77
=
S PTFNR/LOOH/K/IM16  TNOO160400 TNOO160400 TNOO160400 TNOO160400 TNOO160400 TNOO160400
=
% PTFNR/LOCOM/P22 TNOO220400 TNOO220400 TNOO220400 TNOO220400 TNOO220400
% PTFNR/LOOP/S27 TNOO270600 TNOO270600 TNOO270600

A180




Corresponding tool holders of insert TIN[_ ][]

External turning tools

P-type clamping

Kr:60°
h | a
s} :
o@
®
e&e 8
L 2
€
R-type shown =
©
IS
Stock Basic dimensions(mm) Screw Shim Wrench Lever | Shim pin 2
[
Type
RiL|al|b|L|h|s]|e 9’ A ( b .
PTTNR/L | 1616H16 A A 16 16 | 100 | 16 13 25
2020K16 A A 20 20 | 125 | 20 17 25 LEM6X13.4A T16AP WH25L L3 SP3
2525M16 A A 25 | 25 | 150 | 25 | 22 | 25
2525M22 A A 25 25 | 150 | 20 22 32 LEM8X21 T22AP WH30L L4 SP4
A Stock available /\Make-to-order
Applicable inserts
L S For semi- . For heavy For cast iron PCBN&PCD
gl ot el finishing Forimghiie machining machining inserts
DF WGM DR HDR Sniptresker A
WiperA Doydble 'y
-side
AT5 A6 AT8 A79 EENAS0)  f— /130
WGF PM DR -
Wi Single-
WA St M A130
A75 A76 A78 S 1131
SF DM ER A
Inserts shape A D_‘;}ldﬂe s
A75 AT7 AT78 S /131
EF g EM g SNR
A76 A77 A78
LR |
Single- y
side A77
PTTNR/LOCOH/K/M16 TNOO160400 TNOO160400 TNOO160400 TNOO160400 TNOO160400 TNOO160400
PTTNR/LOCOIM22 TNOO220400 TNOO220400 TNOO220400 TNOO220400

adA) Japjoy [00]
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External turning tools

Corresponding tool holders of insert TIN[ ][]

P-type clamping

Kr:90° _
h i a
s & b ~
o
o0/
& L
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever Shim pin
Type
R{L|al|b|L|h|s]|e 9’ A ( b .
PTGNR/L | 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
LEM8X21 T22AP WH30L L4 SP4
3232P22 A A 32 32 | 170 | 32 | 40 28
3232P27 A A 32 | 32 | 170 | 32 | 40 | 33
LEM8X25 T27AP WH30L L5 SP5
4040827 A A 40 40 | 250 | 40 50 33
A Stock available /A\Make-to-order
Applicable inserts
AalleEiien For finishin For semi- oo For heavy For cast iron PCBN&PCD
pp 9 finishing gning machining machining inserts
DF WGM DR HDR ke .
WiperA Dopdble '
-side
A75 A76 A78 A79 EAS0 — A130
WGF PM DR -
Wi Single-
'perA S W) A130
A75 A76 AT8 S /131
SF DM ER A
Inserts shape A Doutle ’n
AT75 AT7 AT78 Sl A131
EF g EM g SNR
A76 AT7 A78
LR
Single- y
side A77
=
S PTGNR/LOOH/K/IM/P16  TNOO1604000 TNOO160400 TNOO160400 TNOO160400 TNOO160400 TNOO160400
=
% PTGNR/LOCOM/P22 TNOO220400 TNOO220400 TNOO220400 TNOO220400
‘% PTGNR/LOOP/S27 TNOO270600 TNOO270600
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Kr:95° )
h i a
s é b
1Oy ~
957 g /
< L
R-type shown
Stock Basic dimensions(mm) Screw Shim Wrench Lever | Shim pin
Type
R|L|a|b|L|h|s]|e @’ ‘ ( v .
PWLNR/L | 1616H06 A A 16 16 | 100 | 16 20 20
2020K06 A A 20 20 | 125 | 20 25 20 LEM6X13.4A WO6AP WH25L L3 SP3
2525M06 A A 25 | 25 | 150 | 25 | 32 | 20
2020K08 A A 20 20 | 125 | 20 25 26
2525M08 A A 25 25 | 150 | 25 32 26 LEM8X21 WO08AP WH30L L4 SP4
3232P08 A A 32 32 | 170 | 32 40 28
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing e ca§t Jron PCBN&PCD inserts
machining
DF WGM DR Without -
Wiper ‘ Double chipbreaker =) ey
A83 nga| Ag6 — s S /136
WGF PM SNR =
Wiper Double A A136
A83 Ags| % A86 Sl -£137
SF DM
Inserts shape
A83 A85 A137
EF @ EM g
A84 A85
i - Y
A84 A86
PWLNR/LOOH/K/M06 WNOO060400 WNOO060400 WNOOo060400 WNODO060400
PWLNR/LOOK/M/P08 WNODO08040O00 WNODO080400O WNODO0804001 WNODO0804000J WNODO080400
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Corresponding tool holders of insert CC[ ][]

External turning tools

S-type clamping

Kr:90°
il |
| [0 o
907 -~
e
L
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R | L | a | b | L | h | s | e v >/
SCACRI/L | 0808F06 A A 8 8 80 8 8 16
1010H06 A A 10 10 100 10 10 16 160M2.5X6.5 WTO7IP
1212H06 A A 12 12 100 12 12 16
1212H09 A A 12 12 100 12 12 20
160M3.5X8 WT15IP
1616H09 A A 16 16 100 16 16 20
A Stock available /\Make-to-order
Applicable inserts
L For extra P For semi- . For Al For castiron PCBN&PCD
A finishing Fer B e finishing Feritelgling machining machining inserts
USF HF HM HR LH _1 Without chipbreaker
O
- 1
Inserts shape A89 A89 A90 A91 A91-92 A92 A139
SF EF EM LC )
- o 8
A89 A90 A90 A91 A144

adAj Japjoy |00

SCACR/LOOH/F06

CCOOo060200 CCOM060200 CCOMO060200 CCOO060200 CCGX 060200 CCOO 060200 CCOO 060200

SCACR/LOCH09

ccomooT3dd  CCOmo9T3dO  CCcOmo9T3nd  CCOmoe9T3mn  CCGX09T30O  CCOO09T3OO  CCOO 09T30O
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SCLCRIL

Kr:95°
h a
b -
s
S /
- - ﬂ
2% ¥ g
L <)
£
£
R-type shown =
E
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench g
[
Type
R|{L|a|b|L|h|s]|e v a v >/
SCLCR/L | 0808F06 | A | A | 08 | 08 | 80 | 08 | 10 | 12
1010F06 A A 10 10 80 10 12 12
160M2.5X6.5 - - WTO7IP
1212H06 A A 12 12 | 100 | 12 16 12
1616H06 A A 16 16 | 100 | 16 20 16
1212H09 A A 12 12 | 100 | 12 16 16
1616H09 A A 16 16 | 100 | 16 20 16
160M3.5X8 - -- WT15IP
2020K09 A A 20 20 | 125 | 20 25 16
2525M09 A A 25 25 | 150 | 25 32 16
2020K12 A A 20 | 20 | 125 | 20 | 25 | 20
2525M12 | A | A | 25 | 25 | 150 | 25 | 32 | 20 | 160M4X11X Cc128s SM6 X 10XA ‘\’,VVE:’SE
3225M12 A A 32 25 | 150 | 32 32 20
A Stock available /\Make-to-order
Applicable inserts
s For extra _— For semi- . For Al For castiron PCBN&PCD
geRlicaton finishing el finishing e gl machining machining inserts

Without chipbreaker

USF HF HM HR LH
- = i
=y

A89 A90 A91 A91-92 A92 A139
Inserts shape AB9
SF EF EM LC .
'S s o A
A89 A90 A90 A91 A144

SCLCR/LOOH/F06 CCOO 060200 CCOO 060200 CCOO 060200 CCOO 060200 CCGX 060200 CCOO 060200 CCOO 0602010

SCLCR/LOOH/K/IM09 CCOO09T300 CCOO 097300 CCOO 097300 CCOO09T300  CCGX09T300O  CCOO 09T3O0O  CCOO 091300

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

adAy Japjoy 0oL
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External turning tools

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

Kr:90°
h a
s © b
907
A/‘e \z
L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|{L|al|b|L|h|s]|e v - v (>/
SDACRJ/L | 0808K0O7 | A | A | 8 8 | 125 | 8 8 | 15
1010K07 A A 10 10 | 125 | 10 10 15 160M2.5X6.5 - - WTO7IP
1212K07 A A 12 12 | 125 | 10 10 15
1212K11 A A 12 12 | 125 | 12 12 22 160M3.5X8 - WT15IP
1616K11 A A 16 16 | 125 | 16 16 22
2020K11 A A 20 20 | 125 | 20 20 22 160M3.5X12 D11BS SM5X8.65XA \\//VV1|:I1355IE
2525M11 A A 25 25 | 150 | 25 25 22
A Stock available /\Make-to-order
Applicable inserts
— For extra N For semi- . For Al For castiron PCBN&PCD
HppliEztien finishing e finishing R etgriie machining machining inserts
USF HF HM HR LH Without chipbreaker
—
A93 A93 A94 A95 A95 A95 A140
Inserts shape
P SF EF EM LC
L & &y R~/
A93 A94 A94 A95 A145
SDACR/LOOKO07 DCOO 070200 DCOO 070200 DCOO 070200 DCGX 070200 DCOO070200 DCOO070200

SDACR/LOOK/M11  DCOO 117300 DCOO 1T300 DCOO 1MT300O DCOOMMT3O0O DCGX 117300 DCOO 117300 DCOO 117300

adAy Japjoy jooL
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External turning tools

Corresponding tool holders of insert DC[L1[ ] s-type clamping

Kr:93°
h a
s b
5 R
93° 2z
e S
L (=2
£
S
R-type shown =
E
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench g
[
Type
R|L|a|b|L | h|s]|e v - v (>/
SDJCR/L | 0808F07 | A | A | 8 | 8 | 80 | 8 | 10 | 15
1010F07 A A 10 10 80 10 12 15
1212H07 A A 12 12 | 100 | 12 | 16 | 15
1414H07 A A 14 14 | 100 | 14 18 15 160M2.5X 6.5 -—- - WTO7IP
1616H07 A A 16 16 | 100 | 16 20 15
2020K07 A A 20 20 | 125 | 20 25 28
2525M07 A A 25 25 | 150 | 25 32 28
1212K11 A A 12 12 | 125 | 12 16 22
1616K11 A A 16 16 | 125 | 16 20 22
160M3.5X12 D11BS SM5X8.65XA VV\(I-I—H13551E
2020K11 A A 20 20 | 125 | 20 25 22
2525M11 A A 25 25 | 150 | 25 32 22
A Stock available /A\Make-to-order
Applicable inserts
Aoplication For extra Ea For semi- Eae i For Al For castiron PCBN&PCD
PP finishing 9 finishing ghing machining machining inserts
USF HF HM HR LH Without chipbreaker
——
-/ & &
A93 A%4 A95 A95 A95 A140
Inserts shape A93
SF EF EM LC .
& L & & &
A93 A94 A%4 A95 A145
SDJCR/LOOF/H/K/IMO7 DCOO070200 DCOO 070200 DCOO070200 DCGX 070200 DCOO 070200 DCOO 070200
SDJCR/LOOK/M11 DCOO 1MT3OO DCOO1MT3OO DCOOMT3OO DCOOMT3OO DCGXMT3OO DCOOMMT3OO DCOO 111300

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

External turning tools

S-type clamping

Kr:62°30'
h | a
S_L§ b
6230 \,
L
Basic dimensions(mm) Screw Shim Shim screw Wrench
Type Stock
alb|Lin|s|« P | = N (>/
SDNCN | 0808F07 A 8 8 | 80 | 8 | 4 |15
1010F07 A 10 10 80 10 5 15
1212H07 A 12 12 | 100 | 12 6 15
160M2.5X6.5 - - WTO7IP
1616H07 A 16 16 | 100 | 16 8 15
2020K07 A 20 20 | 125 | 20 10 20
2525M07 A 25 25 | 150 | 25 | 125 20
1616K11 A 16 16 | 125 | 16 8 22
2020K11 A 20 20 | 125 | 20 10 22
2525M11 | A | 25 | 25 | 150 | 25 |125| 22 | I60M3.5%12 D11BS SM5 X 8.65XA ‘(IVVL13551|'_°
3225M11 A 32 25 | 150 | 32 | 125 | 22
3232P11 A 32 32 | 170 | 32 16 22
A Stock available /\Make-to-order
Applicable inserts
s For extra R For semi- 8 For Al For castiron PCBN&PCD
otz ol finishing el el finishing R el machining machining inserts
USF HF HM HR LH Without chipbreaker
—
A93 A93 A94 A95 A95 A95 A140
Inserts shape
P SF EF EM LC
s ”, A7
A93 A94 A94 A95 A145

SDNCNOOF/H/K/MO7 DCOO070200 DCOO 070200 DCOO070200

DCGX 070200 DCOO 070200 DCOO 070200

SDNCNOOK/M/P11

DCOO MT300 DCOOMT3OO DCOOMT3OO DCOOMT3OO DCGXMT3OO DCOO MT3OO DCOO 1MT300

adAy Japjoy jooL
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Corresponding tool holders of insert VB[ ][]

External turning tools

S-type clamping

- ]
Kr:93 . ‘—l s
s b
®
939
& L \/
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type -
R|L|a|b|lL|h|s]|e v — v >/
SVJBR/L | 1212H11 A A 12 12 | 100 | 12 16 25
1616H11 A A 16 16 | 100 | 16 20 25
160M2.5X6.5 - - WTO7IP
2020K11 A A 20 | 20 | 125 | 20 | 25 | 25
2525M11 A A 25 25 | 150 | 25 32 25
1616H16 A A 16 16 | 100 | 16 20 35
2020K16 A A 20 20 | 125 | 20 25 35 160M3.5X12 V16BS SM5X8.65XA VV\(IT-ESILP
2525M16 A A 25 25 | 150 | 25 32 35
A Stock available /\Make-to-order
Applicable inserts
- For extra S For semi- ; PCBN&PCD
Application finishing For finishing finishing For roughing R
SF HF HM HR
a
A108 A108 A109 A109 A142
NF EM SNR
A108 A109 A109 A147
Inserts shape
EF
A108
NGF
A108
SVJBR/LOOH/K/M11  vBOO110300 vBOO110300 vBOO110300
SVJBR/LOOH/K/IM16 vBOO160400 vBOO160400 vBOO160400 vBOO160400
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Corresponding tool holders of insert VB[ ][]

External turning tools

S-type clamping

Kr:90°
h ‘F’ a
® b
90°
o/, } h
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type .
R|L|a|b|L|h|s]|e v < v >/
SVABR/L | 1010F11 A A 10 10 80 10 10 25 160M2.5X6.5 - - WTO7IP
1616H16 A A 16 16 | 100 | 16 16 28
2020K16 A A 20 20 | 125 | 20 20 28 160M3.5X12 V16BS SM5 X 8.65XA \\//VV-II-—i13551f
2525M16 A A 25 25 | 150 | 25 | 25 28
A Stock available /\Make-to-order
Applicable inserts
L For extra _— For semi- " PCBN&PCD
Application finishing For finishing finishing For roughing e
SF HF HM HR
(.
A108 A108 A109 A109 A142
NF EM SNR
A108 A109 A109 A147
Inserts shape
EF .
A108
NGF
A108
SVABR/LOOF11 vBOO110300 vBOO110300 vBOO110300
SVABR/LLOICIH/K/M16 vBOO160400 vBOO160400 vBOO160400 vBOO160400
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Corresponding tool holders of insert VB[ ][]

External turning tools

S-type clamping

Kr:72°30"'
h a
i b
e
72'30 Y
L
Basic dimensions(mm) Screw Shim Shim screw Wrench
Type Stock )
a|b|L|h|s]|e v — w >/
SVVBN 1212H11 A 12 12 | 100 | 12 6 25
1616H11 A 16 16 | 100 | 16 8 25
160M2.5X6.5 - WTO7IP
2020K11 A 20 | 20 | 125 | 20 | 10 | 25
2525M11 A 25 | 25 | 150 | 25 |125| 35
1616H16 A 16 16 | 100 | 16 8 35
2020K16 A 20 20 | 125 | 20 10 | 35 160M3.5X12 V16BS SM5 X 8.65XA WT1SIP
WH35L
2525M16 A 25 | 256 | 150 | 25 |125| 35
A Stock available /A\Make-to-order
Applicable inserts
T For extra S A For semi- ; PCBN&PCD
Application finishing For finishing finishing For roughing s
SF HF HM HR
(o
A108 A108 A109 A109 A142
NF EM SNR
Inserts shape A108 A109 A109 A147
EF .
A108
NGF
A108
SVVBNOOH/K/M11 vBOO110300 vBOO110300 vBOO110300
SVVBNOOH/K/M16 vBOO160400 vBOO160400 vBOO160400 vBOO160400
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External turning tools

Corresponding tool holders of insert VC [ ][]

S-type clamping

adAy Japjoy |00

Kr:72°30'
h a
S—L <@ b
4/72°30'
o L \/
Basic dimensions(mm) Screw Shim Shim screw Wrench
Type Stock
a|b|L|h|s]|e v — w >/
SVVCN 1212H11 A 12 12 | 100 | 12 6 25
1616H11 A 16 16 | 100 | 16 8 27
160M2.5X6.5 WTO7IP
2020K11 A 20 | 20 | 125 | 20 10 | 30
2525M11 A 25 25 | 150 | 25 | 125 | 38
1616H16 A 16 16 | 100 | 16 8 33
2020K16 A 20 20 | 125 | 20 10 33 160M3.5X12 V16BSC SM5X8.65XA \\//VVTH1355II|_D
2525M16 A 25 25 | 150 | 25 | 125 | 38
A Stock available /\Make-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining PCBN&PCD inserts
USF HF LH
f. -
A105 A105 A106 A143
SF NF LC
Inserts shape @ - %
A105 A105 A106 A148
NGF
A105
SVVCNOOH/K/M11 vcoot11o03o0 vcoo11o0300 vCGX110300
SVVCNOOH/K/IM16 vcoo1e0400 VCGX160400 vcoOo160400

A192




External turning tools

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

SVJCRIL

Kr:93° " ‘—J a

S b
©
U :
e 8
L <)
£
IS
R-type shown 2
E
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench g
i
Type -
R|L|a|b|lL|h|s]|e v < v >/
SVJCR/L | 1212H11 A A 12 12 | 100 | 12 16 | 25
1616H11 A A 16 16 | 100 | 16 | 20 | 25
160M2.5X6.5 - - WTO7IP
2020K11 A A 20 | 20 | 125 | 20 | 25 | 25
2525M11 A A 25 | 256 | 150 | 25 | 32 | 35
1616H16 A A 16 16 | 100 | 16 | 20 | 35
WT15IP
2020K16 A A 20 20 | 125 | 20 | 25 | 35 160M3.5X12 V16BSC SM5X8.65XA WH35L
2525M16 A A 25 | 256 | 150 | 26 | 32 35
A Stock available /A\Make-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining PCBN&PCD inserts
USF HF LH
- o
A105 A105 A106 A143
SF NF LC
Inserts shape @ - %
A105 A105 A106 A148
NGF
A105
SVJCR/ILOOH/KIM11 vcoat11o300 vcoot1o300 veaex110300
SVJCR/LOOH/KIM16 vcOo1e0400 VCGX160400 vcoo1e0400

adAy Japjoy |00

A193



m
=
@
o
>
D
=~
=
S
2.
S
@
-
38
=X
w

External turning tools

Corresponding tool holders of insert SC[ ][]

S-type clamping

Kr:75°
h \r,\ a
s @ b ~
,/7sa
& L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|L|a|b|L|h|s]|e v E w >/
SSBCR/L| 1212H09 | A | A | 12 | 12 |100| 12 | 9 | 16 | I60M3.5X8 WT15IP
1616H09 A A 16 16 | 100 | 16 13 16
2020K09 | A | A |20 | 20 | 125| 20 | 17 | 20 | I60M3.5X12 S09BS SM5X 8.65XA ‘\’/VVL1355IE’
2525M09 A A 25 25 | 150 | 25 22 20
2020K12 A A 20 20 | 125 | 20 17 25
160M4 X 11X S12BS SM6 X 10XA \\//VVTH14SOIE
2525M12 A A 25 | 25 | 150 | 25 | 22 | 25
A Stock available /\Make-to-order
Applicable inserts
L L e . - For cast iron
Application For finishing For semi-finishing  For roughing  For Al machining machining
HF HM HR LH Without chipbreaker
A98 A98 A99 9o
Inserts shape
"’ u B u
A98 A98
SSBCR/LOOH/K/IM0O9  SCOIO09T30IO Sloim[m{olc) pcimm| scogoaT3tn SCGX09T300 scOoOoooT3nd
SSBCR/LOOK/M12 scOd120400 scOoOd120400 SCGX120400 scOom120400

adAy Japjoy |00]
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External turning tools

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

Kr:45°
h a
S
il @D» b
-~
455 »
< S
L 2
j=)]
£
[
3
=
Basic dimensions(mm) Screw Shim Shim screw Wrench g
w
Type Stock
linlsls v B | W
SSDCN | 1212H09 A 12 | 12 [100 | 12 | 6 | 16 160M3.5 X8 WT15IP
1616H09 A 16 | 16 [ 100 | 16 | 8 | 16
2020K09 A 20 | 20 | 125 | 20 | 10 | 20 | IBOM3.5X12 S09BS SM5X 8.65XA VV\<ITH13551E
2525M09 A 25 | 25 | 150 | 25 | 125 20
2525M12 A 25 | 25 | 150 | 25 |125| 22 160M4 X 11 S12BS SM6 X 10XA Y/szféf

A Stock available /\Make-to-order

Applicable inserts

For cast iron

Application For finishing ~ For semi-finishing  For roughing  For Al machining machining
HF HM HR LH Without chipbreaker
Ll o
A98 A98 A99 -_— - o
Inserts shape
EF EM g LC g
u (?—"
A98 A98 A99

SSDCNOOH/K/M09  SCOO09T300 scoooeT3nn scOoOosT3nn SCGX09T300 scooooT3nn

SSDCNOOM12 ScOmO120400 ScOO120400 SCGX120400 scOO120400

adA) Jepjoy 0oL
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External turning tools

Corresponding tool holders of insert SC[ ][]

S-type clamping

Kr:75°
S 1
o )
s 2 @ /
- e
L
I
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|iL|al|b|L|h|s]|e v E w >/
SSKCR/L | 1212H09 | A | A | 12 | 12 | 100 | 12 | 16 | 16 | 160M3.5%8 WT15IP
1616H09 A A 16 16 | 100 | 16 20 16
WT15IP
2020K09 A A 20 20 | 125 | 20 25 20 160M3.5X12 S09BS SM5X8.65XA WH35L
2525M09 A A 25 25 | 150 | 25 32 20
2020K12 A A 20 | 20 | 125 | 20 | 25 | 22
160M4 X 11X S12BS SM6 X 10XA \\//VVL145(§I'_D
2525M12 A A 25 | 25 | 150 | 25 | 32 | 22
A Stock available /\Make-to-order
Applicable inserts
L L R . . For cast iron
Application For finishing For semi-finishing ~ For roughing  For Al machining machining
HF HM HR LH Without chipbreaker
Inserts shape A98 A9 Ago] N ., wmmw Ao
; u " a -
A98 A98 A99
SSKCR/LOOH/K/IM09 SCOO09T30O scOoOoooT3md scOoOoooT3nd SCGX09T300 scOogoaT3tn
SSKCR/LOOK/M12 scOo120400 scOm120400 SCGX120400 scOoo120400

adAy Japjoy |00]
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External turning tools

Corresponding tool holders of insert SCL1[ ] s-type clamping

Kr:45°
[ a
s /§; b
1 ® S
a5 7
= L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|L|a|b|L|h|s]|e v n w >/
SSSCR/L | 1212H09 | A | A | 12 | 12 | 100 | 12 | 16 | 16 | I60M3.5X8 WT15IP
1616H09 | A | A | 16 | 16 | 100 | 16 | 17 | 16
WT15IP
2020K09 | A | A | 20 | 20 [125| 20 | 21 | 20 | I6OM3.5X12 S09BS SM5X 8.65XA WH35L
2525M09 | A | A | 25 | 25 | 150 | 25 | 32 | 20
2020K12 A A 20 | 20 | 125 | 20 | 21 24
160M4 X 11X S12BS SM6 X 10XA \\//VVL145()ILP
2525M12 A A 25 | 256 | 150 | 25 | 32 | 22

A Stock available /\Make-to-order

Applicable inserts

For cast iron

Application For finishing ~ For semi-finishing  For roughing  For Al machining machining
HF HM HR LH Without chipbreaker
. | =
Inserts shape A% A98 Ago NN oo e Ao
A98 A98 A99

SSSCR/LOOH/K/IMO9  SCOO09T3OO scoooeT3nn scOoOosT3nn SCGX09T300 scooooT3nn

SSSCR/LOOK/M12 SCcOm120400 ScOO120400 SCGX120400 sScOmd120400

adAy Japjoy 0oL
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Corresponding tool holders of insert TC[ [ |

External turning tools

S-type clamping

oo il [
I o
90° -~
£ L
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
RiL|a|b|L|h|s]|e v >/
STACR/L | 1010K11 | Ao | A | 10 | 10 | 100 | 10 | 10 | 12
1212F11 A A 12 12 | 100 | 12 12 14 160M2.5X6.5 WTO7IP - -
1616K11 A A 16 16 | 100 | 16 16 16
A Stock available /\Make-to-order
h a
Kr:90° Y
s 90"@ b
. /
L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
RiL|a|b|L|h|s]|e v A v >/
STFCR/L | 1212H11 | A | A | 12 | 12 [ 100 | 12 | 16 | 14
1616H11 A A 16 16 | 100 | 16 20 14
160M2.5X6.5 - - WTO7IP
2020K11 A A 20 20 | 125 | 20 25 20
2525M11 A A 25 25 | 150 | 25 32 20
1616K16 A A 16 16 | 125 | 16 | 20 | 20
2020K16 A A 20 20 | 125 | 20 25 20 160M3.5X12 T16BS SM5X8.65XA VVYIT—ESIE
2525M16 A A 25 25 | 150 | 25 32 25
A Stock available /\Make-to-order
Applicable inserts
s L For semi- . - For cast iron PCBN&PCD
Application For finishing finishing For roughing  For Al machining machining e
HF HM HR LH A Without chipbreaker
F' N
A - ~
A101 A103 A103 aros o @S,
Inserts shape
EF EM LC .
#t‘%k_
— sy
A102 A102 A103
STACR/LOOK/F11 TcOO110200 TcOO110200 TcOO110200 TCGX110200 TCcOO110200 TCcOO110200
STFCR/LOOH/K/M11  TCOO110200 TcOO110200 TcOO110200 TCGX110200 TcOO110200 TcOO110200
STFCR/LOOK/M16  TCOO16T3000 TcOoOo1eT3OO TcOO1eT3OO TCGX16T300O TCcOO1eT30OO
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External turning tools

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

STGCRIL
Kr:91°

s b ~
()
917 é
[~€.| L 2
£
S
R-type shown =]
©
c
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench 2
[
Type
R|L|a|b|L|h|s]|e v A v >/
STGCR/L | 0808F09 | A | A |08 | 08 | 80 | 8 | 10 | 12
1010F09 A A 10 10 80 10 12 12 160M2.2X5.5 - - WTO6IP
1212H09 A A 12 12 | 100 | 12 16 12
1212H11 A A 12 12 | 100 | 12 16 16
1616H11 A A 16 16 | 100 | 16 20 16
160M2.5X6.5 - - WTO7IP
2020K11 A A 20 20 | 125 | 20 25 20
2525M11 A A 25 25 | 150 | 25 32 20
1616K16 A A 16 16 | 125 | 16 20 20
WT15IP
2020K16 A A 20 20 | 125 | 20 25 21 160M3.5X12 T16BS SM5X8.65XA WH35L
2525M16 A A 25 25 | 150 | 25 32 21
A Stock available /\Make-to-order
Applicable inserts
s For extra L For semi- ; For Al For castiron PCBN&PCD
ARl finishing FEr e finishing Fer el machining machining inserts
USF HF HM HR LH A Without chipbreaker
o - )
L .
anmvemasy — ‘_‘
Inserts shape A100 A101 A103 A103 A104 A104 A141
SF EF EM LC p
(1’“1_
—
A100 A102 A102 A103
=
8_ STGCR/LOOF/HO9 TCOO0902010 TCOO090200 TCOO090200 TCOO090200 TCGX090200 TCOO0902010 TCOO09020001
=
% STGCR/LOOH/K/IM11 TCOO110200 TCOO110200 TCOO110200 TCGX110200 TCOO110200 TCOO110200
% STGCR/LOOK/M16 TCOO16T3OO TCOO16T3OO TCOO16T3OO TCGX16T3OO TCOO16T3OO
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External turning tools

Corresponding tool holders of insert TC[ [ |

S-type clamping

Kr:60°
o B
] J
-~
S
e
L
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
Type
R|L|a|b|L|h|s]|e v A v >/
STECR/L | 1616H11 A A 16 16 | 100 | 16 | 10.5| 16
160M2.5X6.5 - WTO7IP
2020K11 A A 20 20 | 125 | 20 | 145 | 20
2020K16 A A 20 | 20 | 125 | 20 |125| 20 WT15IP
160M3.5X12 T16BS SM5X8.65XA
2525M16 A A 25 25 | 150 | 25 |17.0| 25 WT35IP
A Stock available /\Make-to-order
Applicable inserts
_— L For semi- . - For cast iron PCBN&PCD
Application For finishing finishing For roughing  For Al machining machining e
HE HM HR LH A . Without chipbreaker -
/N - ~
A101 A103 A103 Af04| NN, qu
Inserts shape
EF EM LC p
eV
—
A102 A102 A103
STECR/LOOH/K11 TcOoOo110200 TcOO110200 TcOO110200 TCGX110200 TcOO110200 TCcOO110200
STECR/LOOK/M16  TCOO16T3000 TcOoOo1eT3OO TcOO1eT3OO TCGX16T30O TCcOO1eT30OO

adAy Japjoy |00]
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SWACRIL

Kr:90°
h a
s /&X b
907
e
L
R-type shown
Stock Basic dimensions(mm) Screw Wrench — —
Type
RiL|a|b|L|h|s]|e v >/ - -
SWACRJ/L| 1010E04 | A | A | 10 | 10 | 70 | 10 | 10 | 10
[60M2.5X6.5 WTO7IP
1212F04 | A A |12 |12 | 80 | 12 | 12 | 14
1616H06 | A A | 16 | 16 | 100 | 16 | 16 | 20 I60M3X7 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
A107
§_| SWACR/LOOE/F04 WwCOx040200
S SWACR/LOOHO06 WCOIX06T300
§ SWACR/LLIOK08 WCOIX08040001

A201
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External turning tools

Corresponding tool holders of insert RC[ [ ]

S-type clamping

h i a
L
SJ(. b]
: h
Basic dimensions(mm) Screw Shim Shim screw Wrench
Type Stock
a|b | L|h|s]|e v . v >/
SRDCN 1616H08 A 16 16 | 100 | 16 8 16
2020K08 A 20 | 20 | 125 | 20 10 16 160M3 X7 - - WT10IP
2525M08 A 25 | 25 | 150 | 25 |125| 16
2020K10 A 20 | 20 | 125 | 20 10 | 20
160M3.5X 10 - - WT15IP
2525M10 A 25 | 26 | 160 | 25 |125| 20
2525M12 A 25 | 26 | 160 | 25 |125| 35 WT15IP
160M3.5X 12 R12BS SM5 X 8.65XA WH35L
3232P12 A 32 | 32 | 170 | 32 16 35
3225P16 A 32 | 25 | 170 | 32 | 125]| 35
160M4 X 15X R16BS SM6 X 10XA VVYIEfOIIF_D
4040816 A 40 | 40 | 250 | 40 | 20 | 40
A Stock available /A\Make-to-order
Applicable inserts
‘ Application For semi-finishing For roughing For Al machining
LH
Inserts shape ‘”)
A96 A96 A96
= SRDCNOCOK/M/HO08 RCMT0803MO RCMT0803MO RCGX0803MO-LH
o
o
= SRDCNOOK/M10 RCMT10T3MO RCMT10T3MO
=
E SRDCNOCOM/P12 RCMT1204MO RCMT1204MO
-
=3
® SRDCNOCIP/S16 RCMT1606MO RCMT1606MO
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External turning tools

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

! ~N

R-type shown

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

Stock Basic dimensions(mm) Screw Shim Shim screw Wrench

ee R{L|a|b|L|h]|s v . v (>/

SRGCR/L | 1616H08 A A 16 16 100 16 20
2020K08 A A 20 20 125 20 25 160M3 X7 - - WT10IP
2525M08 A A 25 25 150 25 32
1616H10 A A 16 16 100 16 20
2020K10 A A 20 20 125 20 25 160M3.5X10 - - WT15IP
2525M10 A A 25 25 150 25 32
2020112 . . 2 2 % 2 7 160M3.5X12 R12BS SM5X8.65XA VV\<ITH135;E
2525M12 A A 25 25 150 25 32
3232P16 A A 32 32 170 32 40 160M4 X 15X R16BS SM6 X 10XA \\//VVL14501I'_3
A Stock available /\Make-to-order
Application For semi-finishing For roughing For Al machining
LH
Inserts shape ‘”)
A96 A96 A96
S SRGCR/LOOH/K/M08 RCMT0803MO RCMT0803MO RCGX0803MO-LH
; SRGCR/LOCH/KIM10 RCMT10T3MO RCMT10T3MO
g SRGCR/LOOK/M12 RCMT1204MO RCMT1204MO
@ SRGCR/LOCIP16 RCMT1606MO RCMT1606MO
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External turning tools

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

Kr:93° =2
h ‘ a
b
s| LO
m
& o3 \/
2 @
= L
3 R-type shown
3
e L . Applicable . |Clamping . Shim
o
S Basic dimensions(mm) = Clamp |Clamp screw|Spring stud Shim e Wrench

e StOCKabthe;/‘v,\&“f-f(

CKJNR |2525M16 | A | 25|25 [150| 25 | 32 | 32

3232P16 | A | 32|32 |170| 32 | 40 | 32 KNUX16°4D?; C6R1T K16CC

4040R16 | A |40 | 40 |200| 40 | 50 | 32 R ggg nosts || susx 108 w:igt
CKJNL | 2525M16 | A | 25|25 |150| 25 | 32 | 32

3232P16 | A [32]32 [170] 32 | 40 | 32 KNUX16°4DAD8"7 C6L1T K16CCL

4040R16 | A | 40| 40 |200| 40 | 50 | 32

A Stock available /\Make-to-order

" CKNNRIL b
Kr:63° _ I
! \F! a
S
3 b
o — o
R-type shown
Basic dimensions(mm) Appllcable Clamp |Clamp screw | Spring EE il Shim Sl Wrench
inserts stud screw
Type Stock
ale (Lin|s| & B ¢ P aw Y
CKNNR [2525M16| A 25 | 25 | 150 | 25 | 14.3 | \Ux1604000R
. C6R1T | CM6 X 25A :E; P0515 | K16CC | SM3X10B
3232P16| A 32 | 32 | 170 | 32 [ 16.8 WHZOL
WH40L
CKNNL 2525M16| A 25 25 | 150 | 25 | 14.3 KNUX16040000L SPR1
C6LIT | CMBX25A | (o, | PO515 | K16CCL | SM3X 108
3232P16| A | 32 | 32 | 170 | 32 | 16.8 A8T

A Stock available /\Make-to-order

A204



CRDCRIL

CRDPRIL S
h “7 a
T X ~
L
R-type shown
Stock Basic dimensions(mm) A[_Jplicable Clamp Clamping | \yrench Shim
inserts screw
Type .
R|L|a|b|L|h|s]|Ar v & | v ( (¥
CRDCRI/L| 2525M09V-19 | A | A | 25 | 25 [150| 25 |25.5| 19
3232P09V-28 | A | A | 32 | 32 |170| 32 |325| 28 | RCGNOSOTLILI | carH  |weie(GB70.85) WH4OL |  RcooXC
4040S09V-38 | A | A | 40 | 40 |250| 40 |40.5| 38
2525M12V-19 | A | A | 25 | 25 |150| 25 |25.5| 19
3232P12V-28 | A | A | 32 |32 [170] 32 |325| 28 | ROON1207TDIEN | capyy  |weraoieBro85)| wHsoL | Rci2xc
4040S12V-38 | A | A | 40 | 40 |250| 40 |40.5| 38
CRDPR/L| 2525M09V-19 | A | A | 25 | 25 |150| 25 |25.5| 19
3232P09V-28 | A | A | 32| 32 |170| 32 |325| 28 | RPONOSOTLILI | carm |wsieGa7o85)| wHaoL | RPo9XC
4040S09V-38 | A | A | 40 | 40 |250| 40 |40.5| 38
2525M12V-19 | A | A | 25 | 25 |150| 25 |25.5| 19
3232P12v-28 | A | A | 32|32 170 32 [325| 28 | RPON1207LILT 1 capyy  veneeross)| wHsoL | RP12xC
4040S12V-38 | A | A | 40 | 40 |250| 40 |40.5| 38

A Stock available

/A\Make-to-order

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

/ How to select internal turning tools \

B Explanation of internal turning tools detailed table

@ Listed according to clamping types.

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

end turning, etc.
Insert type

fCorresponding tool holders of insert DNI[][]

P-type clamping

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

e R|L|Dmn| od | h s | ¢ T &N

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

=

LEM8x21 WH30L L4 D15AP SP4
S40U-PDPNR/L15-3 A | A 50 40 38 350 27
S32T-PDPNR/L15 Al A 40 32 30 300 22
LEM8x21 WH30L L4B D15AP SP4
S40U-PDPNRI/L15 Al A 50 40 38 350 27
((Astock available /Make-to-order )
Applicable inserts
T i For semi- 5 For heavy For cast iron PCBN/PCD
Application For finishing finishing For roughing machining machining inserts

DF WGM DR HDR Without
- / Wiper, Double P / - “’ cipbreckeg ‘/ ./Am
A1 [ A5 AB6 'A66 -A122
PM - DR
. / soge- - / - /szz
As3| ** A5 -A123
DM ER
- / Double o W / ~ }
Ap4| @ AB5 A123
EM ER i
Single-
2 Apa| S AB5
NM SNR '
Dmab\e
Aea| ** 'AB5

==

A

M

>} h
g 2

»

Inserts shape

" & 9
Single-
side
2 AB5
OO-PDPNR/L15-3 DNOO150400 DNOO150400 DNOO150400 DNOO150400 DNOO150400
OO-PDPNR/L15 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600  DNOO150600

adf) Japjoy 00 |

—=o Tool holders with oil hole

—=@ Products specification Applicable inserts &———
Including product description, stock (left Including applications of inserts,
and right hand), basic dimensions and reference page, insert shape
applicable spare parts. and corresponding tool holders.
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TURNING

Internal turning
tools

Internal turning tools overview
Internal turning tools code key
Detailed table of internal turning tools
Internal turning Tools by P-type clamping
Internal turning tools by S-type clamping

Damping internal turning tools and their features

A209

A210-A211
A212-A240
A212-A217
A218-A233

A234-A240

A207
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Internal turning tools overview

62°30' 75° 90° 90° 93° 93° 95° 95° 107°30"
Name Feature
\ ~ ~ ~ ~ \ A N
T
& | ®The minimum PDPN PSKN PTFN PDUN PCLN
B3 machining
=7 diameter is
® 20mm.
3 | ®Applicable A213 A215 A216 A214 A212
g inserts are PWLN
S| economic
o negative
= inserts.
O | ®Hole clamping
»n A217
SSKC SCFC STFC STUP SDuC SDzC SDQC
A222 A232 A223 A231 A220 A221 A219
é.’j ®The minimum SDUP SCLC | sDaQP
® machining
5 diameter is
@ 10mm.
E_) ® Applicable A230 A218 A229
= inserts are 5° , sSvucC SVQB
3 7° and 11°
g' positive inserts.
g ®Screw
& | clamping. A225 A233 A226
SVUB SCLP svQcC
A227 A228 A224
= ® The minimum STUP SDUP SCLP SDQP
_g diameter can
=3 be machined is
L;. 12mm.
@ | ®Applicable A238 A237 A235 A236
=) . o
o inserts are 7°
= 11° positive svuc svac
3. inserts.
@ | ®Good
g Performance on
z reducing shake. A240 A239

A209
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3
=
@
=
=}
58
oy
c
5
2.
=}
Q@
-
)
=X
]
Q
o]
Q
@
=
@
<

s N\
Type of tool holder
Code Type

A Steel tool holder
with oil-hole
Cemented
C carbide tool
holder
Cemented
E carbide tool
holder with oil
hole
S |Steel tool holder
X Special inserts
applied

A210

Diameter of
tool holder

Code Diameter

08 08
10 10
16 16
20 20
25 25
32 92
40 40
50 50

Internal turning tools code key

X

75°

(7]

Tool holder style and approach angle

90°

95°

D
45 60
M
50° 63
(U
93°
72°30’

E F

90°

N o

\"/ W
60°

117°30"

62°30'

107°30"

Length of tool Clamping
holder system Inserts shape
GiB=z o) -
L , a
= P-Hole clamping c D
Code Length [EE\AE/:\‘E
M-Top and hole
K 125 clamping R S
M 150
N 160 ELEA]}
Q 180 A
R 200 S-Screw on T v
S 250
T 300 %
U 350 80°
\ 400 C-Top clamping w
- J

107°30"



\ General Turning Tools

Internal turning tools code key

Clearance angle of

o Cutting direction Manufacture option
Increase offset
5o B D | fsize+1.0mm
\]‘770 Cc E Increase offset
f size+2.0mm @
g
L - Left hand o
NPZPS D 3
R | Round shank 2
2
£
| ;._/200 E %
f =
W | Wedge clamping £
0 N
. X | Back boring
R - Right hand
g P ¢
®
Length of cutting edge
(o] D R S T Vv W
Inserts shape
O LU
= o f | f f | | ]
Inscribed circle Length of cutting edge(mm)
5.556 09
6.350 06 07 1
91525 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

A211
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Internal turning tools

Corresponding tool holders of insert CN[_] [ ]

P-type clamping

Kr:95°
~
/
R-type shown
Stock Basic dimensions(mm) Screw Wrench Lever Shim | Shim pin
Type
R|L | Dmin| od | h L | s 9’ ( D [ | .
S$16Q-PCLNR/L09 A A 20 16 15 180 10
S20R-PCLNR/L09 A A 25 20 19 200 125 LEM5X12 WH20L L3C - -
S$25S-PCLNR/L09 A A 32 25 24 250 15
S$25S-PCLNR/L12 A A 32 25 24 250 16 LEM6X 14 WH25L L4A - -
S32T-PCLNR/L12 A A 40 32 30 300 21
S40U-PCLNR/L12 A A 50 40 38 350 26 LEM8X 21 WH30L L4 C12APB SP4
S50V-PCLNR/L12 A A 63 50 48 400 31
S50V-PCLNR/L16 A A 63 50 48 400 31 LEM8 X 25 WH30L L5 C16AP SP5
S$50S-PCLNR/L19 A A 63 50 47 250 35
LEM10X 27 WH40L L6 C19AP SP6
S50W-PCLNR/L19 A A 63 50 47 450 35
A Stock available /\Make-to-order
Applicable inserts
- S For semi- ; For heavy For cast iron PCBN/PCD
Application For finishing finishing For roughing machining machining inserts
DF WGM DR HDR Without chipbreaker ~
Wiper Do%b\e ™ e |
A54 As5| A58 A59 Aso| e Av1s
WGFE=== PM DR HPR N
Wiper [ Single- - Al18
side H
A54 A55 A58 A59 -A119
SF DM ER -
Q Do%b\e . Il
A54 o A58 A119
Inserts shape
EF ﬂ ER
Single-
side
Y A54 A58
NF [ SNR
},Q/ Do%b\e
AS5 S A58
i
Single-
side
A57

adf Japjoy |0o]

OO-PCLNR/L09 CNODOo0903O00  CNOO090300

OO-PCLNR/L12 CNOO120400  CNOO120400  CNOO120400  CNOO120400  CNOO120400  CNOO120400
OO-PCLNR/L16 CNOO160600  CNOO160600  CNOO1606000  CNOO1606000  CNOO160600

OO-PCLNR/L19 CNOO1906000  CNOO190600  CNOO1906000  CNOO19060101

>
N
-
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Internal turning tools

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

PDPNRIL
Kr:62°30"

R-type shown

@
[}
S

L
=)

£
=
£
>
=

©
=
=
5}

2

<

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

.
Pe R| L | Dmn| od | h L | s 9’ ( v V-4 .

S32T-PDPNR/L15-3 A | A 40 32 30 300 22

LEM8x21 WH30L L4 D15AP SP4
S40U-PDPNR/L15-3 A | A 50 40 38 350 27
S32T-PDPNR/L15 AL A 40 32 30 300 22

LEM8x21 WH30L L4B D15AP SP4
S40U-PDPNR/L15 AL A 50 40 38 350 27

A Stock available /\Make-to-order

Applicable inserts

Aaalfestten B For semi- oo For heavy For cast iron PCBN/PCD
PP 9 finishing ghing machining machining inserts
DF WGM DR HDR Without chipbreaker
Wipe' Double =Y " - / A121
AB1 A63| 5% AB5 AB6 AB6 -A122
WGF PM DR
Wiper Single- ' '/ A122
AG1 A63| % AB5 -A123
SF DM ER
g Double -~ /‘
AB2 A4/ S AB5 A123
Inserts shape
EF EM ER
Single-
AB2 AG4| SO AB5
NF NM SNR
Doydble
A2 Ae4| A65
NGF LR .«
' Single-
id
A2 sce A5
OO-PDPNR/L15-3 DNOO150400 DNOO150400 DNOO150400 DNOO150400 DNOO150400
OO-PDPNR/L15 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600

adAy Japjoy jooL
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Internal turning tools

Corresponding tool holders of insert DN[1[ ] P-type clamping

1
- o -
Kr:93 7T :
h Dn:ln
T | [ /C/ Z‘\\
T T
s| T k]° [ ) } ! \ //
93 N
ed 0 \
L
R-type shown
Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin
Type
R|L|Dmin| od | h | L | s 9’ ( | SR A |
S20R-PDUNR/L11 Al A 25 20 19 200 13
LEM5X12 WH20L L3D - -
S$25S-PDUNR/L11 Al A 32 25 24 250 17
S32T-PDUNR/L15 Al A 40 32 30 300 23 LEM8X21 WH30L L4B D15AP SP4
S32T-PDUNR/L15-3 A A 40 32 30 300 23 LEM8X 21 WH30L L4 D15AP SP4
S40U-PDUNR/L15 Al A 50 40 38 350 27 LEM8X 21 WH30L L4B D15AP SP4
S40U-PDUNR/L15-3 A | A 50 40 38 350 27 LEM8X 21 WH30L L4 D15AP SP4
A Stock available /\Make-to-order
Applicable inserts
L I For semi- q For heavy For cast iron PCBN/PCD
Application For finishing finishing For roughing machining machining inserts
DF WGM DR HDR Without chipbreaker
Wiperl Double ey | - /A1 21
AB1 A63| % AB5 AB6 ABB -A122
WGF PM DR
Wiper Single- - A122
AG1 A63| 5% A65 — 3
SF DM ER
Double -~
A2 A4 S AG5 " 123
Inserts shape
EF EM ER
Single-
AB2 A4 5% AB5
NF ” NM g SNR
Double
-sid
A2 Ae4l AG5
NGF LR o~
' Single-
id
A2 e AG5
=
8_ OO-PDUNR/L11 DNOO110400 DNOO110400 DNOO110400
=
% OO-PDUNR/L15-3 DNOO150400 DNOO150400  DNOO150400  DNOO150400  DNOO150400  DNOO150400
§ OO-PDUNR/L15 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600 DNOO150600

>
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Internal turning tools

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

Kr:75°
@
A 8
2
c
R-type shown =2
g
Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin %’
Type
R|L|Dmn| od | h | L | s 9’ ( | "SI - | N
S$25S-PSKNR/L12 A | A 32 25 24 250 17 LEM6 X 14 WH25L L4A - -
S32T-PSKNR/L12 Al A 41 32 30 300 22
LEM8 X 21 WH30L L4 S12APB SP4
S40U-PSKNR/L12 A A 50 40 38 350 27
A Stock available /\Make-to-order
Applicable inserts
s ST For semi- ; For heavy " PCBN/PCD
Application For finishing finishing For roughing machining For roughing inserts
DF PM DR HDR Without chipbreaker -
Dogdble Ty €y
A67 Aeg % AT70 AT2 A7 A126
EF -

DM DR HPR -~
Single- AT70
AB7 aes| °% 71 A72 B 127

: -
SF i:"i EM ER -

A67 A9 % AT1 B 1 128

£y
NM H ER
Single-
side
AB9 A71

Inserts shape

SNR
Double  Double
-side -side A7
LR
Single-
side A69
OO-PSKNR/L12 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400 SNOO120400

adAy Japjoy jooL
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Internal turning tools

Corresponding tool holders of insert TIN[_ ][]

P-type clamping

Kr:90°
A
R-type shown
Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin
Type
R|L|bmn| ed | h | L | s 9’ T b A N
S25S-PTFNR/L16 A | A 32 25 24 250 16 LEM5X12 WH20L L3B - -
S32T-PTFNR/L16 A A 41 32 30 300 21
LEM6X17 WH25L L3 T16APB SP3
S40U-PTFNR/L16 Al A 50 40 38 350 26
A Stock available /\Make-to-order
Applicable inserts
L L For semi- . For heavy For cast iron PCBN/PCD
Application For finishing finishing For roughing machining machining P——
DF WGM DR HDR Without chipbreaker -
A75 NG A78 A79| e 780 — 130
WG PM DR 2
Wiper Single- ™ 130
AT5 NG AT8 S ) 131
SF DM ER 4
Inserts shape Do?dble n
A75 A77| % A78 Sl (131
EF EM SNR
Double
AT6 A77| AT8
LR ,a
Single- %
side g
A77
OO-PTFNR/L16 TNOO160400  TNOO160400  TNOO1604000  TNOO160400  TNOO160400  TNOO16040101

adAy Japjoy |00
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PWLNRIL

Kr:95°
’’’’’ ~
o
S Q,‘a:
i)
} 8
=
£
f=
R-type shown §
2
Stock Basic dimensions(mm) Screw Wrench Lever Shim Shim pin g’
Type
R| L Dmn| od | h | L | s 9’ ( b a ‘
S16R-PWLNR/L06 AL A 20 16 15 200 10 L3D
S20R-PWLNR/L06 AL A 25 20 19 200 12 LEM5X12 WH20L 138 - -
S$25S-PWLNR/L06 AL A 35 25 24 250 15
S20R-PWLNR/L08 A A 23 20 19 200 125
LEM6X14 WH25L L4A --- -
S$25S-PWLNR/L08 AL A 32 25 24 250 16
S32T-PWLNR/L08 AL A 41 32 30 300 21 LEM8X21 WH30L L4 WO8BAP SP4

A Stock available /\Make-to-order

Applicable inserts

For cast iron

Application For finishing For semi-finishing For roughing machining PCBN/PCD inserts
DF WGM DR Without chipbreaker -
Wiper ‘ Doydble - ey
-slae
A83 A4 A86 — ASG St 5
WGF PM SNR -
Wiper Double (o] A136
A83 Ags| % A86 S 7137
SF DM
Inserts shape
A83 A85 A137
A ." 8
AB4 A85
ol - Y-
A84 A86
OO-PWLNR/L06 WNODO060400 WNODOo060400 WNOOo060400 WNOOo060400
OO-PWLNR/LO8 WNODOoso40OO WNODOo0804001 WNODOo0804O0O0 WNODOo08o4OO WNOD08040O00

adAy Japjoy |00
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Internal turning tools

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

Kr:95°
AN
R-type shown
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw
Type (
R|L|Dmn| od | h L s v >/ a v
S08K-SCLCR/L06 A | A 10 8 74 125 5
S10K-SCLCR/L06 A | A 13 10 9 125 6.5 160M2.5X5.5 WTO7IP -—- -—-
S12M-SCLCR/L06 A A 16 12 1 150 9
S$12M-SCLCR/L09 A | A 16 12 11 150 9
S14N-SCLCR/L09 Al A 18 14 13 160 9 160M3.5X 8
WT15IP
S$16Q-SCLCR/L09 A A 20 16 15 180 10
S20R-SCLCR/L09 Al A 25 20 19 200 12
160M3.5X 10
$25S-SCLCR/L09 Al A 32 25 24 250 15.5 WT15IP -—- -—-
S20R-SCLCR/L12 Al A 25 20 19 200 12.5 160M4 X 11X WT15IP - -
$25S8-SCLCR/L12 A | A 32 25 24 250 15.5 160M4 X 11X WT15IP - -
S32T-SCLCR/L12 Al A 39 32 30 300 20 WH40L
160M4 X 11X C12BS SM6 X 10 XA
S40U-SCLCR/L12 Al A 50 40 38 350 245 WT15IP
A Stock available /\Make-to-order
Applicable inserts
Attt For extra For finishin For semi- o For Al For cast iron PCBN/PCD
PP finishing 9 finishing ghing machining machining inserts
Without chipbreaki
USF HF HM HR LHr~‘1 T
A89 A90 A91 A91-92 A92 A139
Inserts shape SF AB9 EF EM LC
ﬂ‘/ -
@ASQ ’ A90 .A90 A91 S

adAy Japjoy |00

0OO-SCLCR/L06 CCOO060200 CCOM060200 CCOO060200 CCOMO060200 CCGX060200 CCOMO060200 CCOMO0602000

OO-SCLCR/L09 CCOO09T3OO CCOOO9T3OO CCOMO09T3OO CCOO09T3OO CCGX09T3OO CCOOo9T3mO CCOmo9T3nd

OO-SCLCR/L12

ccOm120400 CCOO120400 CCOO120400 CCGX120400 CCOO120400 CCOO120400
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Internal turning tools

Corresponding tool holders of insert DC[ ][]

SDQCRIL
Kr:107°30°

S-type clamping

@
o
]
N ;
£
R-type shown 2
2
Stock Basic dimensions(mm) Screw Wrench {3
Type
R|L|[Dmn| e | h | L | S v >/
S10K-SDQCR/L07 A | A 13 10 9 125 7 160M2.5X5.5
S12M-SDQCR/L07 A | A 16 12 1" 150 9 WTO7IP -— -
160M2.5X6.5
S$16Q-SDQCR/L07 Al A 20 16 15 180 1
S20R-SDQCR/L11 Al A 25 20 19 200 13 160M3.5X 8
S$25S-SDQCR/L11 Al A 32 25 24 250 17
WT15IP — —
S$32T-SDQCR/L11 Al A 40 32 30 300 22 160M3.5X 10
S40T-SDQCR/L11 Al A 50 40 38 350 27
A Stock available /\Make-to-order
Applicable inserts
o For extra o For semi- . For Al For castiron ~PCBN/PCD
Hplplezian finishing e sl finishing o el machining machining inserts
USF HF HM HR LH — = Without chipbreaker
‘;./ =/ ﬂ}
1
Inserts shape SF A93 = A93 En A94 A95 c A95 A95 A140
A - 4 ) -4
A93 A94 A94 A95 A145
0O0O-SDQCR/LO7 DCOO070200 DCOO070200 DCOO070200 DCGX070200 DCOO070200 DCOO0702010

0O0O-SDQCR/L11 DCOOMT3OO DCOOMMT3OO DCOOMMT3OO DCOOMMT3OO DCGXM1MT3OO DCOOMMT3OO DCOOMT3O0

adAy Japjoy jooL
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Internal turning tools

Corresponding tool holders of insert DC[ ][]

S-type clamping

Kr:93° ]
1L I
1
h Dmin
N S = )
s} [e] J— \ /
L od &) - \
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R|L|Dmin| ed | h | L | S v >/
S10K-SDUCR/L07 A | A 13 10 9 125 7 160M2.5X5.5
S$12M-SDUCR/L07 A | A 16 12 1 150 9 WTO7IP - -
160M2.5X6.5
$16Q-SDUCR/L07 A A 20 16 15 180 11
S20R-SDUCR/L11 Al A 25 20 19 200 13 160M3.5X8
S$25S-SDUCR/L11 A A 32 25 24 250 17
WT15IP
S32T-SDUCRI/L11 Al A 40 32 30 300 22 160M3.5X10
S40U-SDUCR/L11 Al A 50 40 38 350 27
A Stock available /\Make-to-order
Applicable inserts
Aealiesiien For extra B Tttt For semi- B For Al For castiron ~PCBN/PCD
PP finishing 9 finishing ghing machining machining inserts
USF HF HM HR LH — Without chipbreaker
‘lﬂ/ =/ Q}
A A94 A A A Al4
Inserts shape A93 93 9 95 95 95 0
SF EF EM LC ;
A -4 ) V-4
A93 A94 A94 A95 A145
OO-SDUCR/L07 DCOO070200 DCOO070200 DCOO0702000 DCGX070200 DCOO070200 DCOO070200

OO-SDUCR/L11

DCOOMMT3OO DCOOMMT3OO DCOOMMT3OO DCOOMMT3OO DCGX11T3OO DCOOMMT3OO DCOOMMT3OO

adAy Japjoy jooL
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Internal turning tools

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

Kr:95° ﬁ(& _______________ _
| .
5;\" h Dmin
T any N
s } \ /
S od (%) - é
L o
£
=
R-type shown §
s
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw g’
Type (
R|L|Dmin| od h L s v >/ V - 4 v
S$25S-SDZCR/L11 Al A 33 25 24 250 18 160M3.5X10 WT15IP -
$32T-SDZCR/L11 Al A 40 32 30 300 22 WT15IP
160M3.5X 12 D11BS SM5 X 8.65XA
S40U-SDZCRIL11 | A | A | 48 40 38 350 27 WH35L
A Stock available /\Make-to-order
Applicable inserts
Aelie=iien For extra B For semi- o sl For Al For castiron ~PCBN/PCD
PP finishing 9 finishing gning machining machining inserts
USF HF HM HR LH — Without chipbreaker
V- 4 & & &N
A A94 A A A A14
Inserts shape A93 93 9 95 95 95 0
SF EF EM LC X
& o & s &
A93 A94 A94 A95 A145

0O0O-SDZCR/L11  DCOOMMT30OO DCOOMMT3OO DCOOMMT3OO DCOOMMT3OO DCGXM1MT3OO DCOOMMT3OO DCOOMMT3O0O

adAy Japjoy jooL
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Internal turning tools

Corresponding tool holders of insert SC[ ][]

S-type clamping

Kr:75° . )
e | Dmin,
il o
© B \
od o~
L ~
R-type shown
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw
Type
R|L|Dmin| od | h | L | s v >/ - "
S12M- SSKCR/L09 A | A 16 12 " 150 9
$16Q- SSKCR/L09 A A 20 16 15 180 1 160M3.5X 8 WT15IP - -
S20R- SSKCR/L09 AL A 25 20 19 200 13
$25S- SSKCR/L12 A A 32 25 24 250 17 WT15IP - -
160M4 X 11X WT15IP
S$32T- SSKCR/L12 A A 40 32 30 300 22 WHA0L S12BS SM6 X 10XA
A Stock available /A\Make-to-order
Applicable inserts
— A AP . - For cast iron
Application For finishing  For semi-finishing  For roughing  For Al machining machining
HF HM HR LH g Without chipbreaker
. | (=
A98 A99 - A A99
Inserts shape EF A98 EM LC —-—
= A%8 a A%8 d A99
OO-SSKCR/L09 scOomooT3nn scOomooT3nn scOoOooT3nn SCGX09T300O scOomooT3nO
OO-SSKCR/L12 scOO120400 scoO120400 SCGX120400 scOO120400

adAy Japjoy |00
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Internal turning tools

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

STFCRIL
Kr:90°

AN £

E g

j=2)

£

£

R-type shown 2

]

=

Stock Basic dimensions(mm) Screw Wrench Shim Shim screw £

e R | L [Dmin| @d h L S v (/ A w

16 12 " 150 9

S$12M-STFCR/L11

S$16Q-STFCR/L11 20 16 15 180 10 160M2.5X6.5 WTO7IP - -

S20R-STFCR/L11 25 20 19 200 12

> >
> >

$25S-STFCRIL16 32 | 25 | 24 | 250 | 16 | 160M3.5X10 WT15IP
S32T-STFCRIL16 4 | 32 | 30 | 300 | 21 WT1SIP

160M3.5X 12 T16BS SM5X 8.65XA
S40U-STFCRI/L16 Al o] 50 40 38 | 350 | 25 WH35L

A Stock available /\Make-to-order

Applicable inserts

L R For semi- . - For cast iron PCBN/PCD
Application For finishing finishing For roughing  For Al machining machining inserts
HF HM HR LH A Without chipbreaker a
d - ~
V. \
A101 A103 A103| ‘e A104) e A104] Gl A141

Inserts shape

EF EM LC ..
Pl
A102 A102 4 A103

OO-STFCR/L11 TCcOO110200 TcOO110200 TCcOO110200 TCGX110200 TCcOO110200 TCcOO110200

OO-STFCR/L16 TCOO16T3OO TCOO1eT3OO TCcOO1eT3OO TCGX16T300O TCOO1eT3OO TCOO16T3OO

adAy Japjoy |00
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Internal turning tools

Corresponding tool holders of insert VC[ ][ ]

S-type clamping

Kr:107° 30’ )
1€ =)
h
o ed Dmin
== ¢
) 7
I = \
R-type shown
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw
Type ( )

R| L |[Dmn| ed | h L | s v >/ - w
$16Q-SVQCR/L11 A | A 22 16 15 180 13 160M2.5X6.5 WTO7IP - -
S20R-SVQCR/L16 Al A 27 16 19 200 14

WT15IP
S$25S-SVQCR/L16 Al A 35 25 24 250 20 160M3.5X 12 WH35L V16BSC SM5X8.65XA
S32T-SVQCR/L16 Al A | 42 32 30 300 23
A Stock available /\Make-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining PCBN/PCD inserts
USF HF LH T
A105 A105 A106 A143
Inserts shape SF NF LC
<= -l o
A105 A105 A106 A148
O0O-SVQCR/L11 vcooo3ono vcoot1o300 veaex110300
OO-SVQCR/L16 vcOo1e0400 VCGX160400 vcOo1e0400

adAy Japjoy |00
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Internal turning tools

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

SVUCRIL
Kr:93°

R-type shown

@
[}
S

L
=)

£
=
£
>
=

©
=
=
5}

2

<

Stock Basic dimensions(mm) Screw Wrench Shim Shim screw

fpe R|L|Dmin| ed | h | L | s v (/ —T— v

S$16Q-SVUCR/L11 Al A 24 16 15 180 15

160M2.5X6.5 WTO7IP
S20R-SVUCR/L11 A A 28 20 19 200 17
S$25S-SVUCR/L16 A A 35 25 24 250 20 WT15IP
160M3.5X 12 WIS
S32T-SVUCRI/L16 AL A 42 32 30 300 23 WH35L V16BS SM5X8.65XA
A Stock available /A\Make-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining PCBN/PCD inserts
USF HF
LH T
A105 A105 A106 A143
Inserts shape SF NF LC
=, W 8-
A105 A105 A106 A148
OO-SVUCR/L11 vcaao1o030n vcoat11o300 VCGX110300
OO-SVUCR/L16 vcoo1e0400 vcoOo160400 vcoo1e0400

adAy Japjoy |00
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Internal turning tools

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

Kr:107°30’
R-type shown
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw
Type ( _
R|L|Dmn| od | h L s v >/ - v
S20R-SVQBR/L16 Al A 27 20 19 200 14
WT15IP
S$25S-SVQBR/L16 Al A 35 25 24 250 20 160M3.5X 12 WH35L V16BS SM5 X 8.65XA
S32T-SVQBR/L16 A | A 42 32 30 300 23
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing PCBN/PCD inserts
EF HM HR
A108 A109 A109 ©A147
NF EM I SNR
Inserts shape - - . @
A108 A109 A109 A147
NGF
A108
OO-SVQBR/L16 vBOO160400 vBOO160400 vBOO160400 vBOO160400

adAy Japjoy jooL
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Internal turning tools

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

Kr:93°
Dmin
w
8 \\ 2
£
R-type shown 2
2
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw g’
Type (
R| L |Dmin| ed h L s v )/ s v
S$25S- SVUBR/L16 Al A 35 25 24 250 20 WT15IP
160M3.5X12 WH35L V16BS SM5X8.65XA
S$32T-SVUBR/L16 Al A 42 32 30 300 23
A Stock available /\Make-to-order
Applicable inserts
Application For finishing For semi-finishing For roughing PCBN/PCD inserts

EF . HM HR

A108 A109 A109 ©A147
NF EM __ SNR
Inserts shape - ¢ @
A108 A109 A109 A147

NGF

A108
OO-SVUBR/L16 vBOO160400 vBOO160400 vBOO160400 vBOO160400

adAy Japjoy jooL
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Internal turning tools

Corresponding tool holders of insert CP [ ][]

S-type clamping

Kr:95°
Crt - = o
min
: e 7
) HEE——— A @
S 1 %
e L C)
I
R-type shown
Stock Basic dimensions(mm) Screw Wrench
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 - -
S$12M-SCLPR/L06 A | A 16 12 | 11 |150| 8 | -4°| 20
$16Q-SCLPR/L09 A | A 20 16 | 15 |180| 10 | -4° | 29
160M3.5X8 WT15IP - -
S20R-SCLPR/L09 Al A 25 20 | 18 |200| 13 | 4°| 35
A Stock available /\Make-to-order
Applicable inserts
‘ Application For extra finishing
SF
Inserts shape E
A110
OO-SCLPR/L06 CcPOO06020100
OO-SCLPR/L09 cpPOO09T3OO

adA) Japjoy 00
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Internal turning tools

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

Kr:107°30"
E 3
S %%1 Dmin
0’\ _____ —] F——————— =
) > = 1 | @

e @
I L 9 _,8
c
R-type shown §
©
=
Stock Basic dimensions(mm) Screw Wrench - 2

Type
R|L | Dminjed| h|L|[S|6|e v >/

13 10| 9 |125] 7 |-8°| 20

S10K-SDQPR/L07

160M2.5X5.5

S$12M-SDQPR/L07 16 12| 11 |150| 9 | -8° | 22 WTO71IP --- ---

S$16Q-SDQPR/L07 20 16 | 15 [180| 11 | -6° | 27 | I60M2.5X6.5

> > >
> >

$16Q-SDQPR/L11 20 16 | 15 [180| 11 | -6° | 32

160M3.5X 8 WT15IP --- -

$16Q-SDQPR/L11 A A 25 | 20|18 |200| 13 | -6° | 33

A Stock available /\Make-to-order

Applicable inserts

Application For extra finishing

USF

A111

Inserts shape
P SF

A1

0O0O-SDQPR/LO7 DPOO070200

0O0O-SDQPR/L11 DPOOMNMT3OO

adA) Japjoy [00]
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Internal turning tools

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

Kr:93°
- =
o od
R [
S [
. L
I \
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R|L | Dmn|ed|h|L|S |8 e v >/
S10K-SDUPR/L07 A | A 15 10| 9 |125] 9 | -8°| 18
160M2.5X5.5
S$12M-SDUPR/L07 A | A 16 12 | 11 |150| 9 |-8°| 19 WTO7IP - -
S$16Q-SDUPR/L07 Al A 20 16 | 15 |180| 11 | -6° | 25 160M2.5X6.5

A Stock available

Applicable inserts

Application

Inserts shape

/\Make-to-order

For extra finishing

-4

A1

adA} Japjoy 00

OO-SDUPR/LO7

DPOO07020000
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Internal turning tools

Corresponding tool holders of insert TP [ ][ |

S-type clamping

STUPRIL
Kr:93°
SIS =}
o N ad Dmin
fapp——e @
%
L K%
| g
N 2
R-type shown g
s
Stock Basic dimensions(mm) Screw Wrench g

Type
R|L Dmn| ed | h | L | s v >/

S10M-STUPR/L09 AL A 13 10 9.4 150 6

I60M2.2X5.5 WTO7IP - -
S10M-STUPR/L11 AL A 13 10 9.4 150 6
$12Q-STUPR/L11 AL A 16 12 1.4 | 180 7.5

160M2.5X 6.5 WTO71IP - —

S16R-STUPR/L11 AL A 20 16 15 200 10

A Stock available /\Make-to-order

Applicable inserts

Application For extra finishing
SF
Inserts shape é
A113
OO-STUPR/L09 TPOO090200
OO-STUPR/L11 TPOO110300

adAy Japjoy [00L
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Internal turning tools

Corresponding tool holders of insert CC[ ][]

S-type clamping

Kr:90°
h : K | a
. @d Dmin
oy N ~
s/ eI v "] b
c L
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R| L |Dminjed| L |s|a|b e v >/
S10M-SCFCR/L06S25 | A | A 13 10 [150| 7 | 27 | 25 | 30 160M2.5%5.5
WTO7IP
S12P -SCFCR/L06S25 | A | A 16 12 1170 9 | 27 | 25 | 35 160M2.5%6.5
S16Q-SCFCR/L09S25 | A | A 20 16 [180| 11 | 27 | 25 | 40
160M3.5%8 — —
S20R-SCFCR/L09S25 | A | A 25 | 20 [200| 13 | 27 | 25 | 45 WT15IP
S25R-SCFCR/L12825 | A | A 30 25 |200| 16 | 27 | 25 | 50 160M4x11X - -
A Stock available /\Make-to-order
Applicable inserts
L For extra e For semi- . For Al For castiron =~ PCBN/PCD
Application finishing Rl finishing For roughing machining machining inserts
USF HF HM HR LH ~1 Without chipbreaker
) ol
| /YR
Inserts shape SF A89 = A89 En A90 A91 c A91-92 A92 A139
A89 A90 A90 wasanf A91 B 1144

adAj Japjoy |00

OO-SCFCR/L06S25 CCOO060200 CCOMO060200 CCOO060200 CCOO060200 CCGX060200 CCOO060200 CCOO060200

OO-SCFCR/L09S25 CCOO09T3OO CCOOO9T3OO CCOOO9T3OO CCOMO09T3OO CCGX09T30O CCOOo9T3OO CCcOmo9T3ntd

0O0O-SCFCR/L12S25

cCOm120400 CCOO120400 CCOMO120400 CCGX120400 CCOO120400 CCOO120400
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Corresponding tool holders of insert CC[ [ ]

Internal turning tools

S-type clamping

Kr:95°
h K I a
6’ od Dmin
9 (N
s | b h
c L
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R|L |Dminjed/ L|s|a|b|e v >/
S10M-SCLCR/L06S20 | A | A 13 10 |150| 7 |22 | 20 | 30
160M2.5%5.5 WTO7IP - -
S12P -SCLCR/L06S20 | A | A 16 12 |170| 9 |22 | 20 | 35
S16Q-SCLCR/L09S20 | A | A 20 16 |180| 11 | 22 | 20 | 40
160M3.5%8 WT15IP - -
S20R-SCLCR/L09S20 | A | A 25 20 |200| 13 | 22 | 20 | 60
A Stock available /\Make-to-order
Applicable inserts
s For extra AT For semi- A For Al For castiron ~ PCBN/PCD
Application finishing For finishing finishing e il machining machining inserts
USF HF HM HR LH ~1 Without chipbreaker
) & i@
/IR
Inserts shape SF A89 = A89 En A90 A91 c A91-92 A92 A139
A89 A90 A90 weszn A91 B /144

0OO-SCLCR/L06S20 CCOO060200 CCOMO060200 CCOMO060200 CCOMO060200 CCGX060200 CCOO060200 CCOO060200

0OO-SCLCR/L09S20 CCOO09T3OO CCOO09T3OO CCOO09T3OO CCOO09T3OO CCGX09T3OO CCOOmo9T3OO CCOmo9T3nd

adAy Japjoy |00l

A233
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Technical features

Increasing material rigidity of tool holder can reduce the amplitude, or obtain larger overhang
under the condition of same systemic stability. Therefore, compared with steel tool holder,
cemented carbide tool holder has better dampening effect, smaller amplitude and reaches
convergence point sooner. As for machining under the condition of long overhang and easy
vibration, they can exert excellent performance and achieve higher dimensional accuracy and
surface quality.

Under the same machining condition
the maximum overhang of cemented carbide tool holder can

reach L<6D, while the recommended maximum overhang of
steel tool holder is L<3D.

uoljelqia jo yoedwi ayy

Aq pasnes uolels|a0oy
uolelqiA jo Joedwi ayy
Aq pasneo uolela|adoy

Cemented carbide tool holder




SCLPRIL

Kr:95°
T =
eI =
h  agd Dmin
=== ¢ -

L2 L1 G) ¥ ®
I o
L
[=2]
£
f=
R-type shown 3
©
c
Stock Basic dimensions(mm) Screw Wrench 2

Type
R| L |Dmin|gd| s |Li|Lz|h|® v >/

C10M-SCLPR/L06 A | A 12 10| 6 [150| 17 | 9 | -7°

160M2.5X 5.5 WTO7IP - -
C12Q-SCLPR/L06 A A 16 12| 8 |180| 20 | 11 | -4°
C16R-SCLPR/L09 A | A 20 16 | 10 |200| 29 | 15 | -4°

160M3.5X 8 WT15IP - -

C20S-SCLPR/L09 Al A 25 | 20|13 |250| 35 | 18 | -4°

A Stock available /\Make-to-order

Applicable inserts

‘ Application For extra finishing
SF
Inserts shape E
A110
OO-SCLPR/L06 cpPOO0602000
OO--SCLPR/L09 cpPOO09T3OO

adAy Japjoy |00]
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SDQPRIL

Kr:107°30’'
F 3
0,56 %l:gd Dmin
6\ ] [ 6
IN H——— A —————"
S 1 L s
L L1 feii
I \
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R| L |Dmin|ed|s |Li|Lz|h |8 v >/
C10M-SDQPR/L07 A | A 13 10| 7 |1501 20 | 9 | -8°
160M2.5X 5.5
C12Q-SDQPR/L07 A A 16 12| 9 |180| 22 | 11 | -8° WTO7IP -
C16R-SDQPR/L07 AL A 20 16 | 11 1200| 27 | 15 | -6° | 160M2.5X6.5
C16R-SDQPRI/L11 Al A 20 16 | 11 |200| 32 | 15 | -6°
160M3.5X8 WT15IP - -
C20S-SDQPR/L11 A | A 25 20 [ 13 |250| 33 | 18 | -6°

A Stock available /AMake-to-order

Applicable inserts

‘ Application

Inserts shape

For extra finishing

" &

A1

OO-SDQPR/LO7

DPOO07020000

OO-SDQPR/L11

DPOOMTIOO

adAy Japjoy |00]
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SDUPRIL

Kr:93°
h
o od

R 070

S — I
L L1 \ é
l j=2)
£
f=
R-type shown 5
®
f=
Stock Basic dimensions(mm) Screw Wrench £

Type
R| L |Dminjed|s |Li|Lz|h|oe v >/

C10M-SDUPR/L07 Al A 15 10| 9 |150| 18 | 9 | -8° | I60M2.5X5.5 - -

C12Q-SDUPR/LO7 Al A 16 12| 9 |180| 19 | 11 | -8° WTO7IP - —
160M2.5x6.5
C16R-SDUPR/L07 Al A 20 16 | 11 |200| 25 | 15 | -6° — —

A Stock available /\Make-to-order

Applicable inserts

Application For extra finishing
SF
Inserts shape g
A111
OO-SDUPR/LO7 DPOO070200

adAy Japjoy |00)
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Internal turning tools

Corresponding tool holders of insert TP [_] [_](Damping tool holder) s_type clamping

Kr:93°
Dmin
ymin
| \
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R| L |Dminfed|s |[Li|Lz2|h |6 v >/
C10M-STUPR/L09 A A 12 (10| 6 |150/ 20| 9 | -6°
160M2.2X5.5 WTO7IP
C12Q-STUPR/L09 A| A 16 [ 12| 8 |180| 22 | 11 | -4°
C12Q-STUPR/L11 A | A 16 12| 8 [180]| 25 | 11 | -4°
160M2.5X6.5 WTO7IP
C16R-STUPR/L11 A | A 20 16 | 10 [200| 27 | 15 | -3°

A Stock available

Applicable inserts

Application

Inserts shape

/\Make-to-order

For extra finishing

§ N
A113

adAy Japjoy |00

OO-STUPR/L09

TPOO090200

OO-STUPR/L11

TPOO110300

A238




Internal turning tools

Corresponding tool holders of insert VC [_] [_] (Damping tool holder) s_type clamping

Kr:107°30"
v 3
\/ J
h
e'bg\ ’ d Dmin
S 1 251
%) 1 L '
L2 L1 J \
T
R-type shown
Stock Basic dimensions(mm) Screw Wrench -
Type
R| L | Dminjed|s |Li|Lz|h|® v >/ - -
C16R-SVQCR/L11 Al A 22 16 | 13 |200| 28 | 15 | -6°
160M2.5X6.5 WTO7IP - -
C20S-SVQCR/L11 Al A 26 20 | 15 |250| 32 | 18 | -4°
A Stock available /\Make-to-order
Applicable inserts
Application For extra finishing For finishing For Al machining
USF HF LH
4. —
A105 A105 - A106
Inserts shape SF LC
s -
A105 A106
0OO-SsVQCR/L11 vcoo11o0300 vcoot11o0300 VCGX110300

dfy Japjoy 0o ]
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Kr:93°
=] |
[ i
h
g’g ]
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= L1 \
R-type shown
Stock Basic dimensions(mm) Screw Wrench
Type
R| L |Dmin|ed| s |Li|La|h| e v >/ - -
C16R-SVUCRI/L11 Al A 24 16 | 15 |200| 25 | 15 | -6°
160M2.5X 6.5 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 T
A105 A105 - A106
Inserts shape SF LC
- i
A105 A106
O0O-SVUCR/L11 vcoo11o0300 vcoot11o0300 veGX110300

dfy Japjoy oo

A240




Application information of general turning ———"~

/Table of recommended cutting parameters for general turning\

. . ated mented
CVD Coating PVD Coating Cermet Eet ce er te
cermet carbide
I
%_ YBC151 | YBC251 | YBC152 | YBC252 | YBC351 | YBC352 | YBG102 | YBG202 | YBG302 | YNG151 | YNG151C | YC10 YC40
. =)
ISO Materials o Feed rate (mm/rev)
(7]
% 0.1-0.6 | 0.1-0.8 | 0.1-0.6 | 0.1-0.8 | 0.2-1.0 | 0.2-1.0 | 0.2-0.4 | 0.1-0.6 | 0.05-0.8 | 0.05-0.2 | 0.05-0.2 | 0.1-0.4 | 0.1-0.5
Cutting speed (m/min)
o C=0.15%| 125 |430-200 | 430-190 | 500-270 | 480-240 | 380-165 | 430-220 | 460-220 | 380-180 | 360-165 | 550-350 | 580-350 | 360-165 | 300-145
[
53
S |C=0.35%| 150 |380-180 | 410-180 | 460-250 | 460-230 | 300-150 | 350-200 | 440-210 | 300-170 | 280-150 | 500-300 | 520-300 | 280-150 | 220-130
[
g
~[C=0.60%| 200 |330-150 | 350-150 | 400-220 | 400-200 | 260-130 | 310-180 | 380-180 | 260-150 | 240-130 | 460-260 | 480-260 | 240-130 | 180-80
Anneal 180 | 350-170 | 350-150 | 400-180 | 400-200 | 200-100 | 250-150 | 380-180 | 200-120 | 180-100 | 410-240 | 430-240 | 180-100 | 160-80
%’Hardened 275 | 230-100 | 210-100 | 280-150 | 260-140 | 140-70 | 200-120 | 240-120 | 140-90 | 120-70 | 300-180 | 320-180 | 120-70 | 120-50
@
@ |Hardened| 300 |210-100 | 190-70 | 260-150 | 240-120 | 125-60 | 180-110 | 220-100 | 125-80 | 100-60 |250-170 |270-170 | 100-60 | 80-40
Hardened| 350 | 180-80 | 170-70 | 230-120 | 220-120 | 110-55 | 160-100 | 200-100 | 110-75 | 90-55 |230-150 | 250-150 | 90-55 | 70-45
pu
S| Anneal | 200 |320-150 | 260-120 | 360-190 | 310-170 | 175-80 | 220-130 | 290-150 | 175-100 | 155-80 | 350-200 | 370-200 | 155-80 | 135-60
g
§Hardene 325 | 140-90 | 100-50 | 190-130 | 150-100 | 85-40 | 140-90 | 130-80 | 85-60 | 65-40 | 170-110 | 190-110 | 65-40 | 45-30
Non-Alloy| 180 | 240-120 | 200-100 | 280-160 | 250-140 | 135-75 | 190-130 | 230-125 | 135-95 | 115-75 | 260-170 | 280-170 | 115-75 | 95-55
@)
7]
% |Lowalloy| 200 | 230-70 | 170-60 | 280-110 | 220-110 | 120-80 | 170-130 | 200-90 | 120-100 | 100-80 | 260-170 | 280-170 | 100-80 | 80-60
8
High alloy| 225 | 160-70 | 140-50 | 210-110 | 190-100 | 95-55 | 150-110 | 170-80 | 95-55 | 95-55 |260-100 | 280-100 | 95-55 | 75-35
. . Coated
CVD Coating PVD Coating Cermet
cermet
I
g- YBM151 YBM153 YBM251 YBM253 YBM215 YBG202 YBG205 YBG302 YNG151 YNG151C
. =
ISO Materials| 2 Feed rate (mmi/rev)
(7]
% 0.2-0.6 0.2-0.6 0.2-0.6 0.2-0.6 0.2-0.4 0.1-0.4 0.2-0.4 0.2-0.6 0.1-0.3 0.1-0.3
Cutting speed (m/min)
| Ferrite 180 280-180 | 280-180 | 250-140 | 260-140 | 290-190 | 300-190 | 290-190 | 250-150 | 330-220 | 350-210
%
M § Austenite | 260 250-150 | 250-150 | 200-110 | 210-110 | 240-160 | 250-160 | 240-160 | 220-120 | 250-150 | 270-140
(2]
g
= | Martensite| 330 200-140 | 200-140 | 210-130 | 220-130 | 250-170 | 260-170 | 250-170 | 210-120 | 270-170 | 290-160
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Application information of general turning

/Recommended table of cutting parameters for general turning\

CVD Coating Cermet —— Ceramics | Cemented carbide
cermet
o
g- YBD052 YBD102 YBD152 YBD252 YNG151 YNG151C CN3100 YC10 YC40
. =}
ISO| Materials o Feed rate (mm/rev)
(7]
% 0.1-0.4 0.1-0.4 0.1-0.5 0.1-0.8 0.1-0.4 0.1-0.4 0.1-1.5 0.1-0.3 0.1-0.4
Cutting speed (m/min)
Ferrite 130 350-230 330-220 320-105 250-170 280-160 300-180 800-600 150-90 105-45
cast iron
Pearlite 230 250-105 230-100 230-100 180-75 220-120 240-150 700-500 120-70 80-30
Low cast iron 180 520-200 480-200 480-190 380-150 400-250 420-270 700-500 170-100 130-60
High cast iron 260 230-120 220-115 210-100 170-90 360-240 380-260 800-600 130-70 95-40
Nodular Ferrite 160 310-150 300-150 290-140 220-110 330-190 350-210 600-450 140-80 115-45
cast
on | pearlite 250 230-110 220-105 210-100 170-90 310-200 330-220 500-350 110-70 80-30
PVD Coating Cemented carbide | Ceramics
-
2 YBG102 YBG105 YBG202 YBS103 YBG212 YD101 CN3100
= =)
ISO Materials o Feed rate (mm/rev)
(7]
% 0.05-0.15 0.05-0.15 0.05-0.2 0.05-0.2 0.05-0.2 0.05-0.35 0.05-0.2
Cutting speed (m/min)
No heat treatment 60 1750-800
Al alloy
Heat treatment 100 510-250
No heat treatment 75 460-175
Cast aluminum
alloy
Heat treatment 90 300-110
Lead alloy 110 610-205
c " Copper, pure 90 310-195
opper alloy copper
Copper, nonleaded
Copper, electrolytic 100 225-115
copper
N;ﬁj;e Ni-base alloy 40 90-30 90-40 90-30 90-20 90-30 70-20 15-260
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Application information of general turning ———"~

/Recommended table of cutting parameters for general turning\

PCBN

BK1011 | BK1021 | BK2511 | BK2541 | BH0121 | BH1020 | BH2011 | BH2511 | BH3511 |BS1011 |BS2011 |BS3011

ISO| Materials Feed rate (mm/rev)
0.02-0.5 0.1-0.5 0.05-0.5 0.05-0.25 8
f=
Ei
Cutting speed (m/min) ©
2
Gray cast iron 400-1500 300-600 g
k]
c
Hard cast iron 80-160 50-150 2
€
Powder S
metallurgy £
and high 70-180 | 100-200 | 50-160 .5
temperature E
alloys =
3
Hardened steel 150-250 | 140-220 | 100-170 | 120-180 | 80-150
PCD
DNO0121 DNO0511 DN1021 DN3021
ISO Materials Feed rate (mmi/rev)
0.05~0.4
Cutting speed (m/min)
Silumin
(si<12%) 500~1000 900~3500 400~1200 300~700
fibre reinforced composite
materials 200~1000
Metal base compound 1500~1800
Coppeer and'magnesium 400~1260 400~1260
alloyssilumin
Cemented carbide 20~40
Unsintered ceramic 100~200
materials
Sintered Ceramic 20~50
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Application information of general turning

/ Table of correctional cutting parameters of internal turning \

Internal turning tools by P-type clamping

» L/D<3 . L/b=3-4
. . Machining (Diameter of shank=® 16mm)
Workpiece material Hardness HB - -
category Feed rate Cutting depth Feed rate Cutting depth
(mm/rev) (mm) (mm/rev) (mm)
Carbon steel, Alloy steel i
) / HB180—280 |  "orsem 0.1-0.25-0.4 <5.0 0.1-0.2-0.3 <4.0
45", 42CrMo inishing
Stainless steel For semi-
o . <HB220 e 0.1-0.2-0.3 <4.0 0.1-0.15-0.25 <3.0
1Cr18Ni9Ti 0Cr18Ni9 finishing
Cast iron HT250 HB170—230 |  Forsem: 0.1-0.25-0.4 <5.0 0.1-0.2-0.3 <4.0
inishing
Internal turning tools by S-type clamping
L/D<3 L/D=4 L/D=5 L/D=6
. .| Hardness | Machining - - - -
Cutt Cutt Cutt Cutt
Workpiece material HB category | Feed rate Y9 Feedrate | 19| Feed rate Y9 Feed rate i
(mm/rev) depth (mm/rev) depth (mm/rev) depth (mm/rev) depth
(mm) (mm) (mm) (mm)
Carbon steel, . For 105.0.1-0.15 | <0.2 |0.05-0.1-0.15| <0.2
inishing
Alloy steel |HB180-280
45*, 42CrMo Ff.‘”.s"im" 0.15-0.25-0.35| <3.0 | 0.1-0.15-0.2 | <1.5
inishing
Stainless steel . For 1 0.05-0.1-0.15 | <0.2 |0.05-0.1-0.15| <0.2
inishing
M | rcrienioTi | <HB220
. For semi-
0Cr18Ni9 finishing 0.15-0.2-0.25 | <2.0 | 0.1-0.15-0.2 | <1.0
fini'-:sﬁgng 0.05-0.1-0.15 | <0.2 |0.05-0.1-0.15| <0.2 |0.05-0.1-0.15| -0.15 | 0.05-0.1-0.15 <0.1
Al alloy -
For semi-
finishing 0.05-0.1-0.15 | <2.0 |0.05-0.1-0.15| <1.5 |0.05-0.1-0.15| -1.0 0.05-0.1-0.15 <1.0
Damping internal turning tools
Machini F t i th
Workpiece material ac .'T“”g Chipbreaker | Inserts material eed rate Cutting dep
conditions (mm/rev) (mm)
Steel HB180—280 0.05-0.2-0.35 0.05-0.1-0.3-0.5
YNG151
Stainless steel <HB220 For finishing SF 0.05-0.2-0.35 0.05-0.1-0.3-0.5
YNG151C
Cast iron HB170—230 0.05-0.2-0.35 0.05-0.1-0.3-0.5
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Application information of general turning

Frequent problems of turning and solutions

\

Common
problem

9S0U UO
uoiseiqe 10
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uoisioaid peg

obeyealg

abue|} umopyoouy pue uing Buijonuod diyn

Solutions

Cause

Tool . s Machine clamping
; Cutting conditions Tool shape
material 9 P system
Il |o|l@d|o|lo|ao Z|z|>»|a0|55|g5|80|3 o
) @ = @ < c [2F| @ I} g |52 3183|352 Q
3 | @ =z | & |z |z |(z8(3 |92 |32 Z|e g |=a 3|ad| 2
= =2 =3 = a3 | @ [0} s 25288 |z5|23| o
13 (3|3 |3 |3 eS8l 3|3 |8 |Sa8|%g|2a|25|" 3|2
3 = % T Q = |8 ol Q =% S W |eZw |age 2 S
2|33 £IE2"21% |5 |s| & 3|%algz] <of*®
S |3 |2 3| & | % 3 ol &| alsag| =
oy = Qo = = & = <] 3
Ik 3 @ © 2| < = S
[ =L ) => o
[ =
@ x =) 9, o
[} o o
< < [

- Abrasion intensified on flank \/ T
Bad precision
during
machining Unsuitable cutting l T
conditions
Abrasion intensified and
cutting edge not sharp \/ l \/ T T l \/
enough
Cutting edge breakage \/ l l \/ T T \/ \/ \/
Unsuitable geometrical
Bad .surface shape of cutting edge \/ T l \/
quality
Unsuitable cutting conditions T l l \/
Vibration \/ I l l \/ \/ T l T l \/ \/ \/ \/
Built-up edge T T \/ \/ T l \/
Effect of cutting Unsuitable cutting conditions l l l
heat Unsuitable geometrical
shape of cutting edge ‘/ ‘/ T l
Dimensions Insert tolerance \/

fluctuate during
cutting

Offset of workpiece or tools

Abrasion on flank
and rake face

Abrasion on clearance face

Abrasion on rake face

<X

Edge chipping

Vibration and impact

Unsuitable workpiece

AN BN RNANANERN

Built-up edge hardness for cutting T T v T l v
conditions
Hardness of workpiece
Thermal material and tool material
cracking unsuitable for cutting l l l ‘/ T l
conditions
Cutting Occurring during intermittent
edge nose machining with high feed \/ T l l \/ \/ T T l l
deformation rate
Tool life Unsuitable materials and \/ l l \/ T l T \/ \/ \/ \/

cutting conditions

Long, unbroken
and snarled
chips

Unsuitable cutting condition

Unsuitable geometry

Too short and

Unsuitable cutting condition

hard chips Unsuitable geometrical
shape of cutting edge ‘/ T l
Steel and A, Unsuitable cutting condition T l v

burrs occurring

Tool abrasion and unsuitable
geometrical shape

Edge break out
on cast iron

Unsuitable cutting conditions

Tool abrasion and unsuitable
geometrical shape

Heavy burr on
soft steel

Unsuitable cutting condition

Tool abrasion and unsuitable
geometrical shape
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Application information of general turning

Ve

Tool damage
type

Flank wear

Abrasion of tools and various damages

Phenomenon

Cutting resistant force
increasing
Groove wear on flank

Cause

Tool material is too soft.
Cutting speed is too high.
Clearance angle is too small.
Feed rate is too low.

\

Solution

#Select tool materials with good wear resistance.
#Reduce cutting speed.

#Enlarge clearance angle.

#Increase feed rate.

Rake face wear

(Crater wear)

Bad chip controlling
Surface quality
deterioration

Tool material is too soft.
Cutting speed is too hig.
Feed rate is too high.

#Select tool materials with good wear resistance.
#Reduce cutting speed.
#Reduce feed rate.

Tool material is too hard.
Feed rate is high.

#Select tool materials with good toughness.
#Reduce feed rate.

Deterioration of surface
roughness

high enough.
Rigidity of tool holder and tool
bar is low.

Cutting edge Occasional breakage i hi
gedg B . 9 C.uttlng edge strength is not #Increase land width (if rounding changes into
breakage Instability of tool life high enough. )
N chamfering).
Rigidity of tool holder and tool .
) #Enlarge tool bar size.
bar is small.
Tool material is too hard. . .
Cutting resistant force Feed rate is high. #Select tool materials with good toughness.
increasing Cutting edge strength is not #Reduce feed rate.
Breakage g edg 9 ®Increase land width (if rounding changes into

chamfering).
#Enlarge tool bar size.

Plastic deformation

Workpiece dimensions

Tool material is too soft.
Cutting speed is too high.
Cutting depth and feed rate

#Select tool material with good wear resistance
#Reduce cutting speed.

is accompanied with
vibration

Chip flow is obstructed.

i h
(Cutting edge change . are too high. #Reduce cutting depth and feed rate.
collapse) Nose abrasion Cutting edge temperature is | ®Select tool materials with good heat conductivity.
too high.
Surface quality
N . Cutting speed is low. #Increase cutting speed.
. deterioration during . .
Built-up edge finishin Cutting edge is not sharp #®Enlarge rake angle.
(Bonding) Cutt 9 istant f enough. #Select tool materials that are not easy to adhere
utling resistant force Tool material is unsuitable. together (coating, cermet, etc.)
increasing
Damage because of = -
Thermal thermal circulation . rir]naturtla edg: ailure due #Adopt dry cutting.
crackin Normally occurring durin o fherma .cra.c " #Select tool materials with good toughness.
9 Y 9 9 | Tool material is too hard.
intermittent machining
burrs occurring Feed rate and cutiing speed #Select tool materials with good wear resistance.
Chattering Cutting resistant force are too hiah gsp #Sharpen cutting edge by enlarging rake angle.
increasing . #Reduce cutting speed.
Usually occurring
when machining super Bonding occurs on cutting ) :
* .
Flaking hard materials, which adge. Sharpen cutting edge by enlarging rake angle

#Enlarge chip pocket.
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