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Welcome to ZCC Cutting Tools Europe!

You now have the 2019 main catalogue of ZCC Cutting Tools in your hands. The entire ZCC-CT team are
pleased that you are giving us an opportunity to present our continually growing portfolio of tools, which can
make your production more cost-efficient.

Just one year after the previous version of the catalogue, we again have many newly available important and
well-engineered products and product upgrades for you to discover.

Added value through partnership is and remains both our standard and our promise to our customers. Our
services therefore go far beyond the content of this catalogue and include, in addition to the development
and testing of individual special solutions in the new Technical & Development Centre of our European head
office in Diisseldorf, a comprehensive range of services such as tool management and provision of tool data,
tool reconditioning and customised customer training. Please contact us about these services at any time.

You will find in Part A of this catalogue tools for turning, in Part B tools for milling and in Part C tools for
drilling. We have created separate catalogues for tool systems and boring tools. If you need additional
catalogues and further information, get in touch with your personal contact or our internal sales team at any
time.

We would like to thank you for the confidence you place in us and look forward to a very good working
relationship with you.
The team from ZCC Cutting Tools Europe will support you as your partner at any time.

Your ZCC Cutting Tools Europe GmbH
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General turning Product overview

Carbide and cermet inserts
Double sided, negative — Finishing

==

CNMG-ADF CNMG-DF CNMG-EF CNMG-SF
12 12 0912 0912 0912 Edge length
A46 A4S A45 A45 A45 Page
e )
P
DNEG-NF DNEG-NGF DNMG-ADF DNMG-DF DNMG-EF DNMG-FM DNMG-SF
15 15 15 115 115 15 1115 Edge length
A58 A58 A55 AS5 A58 A58 AS5 Page
12 12 Edge length
A63 A63 Page
.Y E
e — '
TNMG-ADF TNMG-DF TNMG-EF TNMG-FM TNMG-SF
16 16 22 111622 16 111622 Edge length
A78 A78 A80 ABO A79 Page
o @ .
¢ v —_— w $
VNEG-NF VNEG-NGF VNMG-ADF VNMG-DF VNMG-EF VNMG-SF
16 16 16 16 16 16 Edge length
A90 A A0 A0 A0 A9 Page
WNEG-NF WNMG-ADF WNMG-NF WNMG-SF
08 08 06 06 08 Edge length
A95 A4 A95 A4 Page
CNMG-WG DNMX-WG TNMX-WG WNMG-WG
12 1115 16 08 Edge length
A45 AS5 A78 A95 Page

A2



Product overview

General turning

Carbide and cermet inserts

Double sided, negative — Medium machining

CNMG CNMG-DM CNMG-EG CNMG-EM CNMG-NM CNMG-PM CNMG-TC CNMG-ZM
121619 09121619 12 1216 12 09121619 1216 12 Edge length
AS54 A47 A47 A47 A49 A46 A4S A48 Page
DNMG-DM DNMG-EG DNMG-EM DNMG-NM DNMG-PM DNMG-TC DNMG-ZM
1115 15 115 15 1115 15 15 Edge length
AS6 A59 A59 A59 A56 A59 AS7 Page
(™ = -
- e At
— —
SNMG SNMG-DM SNMG-EG SNMG-EM SNMG-NM SNMG-PM SNMG-TC
12 1225 09121519 12 1215 12 09121519 1215 Edge length
Ag99 A74 AB6 A66 A67 A68 A65 A&7 Page
. .’ft\._
VAo VN V.- i8N
= ——
TNMG TNMG-DM TNMG-EG TNMG-EM TNMG-PM TNMG-TC
16222733 111622 16 16 22 111622 16 22 16 Edge length
AB8 A81 A83 A83 A81 A83 A82 Page
S e e O s W & -—
VNMG VNMG-DM VNMG-PM VNMG-EM VNMG-NM VNMG-TC VNMG-SNR VNMG-ZM
16 16 16 16 16 16 16 16 Edge length
A92 A92 A93 A92 A92 A93 A93 A93 Page
A
A
=
WNMG-DM WNMG-EG WNMG-EM WNMG-NM WNMG-PM WNMG-TC WNMG-ZM
06 08 08 06 08 08 06 08 08 08 Edge length
A9 A96 A96 A98 A97 A98 A97 Page
Double sided, negative — Medium machining to roughing
& & = =
—— — | E— =
CNMA DNMA SNMA SNUN TNMA WNMA
121619 15 121519 121925 16 22 06 08 Edge length
A54 A61 A75 A77 A89 A98 Page
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General turning Product overview

Carbide and cermet inserts

Double sided, negative — Roughing
e | Ot; y - /® ‘-
o
CNMG-DR  CNMG-ER  CNMG-SNR  DNMG-DR DNMG-ER  DNMG-SNR  SNMG-DR SNMG-ER
12161925 121619 121619 15 15 15 12151925 121519 Edge length
A49 A51 A50 A60 A61 A60 A68 AE9 Page
— ——y I
TNMG-DR TNMG-ER WNMG-DR
162227 16 22 06 08 Edge length
Ag4 ABS A98 Page
Single sided, negative — Roughing
CNMM CNMM-DR CNMM-HDR  CNMM-HPR  CNMM-LR
1219 12161925 25 12161925 1925 12161925 Edge length
A53 A51 A51 A53 AS53 A52 Page
N ¥
DNMM-DR  DNMM-ER  DNMM-HDR
15 15 15 15 Edge length
A62 A62 A62 A62 Page
) | E ‘_. 3 : i
- - Rarskiim
SNMM SNMM-DR SNMM-ER  SNMM-HDR  SNMM-HPR  SNMM-LR
121925 151925 25 12151925 1925 12151925 Edge length
A74 A70 XXX A72 A73 A1 Page
A L A
— Sa—
TNMM TNMM-DR  TNMM-HDR  TNMM-LR
162227 162227 2227 16 Edge length
AB9 A8S5 A87 A8S Page
Special form — Roughing
U o f &=
175.3222.227  175.32-24 175.32-25  175.32-28.31 KNUX
16 Edge length
A0 A0l A101 Al01 A100 Page

A4
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Product overview Gen eral turn ing

Carbide and cermet inserts

Positive — Fine-finishing

==

CCGT-SF CCGT-USF DCGT-SF DPGT-SF DCGT-USF
0609 09 07 11 07 11 07 11 Edge length
A102 Al102 Al A7 Al12 Page
TBGH TCGT-SF TCGT-USF TPGH TPGT-SF
06 060911 1 0911 0911 Edge length
A125 A126 Al26 A132 A133 Page
VBGT-SF VCGT-SF VCGT-USF VPGT-USF
1 116 1 1 Edge length
A4 Al134 A135 A139 Page
Positive — Finishing
N [
ppom—— —
CCMT-AHF CCMT-EF CCMT-HF CPGT
060912 060912 060912 05 06 Edge length
Al103 A105 A103 Al04 A110 Page
y ~ Y
DCMT-AHF DCMT-EF DCMT-HF SCMT-AHF SCMT-EF SCMT-HF
071 07 11 07 11 09 09 09 Edge length
Al A113 A113 A120 A120 A1 Page
A ——
TCMT-AHF TCMT-EF TCMT-HF
1116 091116 091116 Edge length
A127 A128 A127 Page
_e O S e <S>
VBET-NF VBET-NGF VBMT-AHF VBMT-EF VBMT-HF
16 16 16 1116 11 Edge length
Al40 A142 A140 Al40 A140 Page
é
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Ge neral tu rning Product overview

Carbide and cermet inserts

Positive — Finishing

O <2 U <>

VCGT-HF VCGT-NF

VCMT-EF

VCGT
13 1 16 16 Edge length
A135 Al34 Al34 A138 Page
Positive — Medium machining
- . —
CCMT-EM CCMT-HM ccMw CPGW CPMT-HM
060912 060912 0912 06 09 Edge length
A105 A106 A107 A110 Al10 Page
Y
& 8 &/
DCMT-EM DCMT-HM DCMW
07 1 07 11 1 Edge length
A113 Al14 Al115 Page
Y ¢
\‘J f .
|| —
SCMT-EM SCMT-HM SPMW
0912 0912 0912 Edge length
A120 A121 A124 Page
o @ ® - W
P £ 0\
TCMT TCMT-EM TCMT-HM TCMW VBMT-EM VBMT-HM VCMT-EM
22 091116 091116 16 116 16 16 Edge length
A130 A128 A129 A129 Al42 Al42 A138 Page
Positive — Roughing
[Tgm? N A
.__SQ{. 9 |$~{ N
I . =1
CCMT-HR CCMT-TC DCMT-HR  RCMT-RCGT RCMX RCMX-PV SCMT-HR TCMT-HR
060912 060912 n 081012162025 08101216202532 32 0912 09111622 Edge length
A107 A107 Al15 Al18 Al19 A9 A122 A129 Page

A6
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Product overview  @€N eral turn ing

Carbide and cermet inserts

Positive — Roughing

R \A

VBMT-HR VBMT-SNR

16 16 Edge length
Al43 Al43 Page
Positive — Aluminium machining
s r % .F"v - £
DO &
CCGX-LC CCGX-LH DCGX-LC DCGX-LH RCGX-LH
060912 060912 a7 11 07 11 0812 Edge length
Al08 Al08 Al115 Alle Al18 Page
2 A _
g X ‘a, _ @'}u_ ___.-r.—.q__‘_\_
g ‘;bl y. m°\ S
TCGX-LC TCGX-LH VCGX-LC VCGX-LH
091116 091116 111622 111622 Edge length
A131 Al131 Al36 A137 Page
PCBN & PCD
Negative
ﬁ (8] ' ) . (3] i &
CNGA DNGA SNGA TNGA VNGA WNGA
12 15 12 16 16 08 Edge length
Al48 Al49 A150 Al151 Al152 A153 Page
CNGN RNGN SNGN WNGN
12 12 1215 08 Edge length
Al159 Ale2 Ale0 Alsl Page
Positive
¢ 9 o PN R W
h J S
ccGw DCGW TCGW VBGW VCGW
060912 07 11 1116 16 16 Edge length
Ale4 Al66 Al156 A170 A172 Page
S
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Turning
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N

Ge neral tu rning Product overview

PCBN & PCD

A Positive

g ‘ wl k\“‘
= el -
CCGT DCGT VCGT
060912 07 11 1116 16 Edge length
Al163 A165 A167 A1 Page
Ceramic inserts
B Negative
b 1
CNGA CNGN CNGX DNGA DNGN DNGX
1216 1216 12 15 15 15 Edge length
Al76 A1TT Al178 Al179 A180 Al181 Page
=
i v Y =)
o’ — - | — — o
RNGN SNGA SNGN SNGX TNGA TNGN WNGA
0912151925 12 121519 12 1622 1622 08 Edge length
A187 A182 Al84 A183 A185 Al86 Al188 Page
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Product overview Gen eral tu rn ing

External tool holders

Holder with double clamping

DCLNR/L DDJNR/L DSBNR/L DTGNR/L DVJINR/L DVVNN DWLNR/L
95° 93* 75° 90° 93" 725" 95* Angle
A197 A198 A199 A200 A202 A201 A203 Page
Holder with knee lever clamping
o 2 P ’ ad >
PCBNR/L PCLNR/L PDJNR/L PDNNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L
F . 95° 93® 63° 75° 45% 757 45° Angle
A204 A205 A206 A207 A208 A210 A211 A212 Page
PTFNR/L PTGNR/L PTTNR/L PWLNR/L
91* 90* 60" 95* Angle
A213 A215 A214 A217 Page
Holder with multi clamping
MCBNR/L MCLNR/L MDJNR/L MDPNN MRDNN MRGNR/L MSBNR/L MSDNN
75° 95* 937 62.5% 457 a90* 75° 45° Angle
A218 A219 A220 A221 A233 A234 A222 A225 Page
MSKNR/L MSRNR/L MTFNR/L MTGNR/L MTINR/L MTJNR/L-Z MVJINR/L MVVNN
75° 75° a0® 90" 93* 93" 93" 725° Angle
A224 A223 A229 A226 A227 A228 A231 A230 Page
MWLNR/L
957 Angle
A232 Page
<
v A9
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General turning Product overview

External tool holders

Holder with screw clamping

> P P P

SCACR/L SCLCR/L SDACR/L SDICR/L SDNCN SRDCN SRGCR/L SSBCR/L
90° 95° a0° 93° 63° 457 90° 75° Angle
A235 A236 A237 A238 A239 A254 A255 A245 Page
@ ﬁp
SSKCR/L SSSCR/L STACR/L STFCR/L STGCR/L STTCR/L
75° 45° 90" 90° 90° 60° a0° Angle
A247 A248 A249 A250 A251 A252 A241 Page
SVIJBR/L SVICR/L SVVBN SVVCN SWACR/L
93° 93" 725° 725° a0° Angle
A240 A244 A242 A243 A253 Page
Holder with top clamping
CKJNR/L CKNNR/L
93° 63° Angle
A256 A257 Page
Tool holder for ceramic inserts and solid CBN inserts
| e i
P P o P g U
CCLNR/L CDJNR/L CRDNN CSDNN CSKNR/L CSRNR/L CTJNR/L CTUNR/L
a5° a3° 45° 45° 75° 75° a3 93° Angle
A258 A260 A264 A265 A262 A263 A259 A261 Page
JCLNR/L JDJNR/L JSDNN
g95° 93° 45° Angle
A266 A267 A268 Page

A10
zcc.cTt



Product overview  @€N eral turn ing

External tool holders

Swiss turning

>

y

>

SCACR/L-SC SCLCR/L-SC SDACR/L-SC SDHCR/L-SC SDJCR/L-S5C SDNCN-SC SVACR/L-SC SVICR/L-SC
90° 95° 90° 107.5° 93° 63° 90° 93° Angle
A272 A273 A274 A275 A276 A277 A278 A279 Page
Boring bars
Steel boring bars with knee lever clamping
PCLNR/L PDSNR/L PDUNR/L PSKNR/L PTFNR/L PWLNR/L
95° 45° 93° 75" 20° 95° Angle
A284 A286 A287 A289 A290 A291 Page
Steel boring bars with screw clamping
SCFCR/L SCLCR/L SCLPR/L SDQCR/L SDQPR/L SDUCR/L SDUPR/L SDZCR/L
°0° 95° 95° 107.5° 107.5° 93" 93" 95° Angle
A310 A293 A306 A295 A307 A296 A308 A297 Page
: . ; ’ \ \
SSKCR/L STFCR/L STUPR/L SVQBR/L SVQCR/L SVUBR/L SVUCR/L
75° 90° 93° 107.5% 107.5° 93" 93° Angle
A298 A300 A309 A304 A302 A305 A303 Page
Solid carbide boring bars with screw clamping
§F §F PG5 ¢gF & g5 & 7
SCLCR/L SCLPR/L SDQCR/L SDQPR/L SDUCR/L SDUPR/L STFCR/L STFPR/L
95° 95° 107.5° 107.5° 93° 93° 90° 90° Angle
A313 A312 A315 A3l4 A7 A316 A319 A320 Page
e ¥ \
STUPR/L SVQCR/L SVUCR/L
93° 107.5% 93° Angle
A318 A3l A322 Page
>
N> A1
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© ADF & AHF

Chip breaker

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

-ADF

Negative inserts
e.g. CNMG. ...

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

-AHF

Positive inserts
e.g. CCMT ...

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

Range of chip breaker

Depth of cut [mm]

Feed rate [mm]
Finishing to medium machining

e
A12 >



@ IM Chip breaker

-ZM

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

Range of chip breaker

Depth of cut [mm]

Feed rate [mm/rev]
Finishing to medium

N




Simply coloured

The revolution in wear identification

® YBC
@ YBM SERIES

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

1

Mo

O

YBCO52F

YBC152F

YBM153F

YBC252F YBM253F

| vBC352F

Recommended for wet machining

The colour of the inner ring indi-
cates the application range.(P/M)

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

A4 " N>



© NGF & SNR

Chip breaker

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

/J'*’; 'NGF

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

-SNR

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




General turning Chip breaker overview

Negative inserts

A Finishing

SF P M K

a = By g o< A
=
E.
Double sided chip breaker in combination with cermet grades. Geometry with high sharpness for improved chip control
and great surface quality. Ideal for machining with small cutting depths and feed rates.
B DF P K
- |
£
= Double sided chip breaker with good chip control. Suitable for finishing and medium machining of steel and cast iron.

ADF P M

N
11

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

Drilling

EF M S

O

Technical
Information

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

Index

Al6
zcc.cTt



Chip breaker overview Gen eral tu rning

Negative inserts

Finishing
NGF S M
/e )8 &S
L

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

Wiper
WG P MK
— . g & e
— .

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

Medium machining

DM P K

§ =-ed = A3 _ N
I8 Y 87 (BN e <S> M
- — —

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

ZM P

> P
N

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

PM P K

=
e

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

2CC-CT
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General turning Chip breaker overview

Negative inserts

Medium machining

TC K P
= Sele-=-a

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

NM S M

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

EM M S

A=A

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

EG M S

™ Eoa&Ab

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

Basic P K

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

Ag >

2CC:CT



Chip breaker overview Gen eral tu rning

Negative inserts

Roughing

DR doublesided P K

g 1 i
| ,-,\,. L .2
= |

[

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

iron.

DR singlesided P K

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

LR P M

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

ER doublesided M S

. BoBEA

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

ER singlesided M S

-4

=

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

2CC-CT
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General turning  chip breaker overview

Negative inserts
A Roughing

HDR P M
< U
Single sided chip breaker with high cutting edge stability and deformation resistance. Excellent for roughing with high
cutting depths in steel and stainless steel.
B HPR P K
£
= Single sided chip breaker with high cutting edge stability and large chip space. Excellent for heavy roughing in steel and
cast iron.
Flat K

L
I<
T
(-
{

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

Drilling

SNR S M

&

O

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

PCBN & PCD inserts

Technical
Information

Flat N H

- el N

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

Index

A20
zcc.cTt



Chip breaker overview General turning

Negative inserts
PCBN & PCD inserts

Flat H K

Solid CBN insert for machining od steel and cast iron.

Ceramic inserts

Flat K H

g SR LA

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

Positive inserts

Fine-finishing

USF P M

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

R/L P M

&K L

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

SF P M

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

A21
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General turning Chip breaker overview

Positive inserts
Finishing
HF P K

- N &) W b <=
), = [ ™ 4 -
- | - -

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

AHF P M

]

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

EF M S

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

NF M S

< e el S

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

NGF M S
P <=
==l

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

N
A2 >

2CC:CT



Chip breaker overview Gen eral tu rning

Positive inserts

Medium machining

TC K P

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

HM P K

o. D
= i

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

EM M S

& oo B A <

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

Basic P K

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

Roughing

Flat K

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

2CC-CT
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General turning Chip breaker overview

Positive inserts

Roughing
HR P K
e W &7 W A <=

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

SNR S M

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

Basic P K |
-

S >

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

Aluminium machining

LC N

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

LH N
(&) &7 ™ & <=
(= = - e B AN

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

e
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Chip breaker overview Gen eral tu rning

Positive inserts
PCBN & PCD inserts

Flat N H

G S Ts =

With brazed CBN or PCD cutting edge. For machining of hardened steel (CBN) or non-ferrous metals (PCD).
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General turning Chip breaker overview
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Application fields of chip breakers Gen eral turn in g

General turning

Application fields of chip breakers determination

Example
Insert:
Holder:
Material:
Ve:
a, [mm] A
2,0
1,8
1,6
14
1,2
1,0
0,8
0,6
0,4
0,2

CNMG120408-DF
PCLNL2525M12
Acier C45

200 m/min

T o

apimmT  Application fields

o

0,05 0,10 0,15 0,20 0,25 0,30 f[mm/rev]

: - & » ;‘:‘? o e
g L s - - o # ﬁ% pﬁn y
Tl i "@% wZ ﬂ%

11,;3""" e

L3
a'h =

f [mm/rev]
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General tu rn i ng Application fields of chip breakers

Negative inserts

'E —_
E £
r =
o -
3 £
2 o
- =
k] g
S 3 NGF
Feed rate [mm/rev] Feed rate [mm/rev]
o Finishing to medium machining Finishing to roughing
=
=
A
B E
2 : -
= 2 g
5 b 3
2 £
5 3
Feed rate [mm/rev] - Feed rate [mm/rev]
D Finishing to roughing Medium machining
=6
23
3
i3
E
E
-
3
E g
34
5
3
:
)
2
- Feed rate [mm/rev]
Roughing

e
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Application fields of chip breakers Gen eral tu rn ing

Positive inserts
A A
E E
E E
- -
g &
£ £
3 S
Feed rate [mm/rev] - Feed rate [mm/rev] -
Fine-finishing Finishing to medium machining o
E
A
A C
£ £ |
= = A o
% USF % - é
o o o
£ £ -
5 3
Feed rate [mm/rev] - Feed rate [mm/rev]
Finishing to medium machining Finishing to medium machining D

Technical
Information

m

Cutting depth [mm]

Index

Feed rate [mm/rev]
Medium machining to roughing

e
> A29



Turning grades for aluminum

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

A
YBG101
Q
v}
c
S
v
@
Q
1=
)
o
= >
| 1 | I
Super finishing Finishing Semi-finishing Roughing
e’
N\ ; “'\‘ — .
- ? B '3 ?t
- L= 7 \
- *" \ 4
A el -
)f-._a‘r’._-"
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@ YB9320

PVD coated cemented carbide

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

YB9320

Wear resistance

I I I =
Super finishing Finishing Semi-Finishing Roughing

@ YB7315

For high efficient machining of cast irons

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

N
YB7315
v
=
=
ia
g
g
= >
| | I
Finishing Semi finishing Roughing
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General turning Grade overview

Coated cemented carbide CVD

Grade I1SO Micro structure Grade description
CVD coated P10-P20 carbide grade for finishing to medium operation of steel, casting
YB6315 P10-20 steel and high chrome material. Outstanding performance under high cutting speed and
temperature with excellent wear resistance.
EET——
— CVD coated P10-P20 carbide grade for finishing to medium operation of steel and casting
YBC152 P10-20 steel. Outstanding performance under higher cutting speed and temperature with
excellent wear resistance.
YBC251 P20-P35 Ak f : 'ii cvD Foated P20~F_'35 carbide grade for medium operation to roughing of steel and casting
LA steel in lower cutting speed.
CVD coated P20-P35 carbide grade for medium operation to roughing of steel and casting
YBC252 P20-P35 steel. Optimal performance of wear resistance and toughness for a wide application
field.
YBC351 P20 - P40 [ : (AR CvD coate'd P20-P40 carbide grade for roughing operation of steel and casting steel in
Fp 2% Atk lower cutting speed.
YBC352 P20 - P40 CVD coated P20-P40 carbide grade for roughing operation of steel and casting steel.
Optimal performance of wear resistance and toughness for a wide application field.
YBM153 M10 - M25 CVD coated M10-M25 carbide grade for finishing to medium application in stainless steel.
High wear resistance and capability against plastic deformation at higher cutting speed.
CVD coated M15-M35 carbide grade for medium to roughing operation in stainless
YBM253 M15 - M35 steel with wide application field. High wear resistance and capability against plasctic
deformation at higher cutting speed.
e
A32 '
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Grade overview General turn ing

Coated cemented carbide CVD

Grade I1SO Micro structure Grade description
YBDO52 KO5 - K15 cvD coa'ted KDS‘—K‘I 5 carbide grade for castiron materla_!, special grey cast iron. Excellent
wear resistance in higher cutting speed and dry machining.
YBD102 KOS - K20 cvD _coated KUS—KZ{:'I carbide substrate. Opt'lmIZEd for medium operation of cast iron,
special nodular cast iron and hard steel at high cutting speed.
CVD coated K10-K25 carbide substrate. Optimized for medium to roughing operation of
YB7315 K10-K25 i - i :
cast iron. Improved wear resistance and toughness at high cutting speed.
CVD coated K10-K25 carbide substrate. Optimized for medium to roughing operation of
YBD152 K10-K25 ? : : :
cast iron. Good wear resistance and toughness at higher cutting speed.
Thick Al203 CVD coated K05-K25 carbide substrate. Optimized for medium to roughing
YBD152C K10-K25 operation of cast iron. Higher wear resistance and toughness at higher cutting speed in

combination with TC chip breaker.

Coated cemented carbide PVD

Grade 1SO Micro structure Grade description
PVD coated S05-515 carbide substrate for finishing to medium application of super alloy
YBG102 S05 -515 \§ material, stainless steel and aluminum. Good wear resistance in a wide application
s 4 field.
PVD multilayer coated S05-520 carbide substrate for finishing to medium application of
YBG105 S05 -520 super alloy material but also stainless steel. Good wear resistance and thermal stability

- LS

in a wide application field.
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General turning Grade overview

Coated cemented carbide PVD

A Grade

I1SO Micro structure Grade description
o P10-P30 PVD coated M10-M25/P10-P30 carbide substrate for finishing to medium application of
£ YBG202 ; ik . : : S
c M10 - M25 stainless steel and steel (milling). Good wear resistance in a wide application field.
3
'—
P10-P30 PVD muiltilayer coated M20-M40/515-525/P10-P30 carbide substrate for finishing to
B YBG205 M20 - M40 medium application of stainless steel, super alloy and steel (milling). Good wear
5$15-525 resistance and thermal stability in a wide application field.
g?
= P10- P30 PVD multilayer coated M10-M25/P10-P30 carbide substrate for finishing to medium
= YB9320 M10- M25 application of stainless steel, super alloy and steel (grooving/milling). Optimized coating
stability for higher wear resistance and thermal stability in a wide application fi
C YBG302 P15-P30 PVD coated M25-M40/P15-P30 carbide substrate for medium roughing application of
M25 - M40 stainless steel and steel (milling). Good wear resistance and toughness.
o
=
g
PVD coated NO5-N20 carbide substrate for finishing to medium application in aluminum
YBG101 MNO5-N20 material. Coating only on the top face, in combination with the aluminum chip breaker,
prevents build up edges and gives a smooth cut.
Ceramic
— = Grade I1SO Micro structure Grade description
g
""li =
£ E =
é e} -w,u et
= CA1000 K10- K25 M} 4 Uncoated H10-H25/K10-K25 mixed ceramic grade for finishing to medium operation in
H10-H25 3 ie‘-;-".fi hardened steel and nodular cast iron. Good wear resistance and toughness.
o it A
s
(S
CN1000 KO5 - K15 Pncoated KO5-K15 $|3N4 ceramic grade for f?IjIIShII'Ig to medium operation in grey cast
iron. Good wear resistance and thermal stability.
x
]
o)
=
>
A34 .
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Grade overview General turn ing

Ceramic
Grade I1SO Micro structure Grade description
CN2000 K10-K30 Uncoated K10-K30 Si3N4 Ceramic grade for medium operation in grey cast iron also with

interrupted cut. Good wear resistance, toughness and thermal stability.

Uncoated cemented carbide

Grade I1SO Micro structure Grade description
YD101 NO5 - N20 ; Uncoated NO5-N20/K05-K20 carbide substrate for fine to medium application in
K05 - K20 3 e 3 aluminum and other material.
AR et W N S
gl{,-‘}.f,-":, *l"" i
s B 4.'.". 3 i
?»._' Wi J.‘?:‘-.d ft&x}ﬁ
N10- N30 Uncoated N10-N30/K10-K30 carbide substrate for medium application in aluminum and
YD201 ;
K10-K30 other material.
CBN
Grade I1SO Micro structure Grade description
YCB111 HOT - H10 Uncoated, brazed HO1-H10 CBN grade for fine finishing operation in hardened steel with
continuous cut. High wear resistance and productivity at higher cutting speed.
Uncoated, brazed H10-H25 CBN grade for fine to medium application in hardened steel
YCB121 H10-H25 from continuous to light interrupted cut. Good wear resistance and toughness
for universal use.
Uncoated, brazed H20-H35 CBN grade for fine to medium application in hardened steel
YCB131 H20 - H35 with interrupted cut. Good wear resistance and optimized toughness for safe

process.
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General turning Grade overview

CBN

Grade I1SO Micro structure Grade description

YCB211 K10-K25 UncoateF}, brazed K10-K25 CBN gradfeforﬁne to medium machining of cast iron. Good
wear resistance and thermal conductivity.

YZB121 H10- H25 Uncoated H10-H25 solid CBN grade for medium application in hardened steel, HSS or
bearing steel also in light interrupted cut. Good wear resistance and toughness.
Uncoated K10-K25 solid CBN grade for medium application in grey cast iron, nodular cast

YZB221 K10- K25 iron and Ni/Cr basic alloy,, also in light interrupted cut. Good wear resistance and thermal
conductivity.
Uncoated K20-K30 solid CBN grade for medium to roughing application in grey cast iron

YZB231 K20- K30 and nodular cast iron in interrupted cut. Good wear resistance, toughness and thermal
conductivity.

PCD

Grade I1SO Micro structure Grade description
Uncoated, brazed N0O1-N10 PCD grade for fine finishing operation of aluminum alloys less

YCD421 NO1-N10 than 12 % Si, composites, copper/magnesium and other alloys. Medium grain size grade
with good wear resistance for a wide application field.

Cermet

Grade I1SO Micro structure Grade description

YNG151 PO5 - P15 Uncoated PO5-P15 cermet grade for fine finishing operation of steel and stainless steel.
Good resistance against plastic deformation for good surface finishing.

e
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Grade overview General turn ing

Cermet

Grade I1SO Micro structure Grade description

PVD coated PO5-P15 cermet grade for fine finishing operation of steel and stainless
steel. Good wear resistance and capability against plastic deformation for good surface
roughness.

YNG151C P05 -P15

Uncoated P10-P25 cermet grade for fine finishing to medium operation of steel and
stainless steel. Good wear resistance and toughness. Suitable also in light interrupted
cut.

YNT251 P10-P25
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Ge neral turn i ng Application fields of grades

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

g
g g
= §
- : YBC252
=
YBC251
g" P05-10 | P10-15 | P20-25 | P30-35 | >
= Fine-finishing Finishing Medium machining Roughing
a
A M A K
c
©.Q
o
cg YBD052
$.0 YBM153 S
R g g YBD102
5 g " YB7315
{73
K YBM253 %
a £
o
E :

Mo | M0 | M0 | WMo | - K05-15 | K20-25 [ K30-35 | >
qx_; Fine- Finishing Medium Roughing Finishing Medium Roughing
'g finishing machining machining

e
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Application fields of grades Gen eral turn in g

PVD grade for stainless steel and heat-resistant alloys

A = A g
o YBG105 o
& - =
% YBG205 g YPD201
E % YBG102
= £
YB9320
Mos | wmio | Mo | WMo ] o T (R ) . R
Fine- Finishing Medium Roughing Fine- Finishing Medium Roughing
finishing machining finishing machining
Cermet grades for steel Turning grades for non-ferrous metals
A P A N
YNG151C
g g
= =
g g
= =
YNT251
L T L N L | > T T N0 T N5 T "% T
Finishing Medium Roughing Fine- Finishing Medium Rouhging
machining finishing machining

>
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General turni ng Application fields of grades

Application fields of grades - general turning

A
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o
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1
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© | 000LYD |
I (000N
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O |
¥ Sn_um> T
SOLO™A oze6dA
[ zsedar | © GLEZA
[ LsedEA :
n ) — Ty [ desiasA
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HC' Coated carbide

Non-ferrous metals

Steel

HT Uncoated cermet
HC* Coated cermet

Heat-resistant alloys

Stainless steel

HW Uncoated carbide

Hardened materials

Cast iron
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Ge neral tu rni ng ISO code - general turning inserts

ISO standard

T

N M

G 22 04 08

(N) —

DM

A42

1 2 3 4 5 6 7 8 9
Insert shape Clearance angle Tolerance class
B G 5 ¥
‘=] - i
O [ = = |
1.C 1.C |Gl -5
D E H <:> Code 1.C [mm] ‘ m [mm] ‘ S [mm]
d N D E A +0,025 +0,005 +0,025
7 :
C 40,025 40,013 +0,025
K L I:I M ‘ E +0,025 +0,025 +0,025
E S E S F +0,013 40,005 +0,025
o O o O . O 20° 25° G +0,025 +0,025 0,130
H +0,013 40,013 +0,025
‘1; J +0,05-0,15 40,005 +0,025
G (VI —
s T A T 30 wre K %0,05-0,15 +0,013 +0,025
L +0,05-0,15 40,025 +0,025
E M 0,05-0,15  +0,08-0,20 +0,130
v w Z Special Pl O Special N  £005-0,15  +0,08-0,20 +0,025
U 008025  +0,13-038 +0,130
1 2 3
Fastening features (metric) Cutting edge length | [mm]
Insert shape Insert shape
| H QB AL QE
mm
A T B E = | == [ i = A=
€ D R 5 T v W K
>65° 3,97 06
5,56 09
>65°
6,0 06
G H
<> 635 | 06 07 1 11
8,0 08
>65°
m (T I3 9525 | 09 11 09 09 16 16 06 16
10,0 10
< 65° 12,0 12
N T Q 127 | 12 15 12 12 22 22 08
15875| 16 15 15 27
<65
R T T 16,0 19 16
1905 | 19 19 19 33
<65° <65° 20,0 20
v w T 50| 25 25 25
25,4 25 25
X Special oLEs 3
32 32
4 5




ISO code - general turning inserts Gen eral turn in g

Insert thickness S [mm]

Nose radius r [mm]

1

=

Code S Code ‘ S Code r
00 0,79 T5 5,95 00 -
TO 0,99 06 6,35 02 0,2
01 1,59 T6 6,75 04 04
T 1,98 07 7,94 08 0.8
02 2,38 09 9,52 12 1.2
T2 2,58 T9 9,72 16 16
03 3,18 11 G B 20 2,0
T3 3,97 12 12,70 24 24
04 4,76 32 3.2
T4 4,96 X Special
05 5,56 MO Round inserts
6 7
Cutting direction
L
Chip breaker overview
(on page A16)
R
N
8
ANSI standard
5 6 7
Inner circle Insert thickness Nose radius
Code [mm] Pouce Code [mm] Pouce Code [mm] Pouce
2 6.35 0.250 2 3.18 0.125 0 0.2 0.008
3 9.525 0.375 3 4.76 0.187 1 04 0.016
4 12.7 0.500 4 6.35 0.250 2 0.8 0.031
5 15.875 0.625 L 7.94 0.313 3 T2 0.047
6 19.05 0.750 6 9.52 0.375 4 16 0.063
8 254 1.000 5 2.0 0.079
6 24 0.094
5 6 7
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General turning Conversion table metric/imperial

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

Negative angle/insert

Positive angle/insert

ISO Inch ISO Inch ISO Inch 1SO Inch
090304 | 321 insert shape | 201304 | 3091 insert shape | 900202 [ 2050 || [ 070202 | 20150
090308 | 322 W 06308 | 3(25)2 C 060204 | 2(1.5)1 b 070204 | 2(1.5)1
120404 | 431 067312 | 3(25)3 060208 | 2(15)2 070208 | 2(1.52
120408 | 432 060404 | 331 097302 | 3(25)0 111302 | 3(2.5)0
120412 | 433 A 060408 | 332 097304 | 3(25)1 (=) 117304 | 3(2.5)1
Inse'téhape 120416 | 434 ) | ocomi2 | 333 097308 | 3(2.5)2 117308 | 3(25)2
160608 | 542 080404 | 431 120404 | 431 17312 | 3253
160612 | 543 080408 | 432 120408 | 432
160616 | 544 080412 | 433 120412 | 433
190608 | 642
TR 113304 | 221 06T102 | 1.2(12)0 060204 | 2(1.5)1
e 110308 | 222 06T104 | 120121 097302 | 3(2.5)0
i e 160404 | 331 06T108 | 120122 | | Insertshape | 097304 | 3(25)1
s e 160408 | 332 090202 | 1.8(1.5)0 S 09T308 | 3(2.5)2
= s Insert shape | 160412 | 333 090204 | 1.8(1.5)1 Eg:g: :;12
| oo isin| | gy [roor]
250932 | 868
220412 | 433 110204 | 2(1.5)1 | 150404 | 531
110404 | 331 220416 | 434 110208 | 2(15)2 150408 | 532
110408 | 332 270608 | 542 Inserts shape | 110302 | 220 150412 | 533
110412 | 333 270612 | 543 T 110304 | 221 190408 | 632
150404 | 431 270616 | 544 110308 | 222 190412 | 633
Insertshape | 150408 | 432 167302 | 30 190416 | 634
b 150412 | 433 090304 | 321 © 161304 | 31
ocor | aa 090308 | 322 4 e 110202 | 2(1.5)0
150608 | 442 Seaiy o 161312 | 33 WL S
150612 | 443 330 | 4a 160400 | 330 . | diall
150616 | 444 Lo S 220408 432 Inserts shape | 110302 220
190608 | 542 1042 | 48 TR v 110304 [ 221
190612 | 543 Insert shape | 20416 | 434 et | i 110308 | 222
3 e | o 270008 | 532 | [ g | 330
Insert shape 16004 | 2 150612 | 543 7043 | 533 | 160404 | 331
¥ 160408 | 332 150616 | 544 e | 160408 | 332
160412 | 333 190412 | 633 160412 | 333
o e 330616 | 644
e 190612 | 643
0903MO | 32 120818 | oM
Insert shape 1204MO0 a3 250724 856
R 250732 | 858
250924 | 866
250932 | 868
e
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Negative inserts General turn ing

O Ideal machining conditions CNMG L 1.C 5 d
€3 Normal machining conditions 09 03 9.7 9525 318 | 381
Turning inserts 4%  Unfavourable machining conditions 1204 | 129 | 127 | 476 | 5.16
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P QO@B&BH% (R R (@F] @)
sle I __ M 06 oosaagloslo
: K coLeL
N @@ O &
& s 0088 oo
e H
m m b4 Y
IS0 . a f AR AR AN A0LPANSSSR8gN R0 [~
g BCO0U0S=80R0c00CORBYICEC |28
DO OO ODOoODIDDOODODODoOodomnon@|lZ Z2 O EY
> > 3> > 3> > > >> > > >>>>>> x> > > >
WG CNMG120404-WG 0.4 |0.25-3.00|0.05-0.25 o}
- CNMG120408-WG 0.8 | 0550 |0.15-0.70 L (s] =]
if CNMG120412-WG 1.2 | 0860 [0.20-075| e
Wiper
ADF CNMG120404-ADF 04 | 05-3.0 |0.05-030|e ®
CNMG120408-ADF 0.8 | 0530 | 01-04 o
E CNMG120412-ADF 1.2 | 0.8-3.0 |0.15-050(0
Finishing
DF CNMGO090304-DF 0.4 |0.25-1.50|0.07-0.30 e e
CNMGO090308-DF 08 | 03-15 | 0.1-03 ® 0O
) ’ CNMG120404-DF 0.4 |0.25-1.50|0.07-0.30 ® 8 C
CNMG120408-DF 08 | 0315 | 0.1-04 ® 8 C
Finishing | CNMG120412-DF 1.2 |0.35-1.50]0.10-0.35 ° e
EF CNMGO090304-EF 04 | 05-2.0 |0.05-0.20 (s} [ st
. CNMGO090308-EF 0.8 | 05-2.0 |0.05-0.25 o [ Bt
€y CNMG120404-EF 04 | 05-25 |0.05-0.20 o [ [ =
CNMG120408-EF 0.8 | 05-25 |0.05-0.25 o L] [ It
Finishing | CNMG120412-EF 12 | 05-2.5 |0.10-0.35 5] oo
SF CNMGO090304-5F 0.4 |0.05-0.50|0.05-0.30 ]
. . CNMGO090308-5F 0.8 |0.05-0.50|0.10-0.35 ]
/ ~ f CNMG120404-SF 04 | 0115 [0.05-030 °
CNMG120408-5F 0.8 | 0.1-15 |0.10-0.35 .
Finishing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S*¥**.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
A197 A204 A205 A218 A219 A284
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324

A4s

Turning

Milling

A

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

General turning Negative inserts

CN** E LE 5 d
09 03 97 9525 | 3.18 3.81
O  Ideal machining conditions 1204 | 129 | 127 | 476 | 5.16
€3 Normal machining conditions 1606 [ 161 |15875| 635 | 6.35
Tumi“!-l inserts €%  Unfavourable machining conditions 1906 | 193 | 1905 ] 635 | 7.94
CN** negative insert HC (CVD) HC' (PVD) HT | HC? HW
80° PIOOBBEHE LLB080
e I _ M 06 00aa6loao
—f o dt K CoBLR
N 00 @5
- s 008Hs o8
H
m m = o
36) r| a f o [Po QAo ESLan588888hah (oo
P QUuuquanmocuuoguog»—g =8
gepoEcanaome@oanmamsesfon
CNEG120404-NF 04 |0.2-2.5|0.05-0.30 o e o
CNEG120408-NF 0.8 (0.2-2.5|0.10-0.35 0 e (o]
CNEG120412-NF 1.2 |0.2-2.5(0.13-0.40 (o 2le] lo]
Finishing
CNMG090304-PM 04 |04-40| 0103 LI ]
CNMG090308-PM 0.8 |0.5-4.0(0.15-0.50 LI ]
CNMG120404-PM 04 |04-55| 0103 oo 0 o L[] °
CNMG120408-PM 0.8 |0.5-5.5(0.15-0.50 e e 0 0 O o e °
PM CNMG120412-PM 12 [0.855/0.18060 e @ o o ce o
- CNMG120416-PM 1.6 |1.0-5.5(0.23-0.65 e e 0 e e °
= CNMG160608-PM 0.8 [0.5-7.2|0.15-0.50 o e 0 ° e o] o]
T — CNMG160612-PM 1.2 |0.8-7.2(0.18-0.60 o e 0 o °
CNMG160616-PM 1.6 |1.0-7.2(0.23-0.65 o e o]
CNMG190608-PM 0.8 [0.5-8.6|0.15-0.50 o e L]
CNMG190612-PM 1.2 |0.8-8.6(0.18-0.60 o e o (o} L]
CNMG190616-PM 1.6 |1.0-8.6(0.23-0.65 o e o o
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
A197 A204 A205 A218 A219 A284
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324

A46




Negative inserts General turn ing

CNMG L 1.C 5 d
09 03 9.7 9525 | 318 s
@ Ideal machining conditions 1204 | 129 | 127 | 476 | 5.16
€3 Normal machining conditions 1606 | 161 |15.875] 635 | 635
T“mil'lg inserts g% Unfavourable machining conditions 1906 | 193 | 1905) 635 | 7.94
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P |CO@GBEE BB BO0SBI0
s ™ = M 08 cosaaloalo
' dI K coLae
: N 00 oo
S| S COBBB @1
T H
%) v
IS0 e | oa foleREaRnRRRseiNs88R8 N | o
VWUUUUUZZ00RQ00000awUld =2 —
Seocpprreesegepedaegzele (e
CNMGO090304-DM 04 |04-40]| 0103 L B
CNMGO090308-DM 0.8 |0.54.0]|0.15-0.50 LN ]
CNMGO090312-DM 1.2 |05-3.0| 0.1-04 O
CNMG120404-DM 04 |104-55]| 0.1-03 L N o o
DM CNMG120408-DM 0.8 |10.5-55]|0.15-050( 0 e e 8 O ]
CNMG120412-DM 12 |08-55|0.18-060|0 & & @ o 80
CNMG120416-DM 1.6 |1.0-55]0.23-0.65 O ® 0
CNMG160608-DM 0.8 |0.5-7.2]|0.15-0.50 O @ 0 sl
Medium Cut| CNMG160612-DM 12 |08-72(0.18060] e e o o
CNMG160616-DM 1.6 [1.0-7.2]10.23-0.65 LN BN ] [ ]
CNMG190608-DM 0.8 |10.5-8.6]0.15-0.50 LN N ]
CNMG190612-DM 1.2 |0.8-8.6|0.18-0.60 L N ]
CNMG190616-DM 16 |1.0-86|0.23-0.65 s BN ]
EG CNMG120404-EG 0.4 10.5-4.0]0.05-0.30 (I o
Y CNMG120408-EG 0.8 |0.54.0] 0.1-04 . [
w CNMG120412-EG 1.2 |05-4.0| 0.2-05
Medium Cut
EM CNMG120404-EM 0.4 10.5-4.0]0.05-0.30 LN [ Bt
CNMG120408-EM 0.8 |10.5-5.7]|0.15-045 LI [
E CNMG120412-EM 1.2 |0.5-5.7|0.25-0.60 LI ®
— CNMG160608-EM 0.8 |10.5-7.2]|0.15-045 o e ®
Medium Cut| CNMG160612-EM 1.2 |0.5-7.2/0.25-0.60 o0 0
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S**.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
’
A197 A204 A205 A218 A219 A284
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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General turning Negative inserts

O Ideal machining conditions CNMG L 1.C 5 d
€3  Normal machining conditions 1204 | 129 12.7 | 476 | 5.16
Turning inserts §2  Unfavourable machining conditions
CN** negative insert HC (CVD) HC' (PVD) HT | HC? HW
80° P |IOOBBES BHRBO0B0
oLe I _ M 06 00886060
: ﬁdt K cosee
N Ole) o
< s 00BBe o)
| H
~N o~ o= Moy ~N &= o mN'—ﬁ-H
1SO r a, f [Eoohbhoguolnnooc8oguglo (==
BoOU000==80Rooloooadsolo i~
OO oDODOoDdonDdDDooooon|Z =2 [als]
SrErsErEr>arE>ar>EraE>mEEE s E
M CNMG120404-ZM 04 (0.5-3.0|0.05-0.30]| @
CNMG120408-ZM 0.8 (0.5-4.0| 0.1-05 |o
Medium Cut
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S**_PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
A197 A204 A205 A218 A219 A284
Systemcode  A42 Gradeselection *  A40 Technical info A447 Cuttingdata > A324

A48




Negative inserts General turn ing

CNMG L LE S d
12 04 12.9 12.7 476 5.16
@ Ideal machining conditions 1606 | 161 |15.875] 635 | 635
€3 Normal machining conditions 1906 | 193 | 1905] 635 | 7.94
T“"ﬂiﬂg inserts g% Unfavourable machining conditions 2509 | 2579 | 254 [ 9525 912
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOB@BH% R (@) @]
ole /™ = M 06 0oaaaoalo
' ﬁﬂ K coBas
N oo \@E
< s 00BBS oo
H
m m b o
1SO r | oa foRA3oRnbRacRan5S88]88 00 (oo
P QGuUquEcoﬂaowquuuUEo =i
Seec@eprrecsegeeedaegzele (e
NM CNMG120404-NM 0.4 | 0.2-3.0 |0.05-0.30 o e
' CNMG120408-NM 0.8 | 0.2-4.0 ]| 0.1-05 O e @O0 o
@ CNMG120412-NM 1.2 | 0.2-40 | 0.2-0.6 o e
Medium Cut
CNMG120404-TC 0.4 | 0.5-5.0 |0.08-0.40 ° []
TC CNMG120408-TC 0.8 | 0.5-5.0 |0.15-0.50 L] °
CNMG120412-TC 1.2 | 0.5-5.0 | 0.2-0.6 ® L]
. CNMG120416-TC 1.6 | 0.5-5.0 |0.20-0.65 e [o]
CNMG160608-TC 0.8 1-7  |0.15-0.50 L] L]
Medium Cut| CNMG160612-TC 12| 17 | 02-06 e o©
CNMG160616-TC 1.6 1-7  |0.20-0.65 ° (o]
CNMG120408-DR 080770 0205 [0 e @ @ @ @ o e
CNMG120412-DR 1.2 1-7 |0.25-0.70({0 ® @ © o o e
CNMG120416-DR 1.6 | 1.5-7.0 |0.32-0.75 O e e ] L]
DR CNMG160608-DR 0.8 | 0.7-8.0 | 0.2-05 o e [s} L] s}
CNMG160612-DR 1.2 1-8 [0.25-070(0 @ @ @ @ C ° L[]
e
) | CNMG160616-DR 16 |1580| 0308 | e e e 00 o o
—— CNMG190608-DR 0.8 |]0.7-10.0] 0.2-0.5 ® e C lo] [ ]
Roughing | ¢NMG190612-DR 12| 1-10 [0.25070(0c @ @ @ & @ o e
CNMG190616-DR 1.6 |1.5-10.0f 0.3-0.8 L BN ] e} lo] [ ]
CNMG190624-DR 24 2-10 10.32-090| 0 o0 o o]
CNMG250924-DR 24 2-15 0.4-1.0 [o} ls}
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
A197 A204 A205 A218 A219 A284
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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General turning Negative inserts

A50

CNMG L 1.C 5 d
A QO  Ideal machining conditions 1204 | 129 127 | 476 | 5.16
€ Normal machining conditions 16 06 161 [15875| 635 | 635
Turning inserts &% Unfavourable machining conditions 1906 | 193 | 1905] 635 | 7.94
o CN** negative insert HC' (CVD) HC! (PVD) HT | HC? HW
E 80° P OOGRdEH& LBBOB0
-
= @I.C _ M O QOE8HHOS0
—4 K COBHLB
N sle) O
? S QO0BB&H O
B — :
mNN.—N.—mmNNmNer-—NQON'—.—E
1SO rla] f |[B2B8R8Rsd82gR22e2agRI2AE |58
? Bo0000==8o0RoaluboaadocEld 28
OO OoOODoOODODO0DnDODDoooDoo@od|Z (=2 O ey
S xEsa>xamsNrdEEYySSESEESESENSE
SNR CNMG120408-SNR 0.8 |1-3]|0.1-04 [ ]
g CNMG120412-SNR 1.2 |1-3]0.2-06 ]
E @ CNMG160608-SNR 0.8 |2-6|0.1-04 ]
CNMG190616-SNR 1.6 |2-7]0.2-06 o L]
Roughing
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
C HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***_-PCLNR/L
o Kr: 957 Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
£
=
- » A
A197 A204 A205 A218 A219 A284
=
™ O
57 5
£E
Y5
(7]
b€
x
v
Y
£
Systemcode  A42 Gradeselection *  A40 Technical info A447 Cuttingdata » A324



Negative inserts General turn ing

Turning inserts

@)

Ideal machining conditions

€3 Normal machining conditions

&%  Unfavourable machining conditions

CN** L 1.C S d

1204 | 129 | 127 | 476 | 5.16

16 06 | 16.1 [15.875| 6.35 | 6.35

1906 | 193 | 19.05| 635 | 7.94

2507 | 2579 | 254 | 794 | 9.2

2509 | 25.79 | 254 | 9525 | 9.12

CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOG&EkEE B EB0SBI0
_ M O QO&EH080
K QO8B&BS
N 61@) O &
| s 00868 os
BN H
M m = —
150 r| oa fo|2RQo@polaseaascsgegnglh (oo
¥ BoCUOUUS=80R0oob0R0O0CEC |28
DO OOODODODOOOOO0Do@oono<oon|lZ Z|2 [t Bl
B e e D T D R D D e Sl e e e i) e b D | e ] B o] - 5
CNMM120412-DR 1.2 | 1.0-7.5 |0.25-0.70(C ®» @ O @ o] o]
DR CNMM160612-DR 1.2 | 1.095 |0.25-0.70 o0 0
. CNMM160616-DR 16 | 1.595 |0.32-0.90 L 3 1
./ CNMM190612-DR 1.2 1-12 |025-070|0 » @ » [ ] .
CNMM190616-DR 1.6 |1.5-12.0|0.32-0.90 e e e 0 O
Roughing | CNMM190624-DR 24 2-12 10.35-1.20 e e 0 o
CNMM250924-DR 24 120125 0212 e e e 00
CNMG120408-ER 0.8 | 20-76 |0.15055 L]
ER CNMG120412-ER 1.2 | 2.0-7.6 |0.25-0.80 L]
6'-? CNMG160612-ER 1.2 2-10 |0.35-0.80 L]
/ \ CNMG160616-ER 16 2-10 |0.45-1.00 e
. CNMG190612-ER 1.2 |2.0-11.4]0.35-1.00 (o} L] °
Roughing
CNMG190616-ER 16 |2.0-11.4]|0.45-1.10 L]
ER CNMM250724-ER 24 120125] 0314 [ ]
CNMM250732-ER 3.2 |2.0-12.5|0.45-1.80 ] s}
CNMM250924-ER 24 120125] 0314 [ ]
CNMM250932-ER 3.2 |2.0-12.5|0.45-1.80 [ ] o
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***_.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
A197 A204 A205 A218 A219 A284
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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General turning Negative inserts

CNMM L 1.C 5 d

1204 | 129 | 127 | 476 | 5.16
16 06 | 16.1 |15.875| 635 | 6.35
1906 | 193 | 1905 | 635 | 7.94

O  Ideal machining conditions
€3  Normal machining conditions

Tumi“!-l inserts €%  Unfavourable machining conditions 2509 | 2579 | 254 | 9525 9.12
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° PIOOBBEHE LLB080
e I _ M 06 000G aB060
—f o dt K CoBLR
N 00 @5
- s 008Hs o8
H
m m = o
36) e | oa f o [Po QAo ESLan588888hah (oo
P QUuuquEQamocuuoguog»—g =8
gepoEcanaome@oanmamsesfon
CNMM120408-LR 0.8 1-5 0.1-0.5 L) ]
CNMM120412-LR 1.2 2-6 0.2-0.7 L) [}
CNMM120416-LR 1.6 | 2.0-6.5 |0.25-0.80 o e
LR CNMM160608-LR 0.8 1-7 0.2-0.6 o e e}
_ CNMM160612-LR 1.2 | 1.0-75| 0207 o0 L[]
H CNMM160616-LR 1.6 | 1.0-85 |0.25-0.80 o0
CNMM160624-LR 24 | 2.0-85 |0.25-0.70 O O
Roughing | cNMM190612-LR 12 [2.0-105] 0207 oo
CNMM190616-LR 1.6 |2.0-10.5| 0310 L) L[]
CNMM190624-LR 24 |2.0-105| 0311 ® 0 [o}
CNMM250924-LR 24 120125 03-1.2 o e
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S¥*.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°

’ é

A197 A204 A205 A218 A219 A284

Systemcode .~ A42 Grade selection .~ A40 Technical info Ad47 Cutting data > A324
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Negative inserts General turn ing

Turning inserts

@ Ideal machining conditions

€3  Normal machining conditions

g% Unfavourable machining conditions

CNMM L 1.C S d

1204 | 129 | 127 | 476 | 5.16

16 06 | 16.1 [15.875| 6.35 | 6.35

1906 | 193 | 19.05| 635 | 7.94

2509 | 25.79 | 254 | 9525 | 9.12

CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P |CO@GBEE BB BO0SBI0
s ™ = M 08 cosaaloalo
' dI K coLae
: N 00 oo
S| S COBBB @1
T H
¥} U
150 e | a foleREaRnRRRseiNs88R8 N | o
VWUUUUUZZ00RQ00000awUld =2 —
Seocpprreesegepedaegzele (e
Basic CNMM120404 04 10570 0105 s}
CNMM190612 1.2 |0.5-105] 0.1-08 [
= ’ CNMM190616 1.6 |05-105] 0.1-1.0 [}
Medium Cut
CNMM120408-HDR 0.8 1-7 0.2-06 LI [s]
CNMM120412-HDR 1.2 1-7 0.3-08 SO BN ] o]
CNMM120416-HDR 16 1-7 0.4-1.0 [ ] [ ]
HDR CNMM160612-HDR 1.2 | 1.5-7.5 ] 0.3-08 [ ] o
CNMM160616-HDR 1.6 | 1.585 ] 04-1.0 o e e ]
CNMM160624-HDR 24 11.5-105] 0.8-1.2 O e
CNMM190608-HDR 0.8 |2.0125] 0307 o
Roughing | CNMM190612-HDR 1.2 |2.0-12.5]0.35-0.80 O e 0
CNMM190616-HDR 16 |2.0-125] 0511 sl [s s
CNMM190624-HDR 24 120125] 0812 ® 8 C
CNMM250924-HDR 24 120125] 0814 sl
CNMM190616-HPR 1.6 |2.0-10.5] 0.5-1.0 [e]
CNMM190624-HPR 24 (2.0-105| 0.7-1.4 LN
CNMM250924-HPR 24 (2.0-125| 0.7-1.4 [ ] L]
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
»
A197 A204 A205 A218 A219 A284
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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General turning Negative inserts

e | b | e | s d
© Ideal machining conditions 1204 | 129 | 127 | 476 | 5.16
€ Normal machining conditions 16 06 | 16.1 |15875] 635 | 635
Turning inserts &% Unfavourable machining conditions 1906 | 193 | 1905] 635 | 7.94
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P|IOOGBHS LBBOB0
@I.C _ M O QOE8HHOS0
—4 o df K COBHLB
N sle) O
? S QO0BB&H o8
= H
mmm-—m.—m"‘wwmmgv—mmcmw'—ﬁg
ISO r| oa f |R28RRRE2S82R22e22aRR 282 |55
. BUoU00==8a0Rkocolcooaoolollo (28
OO OoODoOODOdDO0DnDDDoooDoo@od|Z (=2 O ey
=>EsErsmsErdrEySSEESEESESENEE
CNMA120404 04 (0.2-5.0|0.05-0.40 e O
CNMA120408 0.8 [0.2-5.0|0.05-0.50 L] °
CNMA120412 1.2 |0.2-5.0 0.1-0.6 e e 00 [
Flat | cnma120416 16 |0.2-5.0]0.10-0.65 o .
' CNMA160608 0.8 (0.2-7.0| 0.1-05 o ]
CNMA160612 1.2 |0.2-7.0 0.1-0.6 ° °
CNMA160616 1.6 |0.2-7.0(0.15-0.65 o e °
CNMA190612 1.2 |0.2-8.0({0.15-0.70 ° e
CNMA190616 1.6 |0.2-8.0({0.15-0.70 o e °
CNMG120404 0.4 |0.1-5.0|0.05-0.50 o]
CNMG120408 0.8 (0.1-5.0] 0.1-0.6 ] ] [o}
Basic CNMG120412 12 [0.1-5.0| 0.1-0.7 ° o
& CNMG160612 1.2 |0.1-7.0( 0.1-0.7 o]
CNMG190608 0.8 (0.1-8.0| 0.1-0.7 o]
CNMG190612 1.2 |0.1-8.0 0.1-0.8 o
CNMG190616 1.6 |0.1-8.0 0.1-1.0 o [o}
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***-PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
A197 A204 A205 A218 A219 A284
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324

As54




Negative inserts General turn ing

DN*=* L 1.C 5 d
O Ideal machining conditions 1104 116 [ 9525 | 476 | 3.81
€3 Normal machining conditions 1504 | 155 | 127 | 476 | 516
Turning inserts g% Unfavourable machining conditions 1506 | 155 | 127 | 635 | 5.16
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P|IOOBSBHS S8 80810
M o8 QO8Ha08I0
K (@O T E)
N 0o (@)
S OB (@]
T H
I P R L L
B0 | | f mcddgdss8arascoRc0oEe |28
HEHOSHBEEEE-HH 3
WG DNMX110404-WG 04 | 0.2-1.5 |0.08-0.30 o
- DNMX110408-WG 0.8 | 0.5-3.5 |0.15-0.50 LI
- / | DNMX150608-WG 08 | 0550 |0.15070] ©
DNMX150612-WG 1.2 | 0.8-6.0 |0.20-0.75 (o]
Wiper
ADF DNMG150604-ADF 04 | 056.0 |0.15-050|0
DNMG150608-ADF 0.8 | 0140 |0.08-050|0 [
A&Y | DNMG150612-ADF 12 | 0540 [0.15-050|0
Finishing
DNMG110404-DF 0.4 |0.15-2.00|0.08-0.25 ® 8 C
DNMG110408-DF 0.8 |0.15-2.00| 0.1-0.3 . e
DF DNMG110412-DF 1.2 |0.35-1.50]0.15-0.50 00
DNMG150404-DF 0.4 |0.15-2.00{0.08-0.25 e 80
4"/ | DNMG150408-DF 08 [0.15200| 01-03 | e @ ©
DNMG150412-DF 1.2 |0.35-1.50]0.15-0.50 [e]
Finishing | DNMG150604-DF 04 | 0860 [0.18060| e @ o
DNMG150608-DF 0.8 |0.15-2.00| 0.1-0.3 (3
DNMG150612-DF 1.2 | 0.2-25 |0.10-0.35 ]
SF DNMG110404-5F 0.4 |0.05-0.50|0.05-0.25 .
DNMG150404-5F 0.4 |0.05-0.50|0.05-0.25 .
g DNMG150408-5F 0.8 |0.05-0.50|0.10-0.35 .
DNMG150604-5F 0.4 |0.05-0.50|0.05-0.25 .
Finishing DNMG150608-5F 0.8 |0.05-0.50|0.10-0.35 L]
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJINR/L MDPNN S***.PDSNR/L S**.PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
e . "' y .-?
A198 A206 A207 A220 A221 A286 A287
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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General turning Negative inserts

DNMG E LE 5 d
A © Ideal machining conditions 1104 [ 116 | 9525 ] 476 | 3.81
€ Normal machining conditions 1504 [ 155 12.7 | 476 | 5.16
Turning inserts &% Unfavourable machining conditions 1506 | 155 | 127 | 635 | 5.16
o DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
E P|IOOGBHS LBBOB0
-
= M O QOE8HHOS0
K COBHLB
N sle) O
S QO0BB&H O
B :
mmm-—m.—m"‘wwmmgv—mmcmw'—ﬁg
ISO r| oa f |R28RRRE2S82R22e22aRR 282 |55
. BUoU00==8a0Rkocolcooaoolollo (28
OO OoODoOODOdDO0DnDDDoooDoo@od|Z (=2 O ey
=>EsErmsErdrEYySSEESEESESENEE
DNMG110404-DM 04 |04-50( 0103 e 0 0
E’ DNMG110408-DM 0.8 |0.5-5.0(0.15-0.50 L I
E DNMG110412-DM 1.2 |0.8-5.0|0.18-0.50 o0
DM DNMG150404-DM 04 [0.4-60| 0.1-03 e e e
® DNMG150408-DM 0.8 |0.5-6.0(0.15-0.50 e e O
J DNMG150412-DM 1.2 |0.8-6.0(0.18-0.60 o e
Medium Cut DNMG150604-DM 04 1-6 [0.23-0.65 o0 e
C DNMG150608-DM 0.8 [0.5-6.0|/0.15-050|0 @ @ @ o L[]
DNMG150612-DM 1.2 |0.8-6.0(0.18-0.60 o e 0 o
DNMG150616-DM 1.6 1-6 [(0.23-065|0 @ @ @ o
DNMG110404-PM 04 (04-5.0| 0.1-03 o e
DNMG110408-PM 0.8 [0.5-5.0|0.15-0.50 o0 e o]
o
c DNMG110412-PM 1.2 |0.8-5.0|0.18-0.50 o o
E PM DNMG150404-PM 04 (04-6.0| 0.1-03 o]
DNMG150408-PM 0.8 |0.5-6.0(0.15-0.50 LI o e °
DNMG150412-PM 1.2 |0.8-6.0|0.18-0.60 8 C o} o]
DNMG150416-PM 1.6 1-6 |0.23-0.65 o
Medium Cut| DNMG150604-PM 04 |0.4-6.0| 0.1-0.3 ) ° o
D DNMG150608-PM 0.8 [0.5-6.0|0.15-0.50 ® ® 90 o e
DNMG150612-PM 1.2 |0.8-6.0(0.18-0.60 o e o °
DNMG150616-PM 1.6 1-6 [0.23-0.65 o e o
® Ex stock © On demand HC' Coated carbide
= S YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
= 'ﬁ HC?* Coated cermet
£ € HW Uncoated carbide
[W] S
@ O
=c
- Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***.PDSNR/L S***.PDUNR/L
Kr: 93 Kr:93° Kr: 63° Kr:93° Kr: 62°30' Kr: 62°30' Kr: 93°
% A198 A206 A207 A220 A221 A286 A287
v
Y
£
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324

A56




Negative inserts General turn ing

O Ideal machining conditions DNMG L 1.C S d
€3 Normal machining conditions 15 06 15.5 12.7 | 635 | 5.16
Turning inserts 4% Unfavourable machining conditions
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P QO@B&BH% (R R (@F] @)
M O QO&BEB080
K coLeL
N Q0 O &
S QOBHBH O &3
H
m m b4 Y
IS0 e | oa f E§§§§522§§£53§§§§§§g§g 55
SEREREEERRaRRRRRRREZE a2
B i ] > =
7M DNMG150612-ZM 1.2 |1.0-55]0.15060| 0 ]
Medium Cut
e Ex stock o On demand HC' Coated carbide
YBC152F YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DDINR/L PDJNR/L PDNNR/L MDJINR/L MDPNN S***.PDSNR/L S***.PDUNR/L
Kr: 93¢ Kr: 93¢ Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
> % >
A198 A206 A207 A220 A221 A286 A287
Systemcode  A42 Grade selection *  A40 Technical info A447 Cutting data A324
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General turning Negative inserts

DN** L 1.C 5 d

A Q Ideal machining conditions 1104 [ 116 | 9525 | 476 3.81
15 04 155 12.7 476 5.16

€ Normal machining conditions

Turning inserts &% Unfavourable machining conditions 1506 | 155 | 127 | 635 | 5.16
o DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
E P|IOOGBHS LBBOB0
-
= M O QOE8HHOS0
K COBHLB
N sle) O
S QO0BB&H O
B :
mmm-—m.—m"‘wwmmgv—mmcmw'—ﬁg
ISO r| oa f |R28RRRE2S82R22e22aRR 282 |55
. BUoU00==8a0Rkocolcooaoolollo (28
OO OoODoOODOdDO0DnDDDoooDoo@od|Z (=2 O ey
=>EsErsmsErdrEySSEESEESESENEE
DNMG110404-EF 04 |0.1-1.5(0.05-0.20 (o] [ Je]
E’ EF DNMG110408-EF 0.8 |{0.1-1.5| 0.1-04 (o] e O
E DNMG150404-EF 04 |0.1-1.5(0.05-0.30 [ ]
‘EE’? DNMG150408-EF 08 [0.1-15| 0.1-04 .
DNMG150604-EF 04 (0.1-1.5|0.05-0.30 o ° e O
Finishing DNMG150608-EF 0.8 |{0.1-1.5| 0.1-04 o] ° L[]
DNMG150612-EF 1.2 |0.1-1.5|0.15-0.50 [ ]
c M DNMG150604L-FM 04 |0.5-3.0(0.05-0.30 [ [ ]
DNMG150604R-FM 04 |0.5-3.0(0.05-0.30 [ [ ]
DNMG150608L-FM 0.8 |0.5-3.0( 0.1-05 (s [ ]
DNMG150608R-FM 0.8 |0.5-3.0( 0.1-05 [ [ ]
Finishing
o
c NF DNEG150404-NF 0.4 |0.2-3.0(0.05-0.30 o]
E DNEG150408-NF 0.8 |0.2-3.0| 0.1-04 o]
ﬂ DNEG150604-NF 0.4 |0.2-3.0(0.05-0.30 o] o]
DNEG150608-NF 0.8 |0.2-3.0| 0.1-04 o]
Finishing
NGE DNEG150608-NGF 0.8 |0.2-3.0(0.05-040 o
D ) DNEG150612-NGF 1.2 |0.2-3.0| 0.1-05
o/
Finishing
c
E o ® Ex stock © On demand HC' Coated carbide
= = YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
= § HC? Coated cermet
ﬂ ug HW Uncoated carbide
Tool holder
DDJINR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***_PDSNR/L S***.PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30" Kr: 93°
< . :
x
% A198 A206 A207 A220 A221 A2B6 A287
c
System code A42 Grade selection .~ A40 Technical info Ad47 Cutting data A324

A58




Negative inserts General turn ing

DNMG L 1.C S d
1104 | 116 | 9525 | 476 | 3.81
1504 | 155 | 127 | 476 | 5.16

O Ideal machining conditions

€3 Normal machining conditions

Turning inserts g% Unfavourable machining conditions 1506 | 155 | 127 | 635 | 5.16
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P|IOOBSBHS S8 80810
M o8 QO8Ha08I0
K (@O T E)
N 0o (@)
S OB (@]
H
I P R L L
B0 " *| f B58088sS85 555580 00Ee |28
‘HEEdEHEEEEEE B
EG DNMG150604-EG 0.4 1-3 |0.05-0.30 [ [ ]
DNMG150608-EG 08 1-3 0.1-04 LI [ ]
j DNMG150612-EG 1.2 1-3 0.2-06 o e o e
Medium Cut
DNMG110404-EM 0.4 10.54.4]0.05-030 ® [ Js!
DNMG110408-EM 0.8 |0.54.4]|0.10-045 [ [
EM DNMG150404-EM 0.4 10.5-6.4]|0.05-0.30 o o
DNMG150408-EM 0.8 |10.56.4|0.10-045 o ®
DNMG150412-EM 1.2 |0564] 0.1-06 (s}
Medium Cut DNMG150604-EM 0.4 10.2-6.4]0.05-0.30 . e * 0
DNMG150608-EM 0.8 |0.5-6.4]|0.10-045 .0
DNMG150612-EM 12 |05-64| 0.1-06 LI ]
NM DNMG150412-NM 12 |0.2-4.0| 0.2-06 o
- DNMG150608-NM 0.8 |0.2-4.0]| 0.1-04 o e
&’ DNMG150612-NM 12 |0.2-4.0| 0.2-06 o e
Medium Cut
TC DNMG150608-TC 0.8 |10.5-5.0]0.15-0.40 L] °
DNMG150612-TC 1.2 |05-5.0| 0.2-06 . o
-
Medium Cut
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DDJNR/L PDJINR/L PDNNR/L MDJNR/L MDPNN S***-PDSNR/L S***.PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr:93°
g e !l |ii'|'
A198 A206 A207 A220 A221 A286 A287
System code A42 Grade selection * A40 Technical info Ad47 Cuttingdata .~ A324
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General turning Negative inserts

(@] Ideal machining conditions DNMG L 1.C 5 d
€3  Normal machining conditions 15 06 15.5 12.7 | 635 5.16
Turning inserts g%  Unfavourable machining conditions
DN** negative insert HC (CVD) HC' (PVD) HT | HC? HW
P |IOOBBES BHRBO0B0
M O QOEBB308/0
K cosee
N Ole) o
S QO®BeE o
H
m m & o
150 r s | f [ERQCARBRR02RNGSSSR88h0 (oo
BoOU000==80Rooloooadsolo i~
OO oDODOoDdonDdDDooooon|Z =2 0o
e e o pe e e e D e e e | e | IS
DR DNMG150608-DR 0.8 1-6 0.2-0.5 [ O [ [ ] ®
DNMG150612-DR 1.2 1-6 |0.25-0.70 [ N s} ] ®
DNMG150616-DR 1.6 1-6 |0.32-0.75 [ ] s} s} ] s}
Roughing
SNR DNMG150608-SNR 0.8 |0.2-6.0( 0.1-05 [
DNMG150612-SNR 1.2 |0.2-6.0| 0.2-06
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***.pPDSNR/L S*** PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
2 >
A198 A206 A207 A220 A221 A28B6 A287
System code A42 Grade selection A40 Technical info Ad47 Cutting data > A324
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Negative inserts General turn ing

O Ideal machining conditions DN** L 1.C S d
€3 Normal machining conditions 15 06 15.5 12.7 | 635 | 5.16
Turning inserts 4% Unfavourable machining conditions
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P QO@B&BH% (R R (@F] @)
M O QO&BEB080
K coLeL
N Q0 O &
S QOBHBH O &3
H
m m b4 Y
IS0 e | oa f 2%55&522%%2%3§§§§§§%5§ 55
SEREREEERRaRRRRRRREZE a2
e e e e e P > =
Flat DNMA150604 04 |10.2-6.0] 0.1-03 o e [a]
DNMA150608 0.8 |0.26.0] 0.1-06 LI [ ]
E] / DNMA150612 1.2 |0.2-6.0]0.15-0.70 [ ® 0O
DNMA150616 1.6 |0.2-6.0] 0208 o 2]
Medium Cut
ER DNMG150608-ER 08 26 |0.15-055 L]
DNMG150612-ER 1.2 26 |0.25-0.80
/a4
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***.PDSNR/L S***.PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
“ 9 o /
-’ o & - ’ c./
A198 A206 A207 A220 A221 A286 A287
System code » A42 Grade selection *  A40 Technical info Ad47 Cutting data A324
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General turning Negative inserts

(@] Ideal machining conditions DNMM L 1.C 5 d
€3  Normal machining conditions 15 06 15.5 12.7 | 635 5.16
Turning inserts g%  Unfavourable machining conditions
DN** negative insert HC (CVD) HC' (PVD) HT | HC? HW
P |IOOBBES L8080
M O QOEBB308/0
K cosee
N Ole) o
S QO8BeE o
H
m m b v
IS0 r| oa f [20QonbigcnnafsSSRegD gD |5
P Bod000==ccRocoltooRuouoE|ln |2
OO DODOoOOD0OO0NDODooooo@mZE 22 Oo0
=l rlErErlE - E R E R E R =
DR DNMM150608-DR 0.8 |0.7-6.0(0.20-0.55 e e 0
DNMM150612-DR 1.2 1-6 |0.25-0.70 [ [ ]
./ DNMM150616-DR 1.6 |1.5-6.0|0.32-0.90 [
Roughing
ER DNMM150608-ER 0.8 |0.7-6.0(0.20-0.55 .
DNMM150612-ER 1.2 1-6 |0.25-0.70 [ ]
S,
./Qf-
Roughing
HDR DNMM150608-HDR 0.8 1-7 |0.25-0.60 o o o
DNMM150612-HDR 1.2 1-7 0.3-08 o]
('.:‘_?w DNMM150616-HDR 16 |1.5-7.0| 04-1.0 o o
Roughing
LR DNMM150608-LR 0.8 2-6 0.1-06 [ ]
DNMM150612-LR 1.2 2-6 0.2-08 [ ]
B
ﬁ DNMM150616-LR 1.6 2-6 (0.25-1.00 (]
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***_PDSNR/L S***_PDUNR/L
Kr: 93 Kr: 93° Kr: 63° Kr: 93° Kr: 62°30° Kr: 62°30° Kr: 93"
4 P a \/
A198 A206 A207 A220 A221 A286 A287
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324

A62




Negative inserts General turn ing

O Ideal machining conditions SNMG L 1.C S d
€3 Normal machining conditions 0903 | 9525 | 9525 | 3.18 | 3.81
Turning inserts 4% Unfavourable machining conditions 1204 | 127 | 127 | 476 | 5.16
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
a0° P QO@B&BH% (R R (@F] @)
ol —— B - M 08 cosaglogo
< N de K coLeL
W N 00 oo
o g s 00889 o8
H
mNN.—N.—mmNNmNH‘—NQONv—.—E
ISO r a, f ;ﬂ;{]nmmﬂﬂ§9;ﬂi“329mﬁﬁgﬂg S5
SEREREEERRaRRRRRRREZE a2
e e e e e P > =
SNMG120404-ADF 04 | 0550 | 0103 |e [ ]
SNMG120408-ADF 0.8 | 0550 |0.12-050| e [ ]
SNMG120412-ADF 1.2 1-5 0206 |e [ ]
SNMG120408-DF 08 | 03-15 | 0.1-04 ® @0
SNMG120412-DF 1.2 |0.35-1.50]0.15-0.50 e @ C
SF SNMGO090304-5F 0.4 |0.05-0.50|0.05-0.20 .
s | SNMGO090308-5F 0.8 |0.05-0.50|0.10-0.35 .
"S O SNMG120404-S5F 0.4 |0.05-0.50|0.05-0.20 s}
SNMG120408-5F 0.8 |0.05-0.50|0.10-0.35 v}
Finishing
® Ex stock © On demand HC' Coated carbide
YBC152F YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S**_PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
4 o
-
A224 A225 A289
System code » A42 Grade selection *  A40 Technicalinfo * A447 Cuttingdata » A324
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General turning Negative inserts

SNMG E LE 5 d
A QO  Ideal machining conditions 0903 [9525|9525| 3.18 3.81
€ Normal machining conditions 1204 | 127 127 | 476 | 5.16
Turning inserts &% Unfavourable machining conditions 1506 [15.875|15.875] 635 | 635
o SN** negative insert HC' (CVD) HC! (PVD) HT | HC? HW
E 90° P OOGRdEH& LBBOB0
-
E I N — M 08 008 H8080
N K 00688
od}
A\ N 00 08
AT < s 00889 0%
B :
mNN.—N.—mmNNmNer-—NQON'—.—E
ISO r| oa f |R28RRRE2S82R22e22aRR 282 |55
P Bo0000==8oRoaluboaaddcEld |28
OO OoODoOODOdDO0DnDDDoooDoo@od|Z (=2 O ey
=>EsErsmsErdrEySSEESEESESENEE
SNMGO090304-EF 0.4 |0.5-2.0|0.05-0.30 L] [ Je]
g SNMGO090308-EF 0.8 [0.5-2.0|0.05-0.40 ° L[]
E EF SNMGO090312-EF 1.2 |0.5-2.0|0.05-0.45 o
0 SNMG120404-EF 0.4 (0.8-3.0|0.05-0.30 L] o
SNMG120408-EF 0.8 (0.8-3.0] 0.1-04 ° o
L SNMG120412-EF 1.2 |0.8-3.0|0.15-0.45 (o] o
Finishing
SNMG150608-EF 0.8 1-4 0.1-0.4 (o] o]
c SNMG150612-EF 1.2 1-4 (0.15-0.45 o
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
g
) Tool holder
5 DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
A199 A208 A210 A211 A212 A222 A223
= MSKNR/L MSDNN S***_pSKNR/L
ﬁ o Kr: 75° Kr: 45° Kr: 75°
=
= ™
£E
Y5
(7]
= e
E ¢
A224 A225 A289
x
v
Y
£
Systemcode o A42 Grade selection *  A40 Technicalinfo * A447 Cuttingdata > A324
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Negative inserts General turn ing

SNMG L 1.C S d

0903 | 9525|9525 | 3.18 | 3.81
1204 | 127 | 127 | 476 | 5.16
1506 |15.875|15.875| 6.35 | 6.35

@ Ideal machining conditions
€3  Normal machining conditions

Turnil'lg inserts g% Unfavourable machining conditions 1906 | 19.05 | 19.05) 635 | 7.94
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOB@BH% R (@) @]
. B - M 0 00888080
el N K coBas
mdL
W N 00 oo
" 3 s 00868 EE
H
m m b o
IS0 r| a foRARoRnbRacRan5S88]880 Q0 (oo
L QGUUUUEEQDQQQ@UQQUQUEO =i
Seocpprreesegepedaegzele (e
SNMGO090304-PM 04 |04-45]| 0.1-03 o e
SNMGO090308-PM 0.8 |0.5-4.5|0.15-0.50 0 e ] D e [}
SNMGO090312-PM 1.2 |0.6-4.5| 0.2-0.6 [o}
PM SNMG120404-PM 04 |04-6.0| 0.1-03 ®0e o]
- SNMG120408-PM 0.8 |10.56.0]|0.15-0.50 LN ] o} o e
‘ SNMG120412-PM 1.2 |0.8-6.0|0.18-0.60 e e 0 L[] lo]
N | snmG120416-PM 16| 16 [023065] 000 o o o
Medium Cut| SNMG150608-PM 0.8 [0.7-75]/0.14-050| o ©
SNMG150612-PM 1.2 |0.8-7.5]|0.18-060 O e Q0 O ]
SNMG190612-PM 1.2 |1.0-7.5|0.20-0.65 oOe e [ ] o e
SNMG190616-PM 1.6 |1.0-7.5]0.23-0.65 o
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
- 7 2 4
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***.pSKNR/L
Kr: 75° Kr: 45° Kr: 75°
J -
A224 A225 A289
Systemcode  A42 Grade selection *  A40 Technicalinfo * A447 Cuttingdata » A324
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General turning Negative inserts

SNMG L 1.C 5 d
A 09 03 | 9525 | 9525 | 3.18 3.8
O  Ideal machining conditions 1204 | 127 127 | 476 | 5.16
€3  Normal machining conditions 1506 |15.875|15.875) 635 | 6.35
Tumi“!-l inserts €%  Unfavourable machining conditions 1906 | 19.05) 1905 ] 635 | 7.94
o
c SN** negative insert HC' (CVD) HC! (PVD) HT | HC? HW
c
l‘g‘ 90° PIOOBBEHE LLB080
Lo T _ M 08 0088800
=1 K CoBLR
\C-\ QdL
e N 00 o8
A = 3 00BHB 0B
B H
~ ~ oM Moy Ny NH-—Nm mN'—n——E
IS0 r| oa f |golga@nBgBon vialol OiG ol o - o
P QUuuquEQamocuuoguog»—g =8
gepoEcanaome@oanmamsesfon
g’ SNMGO090304-DM 04 |04-45| 0103 [
§ SNMGO090308-DM 0.8 |0.5-4.5(0.15-0.50 o0 e o
SNMG120404-DM 04 |04-6.0 0.1-03 [
DM SNMG120408-DM 0.8 |0.5-6.0(0.15-0.50 e e 0 0 0
i SNMG120412-DM 1.2 |0.8-6.0|0.18-0.60 e o 0
e SNMG120416-DM 1.6 1-6 |0.23-0.65 O e o o]
I
C Medium Cut SNMG150608-DM 0.8 |0.8-75| 0105 o e 0
SNMG150612-DM 1.2 |0.8-7.5|0.18-0.60 oo 0
SNMG190612-DM 1.2 1-9 |0.18-0.60 e e O
SNMG190616-DM 1.6 1-9 |0.23-0.65 o e 0 L]
G SNMG120408-EG 0.8 |0.5-4.0( 0.1-05 (I
g SNMG120412-EG 1.2 |0.5-4.0| 0.2-06
. &
O -
Medium Cut
e Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?* Coated cermet
D HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
i 5 Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr:75° Kr: 75°
g .
= E
= o
g 7
- > 4 -
A199 A208 A210 A211 A212 A222 A223
E MSKNR/L MSDNN S***_PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
x ’ o
@ -
Y
£
A224 A225 A289
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324
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Negative inserts General turn ing

O Ideal machining conditions SNMG L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 | 516
Turning inserts 4% Unfavourable machining conditions 1506 |15.875]15.875] 635 | 635
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
a0° P QO@B&BH% (R R (@F] @)
ol —— B - M 08 cosaglogo
< N de K coLeL
W N 00 =
o g s 00889 o8
H
mNN.—N.—mmNNmNH‘—NQONv—.—E
1SO r a, f ;2333222§9;ﬂ28293223ﬂ5 S5
SEREREEERRaRRRRRRREZE a2
e e e e e P > =
SNMG120404-EM 0.4 |0.50-6.35|0.05-0.30 [ Mot [
SNMG120408-EM 0.8 |0.50-6.35|0.20-0.45 e L J=!
SNMG120412-EM 1.2 |0.50-6.35|0.25-0.60 e e [
SNMG120416-EM 1.6 |0.50-6.35|0.30-0.75 o}
. SNMG150612-EM 1.2 | 0.5-8.0 |0.25-0.60 o e [
Medium Cut
SNMG150616-EM 1.6 | 0.5-8.0 |0.30-0.75 o}
T SNMG120404-TC 04 | 05-5.0 |0.08-0.25 L]
SNMG120408-TC 0.8 | 0550 |0.15-040 ° [
. SNMG120412-TC 1.2 | 05-50 | 0205 °®
SNMG150616-TC 1.6 1-7 0207 L]
Medium Cut
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 457 Kr: 75° Kr: 45° Kr: 75° Kr: 75°
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***.pSKNR/L
Kr: 75° Kr: 45° Kr: 75°
4 o
-
A224 A225 A289
Systemcode * A42 Grade selection *  A40 Technical info A447 Cutting data A324
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General turning Negative inserts

SNMG E LE 5 d
A 12 04 12.7 12.7 476 5.16
O Ideal machining conditions 15 06 |15.875|15.875| 6.35 6.35
€3  Normal machining conditions 1906 | 19.05 | 1905 ) 6.35 7.94
Tumi“!-l inserts €%  Unfavourable machining conditions 2509 | 254 | 254 | 9525 9.12
o
c SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
c
E 90° PIOOBBEHE LLB080
Lo T _ M 08 0088800
=1 K CoBLR
\C-\ QdL
e N 00 o8
A = 3 00BHB 0B
B H
m m = o
IS0 r | a f |20 QRonnagc2nns88R880 0 |5
P 800000 ==00R00|gg0agouEly (=4
gepoEcanaome@oanmamsesfon
g’ NM SNMG120408-NM 0.8 | 0.5-5.0 | 0.1-04 L] o
§ SNMG120412-NM 1.2 | 0.5-5.0 |0.15-0.50 lo]
Medium Cut
SNMG120408-DR 0.8 | 0770 | 02-05 o e e o] L[] °
SNMG120412-DR 1.2 1-7  10.25-0.70 e e 0 0 0 [ ] °
C DR SNMG120416-DR 1.6 | 1.5-7.0 |0.32-0.75 O e e L[] °
— SNMG150612-DR 1.2 1-8 |0.25-0.70 e e O ] L[] °
‘lf@“ SNMG150616-DR 16 [1580| 0308 | o e e o o
SNMG190612-DR ) b7 4 1-10 |0.25-0.70 o0 0 0 0 °
_g Roughing | SNMG190616-DR 16 [1.5100| 03-0.8 R o e
E SNMG190624-DR 24 2-10 (0.32-0.90 e ® @O
SNMG250924-DR 24 2-15 0.4-1.2 ° <} lle]
® Ex stock © On demand Coated carbide
YBC152F YBC252F YBM153F, YBM253F available Uncoated cermet
HC?* Coated cermet
Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
=
© 0 =
L o
= . =
£ e - :
g8 L4 ’
=
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***_pSKNR/L
E Kr: 75° Kr: 45° Kr: 75°
¢ L/
x
v
Y
= A224 A225 A289
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324
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Negative inserts General turn ing

SNMG L 1.C 5 d
@ Ideal machining conditions 12 04 127 127 | 476 | 516
€ Normal machining conditions 1506 |15.875|15.875| 6.35 6.35
Turning inserts g% Unfavourable machining conditions 1906 | 19.05 | 19.05) 635 | 7.94
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P|IOOBSBHS S8 BOSBIO
e (= Y - M 0% coaaglogo
e U R K 00888
e N 0 (@Es]
AT 3 s 00888 o8
H
mNN-—Nr—mmNNmNHr—NIﬂQmN'_.—E
1SO r a o [mnRy g QRS Ols N8 O3 O ey O RN A0 ) = e
P QuuuquanmDquugquﬂo = o
DD oD ODOODODODO0ODOO0@DOoO0oonoapB|lZ 22 [ala
e - (D D Ul - (e D D D we Sl - il D TRl e (] D] =
ER SNMG120408-ER 0.8 | 20-76 |0.20-0.55 o e
p SNMG120412-ER 1.2 | 2076 | 03-06 0 o
(M) | sNMG150612-ER 12 [ 2096 | 0306 o o
SNMG190612-ER 1.2 |2.0-11.4| 0.3-06 o e
Roughing | SNMG190616-ER 1.6 [2.0-11.4|0.35-0.80 oe
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
Al199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S*¥**.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
-
A224 A225 A289
Systemcode  A42 Grade selection *  A40 Technical info A447 Cutting data A324
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General turning Negative inserts

SNMM E LE 5 d
15 06 |15.875|15.875| 6.35 6.35
O  Ideal machining conditions 1906 | 19.05 | 1905 ) 6.35 7.94
€3  Normal machining conditions 2507 | 254 | 254 | 794 | 912
Tumi“!-l inserts €%  Unfavourable machining conditions 2509 | 254 | 254 | 9525 9.12
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° PIOOBBEHE SBBO0B0
Lo T _ M 08 0088800
=1 K CoBLR
\C-\ gdL
D= N 00 o8
Pl S s 00BHB 0B
H
m m = o
IS0 r| oa fo|2SR L Ann S 20058 8R88hnh |5
¥ 800000 ==00R00lgoaugEly =8
DfpoEcanaome@canmalseson
SNMM150612-DR 12 1-7  10.25-0.60 °
SNMM150616-DR 1.6 | 1.5-9.0 |0.32-0.90 O e 0 e
DR SNMM190608-DR 0.8 12.0-10.5{0.25-0.50 (o]
e SNMM190612-DR 1.2 |2.0-10.5|0.25-0.60 ® C ]
~®%  | sNMM190616-DR 16 |2.0-10.5]0.35-0.90 oo
W | snmm190624-DR 24 [20-105| 04-1.1 ee o©
Roughing | SNMM250716-DR 16 [25-125| 04-1.0 e
SNMM250724-DR 24 125125 0512 o e e L]
SNMM250924-DR 24 |25-125| 05-1.2 ° LN ]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
= - o5 .'
L)
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN
Kr: 75° Kr: 45°
-
A224 A225
System code A42 Grade selection A40 Technical info Ad47 Cutting data > A324
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Negative inserts General turn ing

SNMM L 1.C S d

1204 | 127 | 127 | 476 | 516
1506 |15.875|15.875| 6.35 | 6.35
1906 | 19.05 | 19.05 | 6.35 | 7.94

@ Ideal machining conditions
€3  Normal machining conditions

T'-lmil'lg inserts g% Unfavourable machining conditions 2509 | 254 | 254 [ 9525 912
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOB@BH% R (@) @]
. B - M 0 00888080
el N K coBas
mdL
W N 00 oo
" 3 s 00868 EE
H
m m b o
150 r| oa foRARoRnbRacRan5S88]880 Q0 (oo
P QGuuquEoomccwququEo =i
SEeprooEoRoEDna RN RoRcelcNOR
SNMM120408-LR 0.8 1-6 0.1-0.5 o e
SNMM120412-LR 1.2 1-6 0.2-0.6 o e
SNMM120416-LR 1.6 1-6 |0.25-0.70 [o}
SNMM150612-LR 1.2 | 1.5-70| 0.1-05 o e
SNMM150616-LR 16 | 1570 0.1-05 o o
SNMM190612-LR 1.2 2-10 10.25-0.70 o e
Roughing | SNMM190616-LR 1.6 | 2-10 | 0310 oe
SNMM190624-LR 24 2-10 0.3-1.1 o e
SNMM250924-LR 24 13.0-125] 03-1.2 LI ] o]
® Ex stock © On demand HC' Coated carbide
YBC152F YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°

’

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

A224 A225 A289

Systemcode  A42 Grade selection *  A40 Technicalinfo * A447 Cuttingdata » A324
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General turning Negative inserts

A72

SNMM L 1.C 5 d
A 1204 | 127 | 127 | 476 | 5.16
15 06 |15.875|15.875| 6.35 6.35
O  Ideal machining conditions 1906 | 19.05 | 1905 ) 6.35 7.94
&€ Normal machining conditions 2507 | 254 | 254 | 794 | 912
= Turning inserts 4% Unfavourable machining conditions 2509 | 254 | 254 | 9525] 9.12
c
g SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
=
90° P |OOGHaEE 88080
e — Y _ M o 00888080
el o K 00888
U N 00 0®
B iy = s 0086S 08
H
mNN-—N-—mmNNmNg-—NI{\QIﬂN‘_WE
1SO r a, f 1ot 8888z=d8cmcZlCeSasSsaltae (28
o SRR ESERRER2EEaRR 2= a8
e = sy Xims s 3SR ESENIIS S
é SNMM120408-HDR 0.8 1-6 0.1-0.6 LI ] o]
~ SNMM120412-HDR 1.2 | 1.560 | 0207 o e o]
SNMM150608-HDR 0.8 1-7 0.2-06 ®
HDR SNMM150612-HDR 1.2 1-7 |0.25-0.70 [ s}
i SNMM150616-HDR 1.6 | 1.59.0 |0.32-1.00 o e s}
PN | SNMM150624-HDR 241590 0412 o
C s | SNMM190612-HDR 1.2 |2.0-10.5|0.25-0.70 o
Roughing | SNMM190616-HDR 1.6 |2.0-10.5|0.35-1.00 LI ] [ ]
SNMM190624-HDR 24 |2.0-105| 0412 .
SNMM250724-HDR 24 |25-125| 05-1.4 ® O L]
g SNMM250924-HDR 24 |25-125| 05-1.4 L) [ ]
% ® Ex stock © On demand HC' Coated carbide
o YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
D DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 457 Kr: 75° Kr: 75°
/= r 4 5
12 5 4
A
£E
ﬂ Hg A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***_PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
-
A224 A225 A289
x
v
Y
£
System code A42 Grade selection A40 Technical info Ad47 Cutting data > A324



Negative inserts General turn ing

Turning

Milling

A

Drilling

O Ideal machining conditions SNMM L 1.C S d
€3 Normal machining conditions 1906 | 19.05 | 19.05 [ 635 | 7.94
Turning inserts 4% Unfavourable machining conditions 2509 | 254 | 254 ]9525] 9.12
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
a0° P QO@B&BH% (R R (@F] @)
oLC I - M 08 cosaglogo
< N de K coLeL
W N 00 =
o g s 00889 o8
H
o o— Mm M ey oy NH‘—NM va—.—-E
150 el om | ¢ [EBESETESESEnESESE D20 -2
SEREREEERRaRRRRRRREZE a2
B i ] > =
SNMM190616-HPR 1.6 |2.0-10.5|0.35-1.00 ]
SNMM190624-HPR 24 120-105] 04-1.2 i
SNMM250924-HPR 24 120-125] 05-14 o e °
Roughing
e Ex stock o On demand HC' Coated carbide
YBC152F YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L MSKNR/L
Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75° Kr: 75°
b 4
- -
A208 A210 A211 A212 A222 A223 A224
Systemcode  A42 Grade selection *  A40 Technical info A447 Cutting data A324
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General turning Negative inserts

SN L 1.C 5 d
QO  Ideal machining conditions 1204 | 127 127 | 476 | 5.16
€ Normal machining conditions 2507 | 254 | 254 | 794 | 9.12
Turning inserts &% Unfavourable machining conditions 2509 | 254 | 254 | 9525 9.12
SN** negative insert HC' (CVD) HC! (PVD) HT | HC? HW
90’ Ploosass 898080
I N — M 08 00GSa0so
N K 00688
od}
U N 00 0%
AT s s 00889 0%
H
mNN.—N.—mmNNmNer-—NQON'—.—E
e a f [geguian2dgegoiogcoagR 2Rl |55
’ Bo000U==8a0Roolcooavocllc |28
OO OoOODoOODODO0DnDODDoooDoo@od|Z (=2 O ey
S xEsasxmsNrdrEYySSESEESESENSE
Rasic SNMG120408 0.8 |0.56.0]|0.1-06 o0 0
- - SNMG120412 1.2 |05-6.0]0.1-0.7 O 8o
‘ ﬁ ‘ SNMG250724 24 19 (0.1-11 ]
B | snmG250924 24 | 19 |01 )
Medium Cut
SNMM120408 0.8 |0.5-50]0.1-05 ®
__335'{ SNMM120412 12 [15-7.0(02-06
B
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
- 4 ’
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***_PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
-
A224 A225 A289
System code O A2 Grade selection *  A40 Technical info Ad47 Cutting data > A324
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Negative inserts General turn ing

SN** L LE 5 d
12 04 12.7 127 476 5.16
@ Ideal machining conditions 15 06 |15.875(15.875| 6.35 6.35
€3  Normal machining conditions 1906 | 1905 | 1905 | 635 [ 7.94
Turnil'lg inserts g% Unfavourable machining conditions 2507 | 254 | 254 | 7.94 | 912
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOB@BH% R (@) @]
. B - M 0 00888080
el N K coBas
mdL
W N 00 oo
" 3 s 00868 EE
H
m m b o
150 r | oa f R Rn00RSRRne88888hQn (5
" QGUUUUEEQDQQQ@UQQUQUEO =i
SEeprooEoRoEDna RN RoRcelcNOR
SNMA120408 0.8 | 0.5-5.0 {0.1-0.5 o e L]
SNMA120412 1.2 | 0.5-5.0 |0.2-0.7 e O e O
Flat [ snmA120416 16 | 055.0 [02-1.0 oo o
. SNMA150608 0.8 | 0.8-7.0 (0.1-0.5 e}
_ SNMA150612 1.2 | 0.8-7.0 |0.2-0.7 [ ]
SNMA190612 1.2 | 0.8-7.0 |0.2-0.7 o [ ]
SNMA190616 1.6 | 0.8-7.0 |0.3-0.8 lo] ]
SNMM250724-1 24 |2.0125|031.2 e e 0
Basic
»
e
® Ex stock © On demand HC' Coated carbide
YBC152F YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
i ® i
- =~ s 4
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN S***.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
-
A224 A225 A289
System code » A42 Grade selection *  A40 Technical info Ad47 Cutting data A324
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General turning Negative inserts

O Ideal machining conditions SNMM L 1.C 5 d
€3  Normal machining conditions 19 06 [ 19.05 | 19.05 | 6.35 7.94
Turning inserts §2  Unfavourable machining conditions 2509 | 254 | 254 | 9525 9.12
SN** negative insert HC (CVD) HC' (PVD) HT | HC? HW
90° P |IOOBBES BHRBO0B0
Lo ™ — M o8 00888060
=1 N Y K cosee
adI
U N 00 o8
) 3 3 00B8® o8
H
mmN.—Nv—mmNNmNH-—NQON'—r—E
10 r| s | f |E2RR@noggoonnSeSR080qh oo
Bo00J0U==80R0D|lco0R3B|CEIL [BR
OO oDOODOooDdOoNDdDDooooon|Z == [als]
B SR > e > > e e > S IS|IE LIS
SNMM190608 0.8 |1.0-10.5|0.15-0.50 v}
Basic [ snymm190612 12 [1.5-105| 0.2-0.7 o e
- SNMM190616 1.6 |0.5-105| 0.2-1.0
— SNMM250924 24 |2.0-125| 0312 o} [
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L MSKNR/L
Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75° Kr: 75°

A208

A210

A211

A212

A222

A223

A224

System code :

A76

A42

Grade selection

A40

Technical info

Cutting data _

A324



Negative inserts General turn ing

SNUN 1 1.C o
@ Ideal machining conditions 12 04 127 12.7 476
€3 Normal machining conditions 19 04 1905 | 1905 | 4.76
Turning inserts g% Unfavourable machining conditions 2507 | 254 | 254 | 794
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P|IOOBSBHS S8 BOSBIO
e (= Y M 0% coaaglogo
<P B K 00888
| N 00 o
r L S S COoLBB (@F
H
. legsrarBancenfsasgealsgls
150 r a s L e e N b - g — — oo
P BoU000==80Ronlc0oR0UCEC |28
DD oD ODOODODODO0ODOO0@DOoO0oonoapB|lZ 22 [ala
el e e et e et e =
SNUN120408 0.8 |0.7-6.0] 0.2-05 [ ]
Flat | snun120412 12 [0.7-6.0]0.25-060 e o o o o0
SNUN190412 1.2 10.9-6.0]|0.25-0.60 o]
_ SNUN190416 16 |0.9-6.0] 0.3-0.7 lo]
SNUN250724 24 1-9 0.5-1.0 o}
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
CSKNR/L CSRNR/L CSDNN
Kr: 75° Kr: 75° Kr: 45°
A262 A263 A265
System code » A42 Grade selection *  A40 Technical info Ad47 Cutting data A324
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General turning Negative inserts

(@] Ideal machining conditions TN* L 1.C 5 d
€3  Normal machining conditions 16 04 | 165 | 9525 | 476 | 3.81
Turning inserts €%  Unfavourable machining conditions 2204 | 22 | 127 | 476 | 5.16
TN** negative insert HC (CVD) HC' (PVD) HT | HC? HW
P |IOOBBES BHRBO0B0
M O QOEBB308/0
K cosee
N Ole) o
S QO8BeE o
H
m m b v
IS0 r | oa fo[20Qc@ns3cRonScSR3Rpd (oo
wUUJUUUZZoo~000lvuoue wglle9 = o
OO DODOoOOD0OO0NDODooooo@mZE 22 Oo0
=x>xEsErErErErErErEsEEEEEE
WG TNMX160408-WG 0.8 | 0.5-5.0 |0.15-0.70 ]
TNMX160412-WG 1.2 | 0.8-6.0 [0.20-0.75 o
-
e
Wiper
ADF TNMG160404-ADF 0.4 | 0.5-5.0 |0.05-0.30] @ ° °
A TNMG160408-ADF 0.8 | 0.5-5.0 | 0.1-04 o
A TNMG160412-ADF 1.2 | 0550 | 0205
Finishing
DF TNMG160404-DF 0.4 |0.15-2.00|0.08-0.25 e e O
TNMG160408-DF 0.8 |0.15-2.00| 0.1-03 [
- TNMG160412-DF 1.2 |0.35-1.50|0.15-0.50 L)
B | TNMG220408-DF 08 | 03-15 | 0.1-04 e 8o
Finishing TNMG220412-DF 1.2 |0.35-1.50(0.15-0.50 [ ] L]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L MTGNR/L MTINR/L MTJNR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 93° Kr: 93°
o | G 2 17 s
A200 A213 A214 A215 A226 A227 A228
MTFNR/L S**.PTFNR/L
Kr:91° Kr: 90°
r
A229 A290
System code A42 Grade selection A40 Technical info Ad47 Cutting data > A324
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Negative inserts General turn ing

TNMG L 1.C S d
11 03 11 6.35 | 3.18 | 226
16 04 | 165 | 9.525 | 476 | 3.81

@ Ideal machining conditions

€3 Normal machining conditions

Turning inserts g% Unfavourable machining conditions 2204 | 22 | 127 | 476 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
s P OODBSBH% L8080
i M o8 CO8BSB|0B|0O
K QO8N
gdt_—_“ N 0 (@Es]
S COoLBB (@F]
H
mNN-—Nr—mmNNmNHr—NIﬂQmN'_.—E
150 r g f |[peguuuldglsidoccagglall |55
* \DuuuquanhDquumquﬂo = o
DD oD ODOODODODO0ODOO0@DOoO0oonoapB|lZ 22 [ala
e - (D D Ul - (e D D D we Sl - il D TRl e (3] D D] =
SF TNMG110304-5F 0.4 (0.05-0.50|0.05-0.30 o]
TNMG160404-5F 0.4 (0.05-1.00|0.05-0.30 o °
/Q\ TNMG160408-5F 0.8 [0.05-1.00]|0.05-0.40 °
E— | TNMG220408-SF 0.8 |0.05-1.50[0.05-0.40 o
Finishing | TNMG220412-SF 1.2 |0.05-1.50]0.10-0.45 o)
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJINR/L MTJINR/L
Kr: 91° Kr: 91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°

¥ W I

A200 A213 A214 A215 A226 A227 A228
MTFNR/L S***-PTFNR/L
Kr:91° Kr: 90°

y

A229 A290

Systemcode A42 Grade selection *  A40 Technicalinfo *  A447 Cuttingdata > A324
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General turning Negative inserts

TNMG L 1.C 5 d
QO  Ideal machining conditions 1103 n 6.35 3.18 | 2.26
€ Normal machining conditions 1604 [ 165 | 9525 ] 476 | 3.81
Turning inserts &% Unfavourable machining conditions 2204 | 22 | 127 | 476 | 5.16
TN** negative insert HC' (CVD) HC! (PVD) HT | HC? HW
P OOGRdEH& LBBOB0
M O QOE8HHOS0
K COBHLB
N sle) O
S QO0BB&H O
H
mNN.—N.—mmNNmNer-—NQON'—.—E
ISO r| oa f |R28RRRE2S82R22e22aRR 282 |55
. Bo0000==8oRoaluboaaddcEld |28
OO OoODoOODOdDO0DnDDDoooDoo@od|Z (=2 O ey
B 3 D D il 3w e T e ipee o )| Do B D e - | 2 | B || - e
TNMG110304-EF 04 |0.1-1.0(0.05-0.20 [ ]
TNMG110308-EF 0.8 |0.1-1.0(0.05-0.40 [ ]
TNMG160404-EF 04 |0.1-1.5(0.05-0.30 ° ]
TNMG160408-EF 0.8 |{0.1-1.5| 0.1-04 L] [ 3]
TNMG160412-EF 1.2 |0.2-2.5|0.15-0.40 (o] L[]
N TNMG220404-EF 04 |0.5-2.5(0.05-0.25 (o] [}
Finishing
TNMG220408-EF 0.8 |0.5-25| 0.1-04 o [ J=!
TNMG220412-EF 1.2 |0.5-2.5| 0.1-05 (a]
M TNMG160404L-FM 04 |0.5-3.0( 0.1-03 ® [ ]
TNMG160404R-FM 04 |0.5-3.0( 0.1-03 (s [ ]
A TNMG160408L-FM 0.8 |0.5-3.0(0.15-0.50 ] [ ]
: TNMG160408R-FM 0.8 |0.5-3.0(0.15-0.50 [ ]
Finishing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTINR/L MTJNR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 907 Kr: 93° Kr: 93°
\" 4 £ / .
v o L -
A200 A213 A214 A215 A226 A227 A228
MTFNR/L S**PTFNR/L
Kr: 91° Kr: 90°
r
A229 A290
System code O A2 Grade selection *  A40 Technical info Ad47 Cutting data > A324

A 80



Negative inserts General turn ing

TNMG L LE S d
O Ideal machining conditions 1103 " 635 | 3.18 | 226
€3 Normal machining conditions 16 04 165 9525 | 476 | 3.8
Turning inserts g% Unfavourable machining conditions 2204 | 22 127 | 476 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
s P OODBSBH% L8080
= M o8 CO8BSB|0B|0O
K QO8N
gdt_—_“ N 0 (@X)
S COoLBB (@F
H
. legsrarBancenfsasgealsgls
150 r a = in ey o I O Snhoocoan oy n —
P BoU000==80Ronlc0oR0UCEC |28
DD oD ODOODODODO0ODOO0@DOoO0oonoapB|lZ 22 [ala
e - (D D Ul - (e D D D we Sl - il D TRl e (3] D D] =
TNMG110308-DM 0.8 |10.3-3.0] 0.1-04 o e
TNMG160404-DM 04 |04-50] 0.1-03 o0 0 s} L]
DM TNMG160408-DM 0.8 |05-5.0/0.15050| e e e e ©
i TNMG160412-DM 1.2 |10.8-5.0]|0.18-0.60 ® e C o
— TNMG220404-DM 04 |04-66] 0.1-03 L N ] ls}
=
; TNMG220408-DM 0.8 |0.5-6.6|0.15-0.50 e 0 0
Medium Cut
TNMG220412-DM 1.2 |0.8-6.6]/0.18-0.60 LI I ]
TNMG220416-DM 1.6 |1.0-6.6]/0.23-0.65 o0 e [s}
TNMG110304-PM 04 |04-3.0] 0.1-03 e e
TNMG110308-PM 0.8 |0.4-3.0|0.15-0.40 e e
PM TNMG160404-PM 04 |04-5.0]| 0.1-03 LI ] o e [ ]
TNMG160408-PM 0.8 ]0.5-5.0|0.15-0.50 LI ] o e [}
-
—] TNMG160412-PM 1.2 |0.8-5.0|0.18-0.60 e e 0 o e °
; TNMG220408-PM 0.8 |0.56.6|0.15-050 o0 0 o ] L[]
Medium Cut
TNMG220412-PM 1.2 |0.8-6.6]|0.18-060 Oe e o 0 e ]
TNMG220416-PM 1.6 |1.0-6.6]/0.23-0.65 o e [s} o] s}
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTINR/L
Kr:91° Kr: 91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr:93°
Z | 2 : -
L - - -
A200 A213 A214 A215 A226 A227 A228
MTFNR/L S**.PTFNR/L
Kr:91° Kr: 90°
A229 A290
System code A42 Grade selection *  A40 Technical info Ad47 Cutting data A324
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General turning Negative inserts

(@] Ideal machining conditions TNMG L 1.C 5 d
€3  Normal machining conditions 16 04 | 165 | 9525 | 476 | 3.81
Turning inserts §2  Unfavourable machining conditions
TN** negative insert HC (CVD) HC' (PVD) HT | HC? HW
PlOOGHksS BHRBO0B0
M O QOEBB308/0
K cosee
N Ole) o
S QO®BeE o
H
~N o~ o= Moy ~N &= o Lr‘IN'—t--E
150 r]oa | f [2EQRAR0QR02005088230 0 (o2
BC00000==80RkocoloooaidloElo i~
OO oDODOoDdonDdDDooooon|Z =2 [als]
SrErsErEr>arE>ar>EraE>mEEE s E
M TNMG160404-ZM 04 |0.5-5.0(0.08-030]|e
TNMG160408-ZM 0.8 |0.5-50( 0104 |e
‘ TNMG160412-ZM 1.2 |0.5-5.0| 0.1-06 |e
Medium Cut
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJNR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93¢ Kr: 93¢
o | G : £ 2 2
A200 A213 A214 A215 A226 A227 A228
MTFNR/L S***.PTFNR/L
Kr: 91° Kr: 90°
o
A229 A290
Systemcode  A42 Gradeselection *  A40 Technical info A447 Cuttingdata > A324
>
Asg2 ‘
ZCCCT



Negative inserts General turn ing

O Ideal machining conditions TNMG L 1.C S d
€3 Normal machining conditions 16 04 | 165 | 9525 | 4.76 | 3.81
Turning inserts 4%  Unfavourable machining conditions 2204 | 22 | 127 | 476 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° g P QO@B&BH% (R R (@F] @)
W M O QO&BEB080
K coLeL
N Q0 O &
S QOBHBH O &3
H
m m b4 Y
IS0 e | oa f 2%55&522%%2%3§§§§§§%5§ 55
SEREREEERRaRRRRRRREZE a2
e e e e e P > =
EG TNMG160404-EG 04 |0.54.0| 0.1-03 L] L[]
TNMG160408-EG 0.8 |0.5-4.0| 0.1-04 L] [ ]
é TNMG160412-EG 1.2 |10.5-4.0]|0.15-0.50 o e L[]
Medium Cut
TNMG160404-EM 0.4 |0.5-4.8|0.05-0.30 ® 0 ® O
EM TNMG160408-EM 0.8 |0.5-4.8|0.10-0.45 LN ] ® O
TNMG160412-EM 1.2 [05-4.8| 0.1-06 e e e 0
TNMG220408-EM 0.8 |0.5-6.6|0.10-0.45 o e [ JEe]
; TNMG220412-EM 1.2 |05-66] 0.1-06 o e [ Je]
Medium Cut
TNMG220416-EM 1.6 |0.5-6.6]/0.10-0.65 L] L]
TC TNMG160404-TC 0.4 ]0.5-3.0|0.05-0.20 L] L]
TNMG160408-TC 0.8 |0.5-3.0|0.08-0.25 ° ]
‘ TNMG160412-TC 1.2 1-3 0.1-0.3 ° []
TNMG220412-TC 1.2 1-6 |0.15-0.40 ° °
Medium Cut| TNMG220416-TC 16| 16 | 02-05 2
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJINR/L
Kr:91*° Kr: 91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°

Y P I

S

A200 A213 A214 A215 A226 A227 A228
MTFNR/L S***_PTFNR/L
Kr:91° Kr: 90°

&

A229 A290

Systemcode * A42 Grade selection » A40 Technicalinfo » A447 Cuttingdata > A324
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General turning Negative inserts

TNMG E LE 5 d
A QO  Ideal machining conditions 1604 | 165 | 9525 | 476 | 3.81
€ Normal machining conditions 22 04 22 127 | 476 | 5.16
Turning inserts &% Unfavourable machining conditions 2706 | 275 |15.875| 635 | 635
o TN** negative insert HC' (CVD) HC! (PVD) HT | HC? HW
E P OOGRdEH& LBBOB0
-
= M O QOE8HHOS0
K COBHLB
N sle) O
S QO0BB&H o8
B :
mNN.—N.—mmNNmNer-—NQON'—.—E
ISO r| a f |R28RRRE2S82R22e22aRR 282 |55
P Bo0000==8oRoaluboaaddcEld |28
OO OoODoOODOdDO0DnDDDoooDoo@od|Z (=2 O ey
=>EsErsmsErdrEYySSEESEESESENEE
TNMG160408-DR 0.8 | 0.7-6.0 |0.20-0.55 e 0 0 L[] °
g DR TNMG160412-DR 1.2 1-6 |0.25-0.65 L I o o °
E TNMG220408-DR 0.8 | 0.7-7.0 {0.20-0.55 LI ] o o]
A@\ TNMG220412-DR 1.2 1-7  |0.25-0.65 8 e @ O o °
G | TNMG220416-DR 16 | 1.5-7.0 |0.32-0.75 e o o e
Roughing | TNMG270608-DR 0.8 |1.5-12.0{0.35-0.55 o]
TNMG270612-DR 1.2 2-12 |0.35-0.75 L]
c ® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
o Tool holder
=
= DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJNR/L
5 Kr:91° Kr: 91 Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
\ G 4 14 s
D A200 A213 A214 A215 A226 A227 A228
MTFNR/L S**_PTFNR/L
Kr: 91° Kr: 90°
=
™ O
-
£E ‘
Y5 ;
(7]
e
A229 A290
x
v
Y
£
Systemcode o A42 Grade selection *  A40 Technicalinfo * A447 Cuttingdata > A324

As4



Negative inserts General turn ing

TN** L LE S d
O Ideal machining conditions 16 04 165 | 9.525 | 476 | 3.81
€3 Normal machining conditions 22 04 22 12.7 | 476 | 5.16
Turning inserts g% Unfavourable machining conditions 2706 | 275 |15.875] 635 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
s P OODBSBH% L8080
= M o8 CO8BSB|0B|0O
K QO8N
gdt_—_“ N 0 (@X)
S COoLBB (@F]
H
¢ [23g@z@zBg8seassgsgsgsg5
150 r a = i o n D g S—WnWnooown oy n —
P BCc0000==00Rcnloooauo|lelle |28
DD oD ODOODODODO0ODOO0@DOoO0oonoapB|lZ 22 [ala
= e =
TNMM160408-DR 0.8 | 0.7-6.0 |0.20-0.55 0O e e o
DR TNMM160412-DR 1.2 16 |0.25-0.70 Cloe
. TNMM220408-DR 0.8 | 0.7-8.0 |0.20-0.55 00 e [s}
_! : TNMM220412-DR 1.2 1-8 |0.25-0.70 ® 0 o
S | TNMM220416-DR 16 | 1.5-8.0 [0.32-0.90 oo o
Roughing | TNMM270612-DR 1.2 |2.5-11.0|0.25-0.70 o
TNMM270616-DR 1.6 |2.5-11.0| 0.3-09 [e}
ER TNMG160408-ER 0.8 | 2.0-5.6 |0.15-0.55 °
TNMG160412-ER 1.2 | 2.0-5.6 |0.15-0.60 (o]
/-\;‘ TNMG220408-ER 0.8 | 2.0-7.7 |0.15-0.55 o]
J=\
SN | TNMG220412-ER 1.2 | 2.0-7.7 [0.15-060 o
Roughing
LR TNMM160408-LR 0.8 1-5 0.1-0.5 ° e e
y TNMM160412-LR 1.2 | 1.5-6.0 | 0.1-0.6
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324
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General turning

Negative inserts

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

A200 A213 A214 A215 A226 A227 A228
MTFNR/L S**_PTFNR/L
Kr:91° Kr: 90°

L

&

A229

A290

Systemcode A42 Grade selection *  A40 Technicalinfo > A447 Cuttingdata » A324

A 86



Negative inserts General turn ing

O Ideal machining conditions TNMM L 1.C S d
€3 Normal machining conditions 22 04 22 12.7 | 476 | 5.16
Turning inserts 4% Unfavourable machining conditions 27 06 | 275 |15.875] 635 | 6.35
TN** negative insert HC' (CVD) HC' (PVD) HT | HC HW
P QO@B&BH% (R R (@F] @)
M O QO&BEB080
K coLeL
N Q0O O &
S QOBHBH O &3
H
m m b4 Y
IS0 rla,| f ﬁ@ﬁﬁﬁﬁﬂﬂ%gﬁgg§ggﬁﬁggﬁg 55
SEREREEERRaRRRRRRREZE a2
SrErErxErxEraE>ErEresysEEEN | EE
HDR TNMM220412-HDR 1.2 |2-9|0.25-0.80 lo]
TNMM220416-HDR 1.6 |2-9/0.35-1.00 (o}
“ TNMM270616-HDR 1.6 |2-6|0.35-1.00
[
TNMM270624-HDR 24 |2-7] 0412 [ ] o]
Heavy
Tuming
® Ex stock o On demand HC' Coated carbide
YBC152F YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJNR/L MTFNR/L
Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93 Kr: 93° Kr:91°
. ) P l -
- > - - -
A213 A214 A215 A226 A227 A228 A229
Systemcode . A42 Grade selection *  A40 Technical info A447 Cuttingdata > A324

Asg7
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General turning Negative inserts

TNMG E LE 5 d
A 16 04 165 | 9.525 | 4.76 3.81
O  Ideal machining conditions 22 04 22 127 | 476 | 5.16
€3  Normal machining conditions 2706 | 275 |15875] 635 | 6.35
Tumi“!-l inserts €%  Unfavourable machining conditions 3309 33 | 1905]9525] 7.94
o
c TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
c
l‘E' s PIOOBBEHE LLB080
= M O QOBaBOB0
K CoBLR
N 00 @5
| S CORaB @15
B H
~ ~ oM Moy Ny NH-—Nm mN'—«—E
150 e | a fo|EogoRongyolnnSSSR3SbD (oo
P 800000 ==00R00|gg0agouEly (=4
gepoEcanaome@oanmamsesfon
g’ TNMG160404 0.4 | 0.2-4.0 {0.05-0.20 o e
E TNMG160408 0.8 | 0.2-4.0 {0.08-0.30 o0 e o
TNMG160412 1.2 | 0.2-40 | 0.1-04 { Ile]
Basi TNMG220404 0.4 | 0.2-6.0 {0.05-0.20 0l ¢
asic
TNMG220408 0.8 | 0260 | 0.1-03 o e
- TNMG220412 1.2 | 0260 | 0104 o
[ TNmG220416 16 | 0260 | 0.1-05 o
C Medium Cut| TNMG270612 12 0290 | 0.1-05 o °
TNMG270616 16 | 0290 | 0105 (o] ]
TNMG330916 1.6 |0.2-11.0| 0.1-05 o] o
TNMG330924 24 10.2-11.0| 0.1-0.7 o lo]
o
c ® Ex stock © On demand HC' Coated carbide
e YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
& HC?* Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTINR/L MTJNR/L
D Kr:91° Kr: 91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
o | G L z 2
=
© 0
L =
=B
6 § A200 A213 A214 A215 A226 A227 A228
2 g
L MTFNR/L S**.PTFNR/L
Kr:91° Kr: 90°
E L
A229 A290
x
v
Y
£
System code A42 Grade selection A40 Technical info Ad47 Cutting data > A324

Ass



Negative inserts General turn ing

TN** L 1.C 5 d
@ Ideal machining conditions 1604 | 165 | 9525 | 476 | 3.81
€3 Normal machining conditions 2204 22 127 | 476 | 5.16
Turning inserts g% Unfavourable machining conditions 2706 | 275 |15.875] 635 | 635
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P|IOOBSBHS S8 80810
M o8 QO8Ha08I0
K (@O T E)
N 0o (@)
S OB (@]
H
I P R L L
o l*| f BCEOB8EcRERsEoEREEBlcE: 2R
HEHOSHBEEEE-HH 3
TNMA160404 0.4 10.2-4.0]|0.05-0.20 0 o [ ]
TNMA160408 0.8 |0.2-4.0]|0.08-0.30 LN [ ]
Elat TNMA160412 1.2 |0.2-40] 0.1-04 o e [ ]
TNMA160416 1.6 |0.5-4.0]0.05-0.50 0 e =]
L] TNMA220404 0.4 10.2-6.0]|0.05-0.20 [ ]
! TNMA220408 0.8 |0.2-6.0] 0.1-03 ® [ ]
TNMA220412 1.2 |0.2-6.0| 0.1-04 [
TNMA220416 1.6 |02-6.0] 0.1-05 (a]
TNMM160404 0.4 10.2-7.0]|0.05-0.60 o e
TNMM160408 0.8 |0.5-7.0]|0.05-0.60 (]
Basic | tnmm160412 12 [0.5-7.0{0.05-0.60 o
A TNMM220408 0.8 |10.5-7.0]|0.05-0.60 . o
s | TNMM220412 1.2 1-7 0.1-06 (]
TNMM220416 1.6 |0.5-7.0|0.05-0.60 o
TNMM270616 1.6 |0.5-6.5|0.05-0.70 Q ]
® Ex stock © On demand HC' Coated carbide
YBC152F YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTINR/L MTINR/L
Kr:91° Kr: 91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
e -l
A200 A213 A214 A215 A226 A227 A228
MTFNR/L S***_PTFNR/L
Kr: 91° Kr: 90°
»
-
A229 A290
System code » A42 Grade selection *  A40 Technical info Ad47 Cutting data A324
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General turning Negative inserts

A90

(@] Ideal machining conditions VIN** 5 d
A €3  Normal machining conditions 16 04 4.76 3.81
Turning inserts g%  Unfavourable machining conditions
VN** negative insert HC (CVD) HC' (PVD) HC? HW
- P |IOOBBES (RARRA
c
£ — M o8 00BBS
-
= 1 K cosee
|| N Ole) o
S S QO8BeE o
H
Mmooy ~ H o~ ™~ e
B 5o . | ¢ |eonsncangsealsesgssegE (oo
wUUJUUUZZoo~000lvuoue wglle9 = o
OO DODOoOOD0OO0NDODooooo@mZE 22 Oo0
=l rlErErlE - E R E R E R =
ADF VNMG160404-ADF 04| 05-25 | 0103 |e .
VNMG160408-ADF 08| 05-25 | 0105 |e .
(o)}
£ s S
= .
Finishing
DF VNMG160404-DF 0.4 |0.25-1.50|0.07-0.30 .
VNMG160408-DF 08| 0315 | 0104
[ - =
c Finishing
EF VNMG160404-EF 04 | 0.1-1.5 |0.05-0.25 L]
VNMG160408-EF 0.8 | 0.2-2.5 |0.08-0.35
@ VNMG160412-EF 1.2 | 02-25 (0.10-045 o
o
£
T Finishing
o
NF VNEG160404-NF 04 | 0.2-4.0 |0.05-0.30
VNEG160408-NF 0.8 | 0.2-4.0 |0.05-0.50
D Finishing
® Ex stock © On demand Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available Uncoated cermet
Coated cermet
- Uncoated carbide
™ °
[ =
c ©
£ £ Tool holder
S
E XS] DVVNN DVINR/L MVVNN MVINR/L
= Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A201 A202 A230 A231
b
7}
Y
£
System code A42 Grade selection .~ A40 Technical info Ad47 Cutting data A324



Negative inserts General turn ing

O Ideal machining conditions VN** L 1.C 5 d
€3 Normal machining conditions 16 04 166 | 9525 | 476 | 381
Turning inserts 4% Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P QO@B&BH% (R R (@F] @)
M O QO&BEB080
K coLeL
N Q0 O &
S QOBHBH O &3
H
m m b4 Y
ISO rloa f 3%55&522%%2%3§§§§§§%Eg 55
SEREREEERRaRRRRRRREZE a2
> > 3> > 3> > > >> > > >>>>>> x> > > >
NGF VNEG160408-NGF 08 | 0230 | 0.1-03 ®
VNEG160412-NGF 1.2 | 0.2-30 | 0.1-05 o
==
Finishing
SF VNMG160404-5F 0.4 |0.05-3.00|0.05-0.20 ®
VNMG160408-5F 0.8 |0.05-3.00|0.05-0.35 O
Finishing
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DVVNN DVINR/L MVVNN MVINR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A201 A202 A230 A231
System code A42 Grade selection *  A40 Technical info Ad47 Cutting data A324
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General turning Negative inserts

(@] Ideal machining conditions VNMG L 1.C 5 d
A €3  Normal machining conditions 16 04 | 166 | 9525 | 4.76 3.81
Turning inserts g%  Unfavourable machining conditions
VN** negative insert HC (CVD) HC' (PVD) HT | HC? HW
- P |IOOBBES L8080
c
‘E — M O QOEBB308/0
-
= 1 K cosee
|| N Ole) o
S S QO8BeE o
H
B mNN-—N.—mmNNmNH-—NmOmN‘—.—B
IS0 rloa L o i e e i | N i PR
wUUJUUUZZoo~000lvuoue wglle9 = o
OO DODOoOOD0OO0NDODooooo@mZE 22 Oo0
=l rlErErlE - E R E R E R =
Basic VNMG160404 04 |0.2-6.0(0.05-0.60 ]
VNMG160408 0.8 |0.2-6.0(0.08-0.60 ]
=) -
.E v
=
Medium Cut
DM VNMG160408-DM 0.8 |0.5-4.0(0.15-0.50 .
VNMG160412-DM 1.2 |0.8-4.0|0.18-0.60
—_
c Medium Cut
EM VNMG160404-EM 0.4 |0.2-3.0(0.05-0.30 L] o
VNMG160408-EM 0.8 |0.5-4.0(0.10-0.45
o Vﬁ
£
E Medium Cut
NM VNMG160412-NM 1.2 |0.2-4.0|0.05-0.40 .
D Medium Cut
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
- HW Uncoated carbide
™ °
[ =
=8
£ £ Tool holder
S
E XS] DVVNN DVINR/L MVVNN MVINR/L
= Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A201 A202 A230 A231
b
7}
Y
£
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324

A92




Negative inserts General turn ing

O Ideal machining conditions VNMG L 1.C 5 d
€3 Normal machining conditions 16 04 166 | 9525 | 476 | 381
Turning inserts 4% Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P QO@B&BH% (R R (@F] @)
M O QO&BEB080
K coLeL
N @@ O &
S (@I X AREL O &3
H
m m b4 Y
P BCO00U0=S=80R000CORBYCEC |28
Do OO ODO0OODDOO0O0ODododonon@n|lZ Z2 O EY
el e g P > =
PM VNMG160404-PM 0.4 10.4-4.0]0.13-040 L N ] . [a]
VNMG160408-PM 0.8 |10.54.0]0.15-0.50 o e 0 o] e e L[]
— VNMG160412-PM 1.2 |0.8-4.0|0.18-0.60 L N ] [
e
Medium Cut
TC VNMG160404-TC 0.4 10.5-2.0]0.05-0.20 [
VNMG160408-TC 0.8 |10.5-2.0]|0.08-0.25
gl | VNMG160412-TC 1.2 {0.5-3.0/0.08-0.30
Medium Cut
M VNMG160404-ZM 0.4 10.5-3.0]0.08-030| e
VNMG160408-ZM 0.8 |05-3.0] 0104 |e
Medium Cut
SNR VNMG160408-5NR 0.8 |0.2-20] 0.1-04
VNMG160412-5NR 1.2 |0.2-20| 0.1-05
-
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DVVNN DVINR/L MVVNN MVINR/L
Kr: 72°30' Kr: 93¢ Kr: 72°30' Kr: 93°
A20 A202 A230 A231
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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General turning Negative inserts

WNMG L 1.C 5 d
Q Ideal machining conditions 06 T3 65 |9525] 3.97 3.81
€ Normal machining conditions 06 04 6.5 |9525) 476 | 3.81
Turning inserts &% Unfavourable machining conditions 0804 | 87 | 127 | 476 | 5.16
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
a(F s P OOGRdEH& L8806 0
Y == M o8 QOEHB080
B K 00BBY
: N 00 o
- S CO0B8H O&
H
mmm-—m.—mmwwmmtﬁd'—mmcmw-—ﬁg
ISO r a, f |R28RRRE2S82R22e22aRR 282 |55
Bo0000==8oRoaluboaaddcEld |28
HoECE R EH Ol el Bl He
ADF WNMGO080404-ADF 04 | 0.2-25 |0.05030|e e °
A WNMGO080408-ADF 0.8 | 0.5-25 |0.05-040|e ® O L]
ihi_ WNMGO080412-ADF 1.2 | 05-25 (0.05-050]|e ®
Finishing
DF WNMG060404-DF 0.4 |0.15-2.00|0.08-0.25 [ O
WNMG060408-DF 0.8 |0.15-2.00| 0.1-03 o0 e
S WNMG080404-DF 0.4 |0.15-2.00|0.08-0.25 e 8 C
ﬁ WNMGO080408-DF 0.8 |0.15-2.00| 0.1-03 e 0e
Finishing | WNMG080412-DF 1.2 | 02-25 [0.10-0.35 e e O
WNMG060404-5F 0.4 |0.05-0.50|0.05-0.20 .
Sk WNMGO060408-5F 0.8 |0.05-0.50|0.05-0.35 [
WNMGO6T304-SF 0.4 |0.05-0.50|0.05-0.20 .
@ WNMGO6T308-SF 0.8 |0.05-0.50|0.05-0.35 °
WNMGO080404-5F 0.4 |0.05-0.50|0.05-0.20 [
Finishing | WNMGO080408-SF 0.8 [0.05-0.50{0.05-0.35 °
WNMGO080412-5F 1.2 |0.05-0.50(0.05-0.40 o
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S*_PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
S 4 ?
=
A203 A217 A232 A291
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324

A94




Negative inserts General turn ing

WN** L 1.C 5 d
O Ideal machining conditions 06 13 65 |9525| 397 | 381
€3 Normal machining conditions 06 04 65 [9525( 476 | 381
Turning inserts g% Unfavourable machining conditions 0804 | 87 | 127 | 476 | 5.16
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBSBH% L8080
2 M 06 coosaoao
[ K 00888
N 0 (@X)
Hl? S COoLBB (@F
H
¢ [2ofgHzB83geeatsgsssgngla
150 r a = i o n D g Snhoocoan oy n —
P BCc0000==00Rcnloooauo|lelle |28
DD oD ODOODODODO0ODOO0@DOoO0oonoapB|lZ 22 [ala
el e e et e ekl e =
WG WNMGO080408-WG 0.8 |10.5-5.0]0.15-0.70 LI ]
y % WNMGO080412-WG 1.2 |0.8-6.0|0.20-0.75 ® 0
(2]
Wiper
EF WNMGO060404-EF 0.4 10.1-1.5]0.05-0.30 (s} [ Js!
WNMGO060408-EF 0.8 |0.1-1.5] 0.1-04 [
@ WNMGO6T308-EF 0.8 |0.1-1.5] 0.1-04 °
WNMGO080404-EF 0.4 10.1-1.5]|0.05-0.30 o [ L
Finishing | WNMG080408-EF 0.8 |0.1-1.5] 0.1-04 (o] L]
NF WNEGO080404-NF 0.4 10.2-3.0]0.05-0.30 .
g WNEGO080408-NF 0.8 |10.2-2.5]0.05-0.30
Finishing
NF WNMGO060408-NF 0.8 |0.2-2.5]0.05-0.30 o e
Finishing
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S**_PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
A203 A217 A232 A291
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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General turning Negative inserts

WNMG E LE 5 d
A @) Ideal machining conditions 06 13 6.5 |9525] 3.97 | 3.81
€ Normal machining conditions 06 04 6.5 |9525] 476 | 3.81
Turning inserts &% Unfavourable machining conditions 0804 | 87 | 127 | 476 | 5.16
- WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
E 20° P|IOOGBHS LBBOB0
— -
E 2 = M 0% 00686080
B K 00088
od} N 00 o8
- S QO0BB&H o8
B :
mmm-—m.—m"‘wwmmgv—mmcmw'—ﬁg
ISO r| oa f |R28RRRE2S82R22e22aRR 282 |55
. BUoU00==8a0Rkocolcooaoolollo (28
OO OoODoOODOdDO0DnDDDoooDoo@od|Z (=2 O ey
=>EsErmsErdrEYySSEESEESESENEE
WNMG060408-DM 0.8 |0.5-3.0({0.15-0.50 e 0 0 o]
g DM WNMG060412-DM 1.2 |0.8-3.0(0.18-060|0 o ® @ o
E " WNMGO06T308-DM 0.8 |0.5-3.0(0.15-0.15 o e
ﬂﬁ WNMG080404-DM 04 |0.5-4.0| 0104 o e 0 o
B | WNMG080408-DM 08 [0.5-40(0.15-050[c @ @ @ @ 0 @
Medium Cut( WNMG080412-DM 1.2 (0.8-4.0(0.18-060[0 @ ® e
WNMG080416-DM 1.6 1-4 [0.23-0.65 L)
C EG WNMGO080408-EG 0.8 |0.5-4.0|0.05-0.40 ° °
WNMGO080412-EG 1.2 |0.5-4.0(0.05-0.60
Medium Cut
o
c WNMGO060404-EM 0.4 |0.5-3.0|0.05-0.30 o] o
E WNMGO060408-EM 0.8 (0.5-3.0| 0.1-0.5 L]
EM WNMGO06T304-EM 0.4 |0.5-3.0{0.05-0.30 .
WNMGO06T308-EM 0.8 (0.5-3.0| 0.1-0.5 L]
WNMGO06T312-EM 1.2 |0.5-3.0 0.1-0.7 o] o
Medium Cut WNMGO080404-EM 04 1-4 (0.05-0.30 ° ]
D WNMGO080408-EM 0.8 1-4 0.1-0.5 ° ]
WNMGO080412-EM 1.2 1-4 0.1-0.7 ° ]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
-5 HC* Coated cermet
S = HW Uncoated carbide
= ™
£ E
2 L Tool holder
c
- DWLNR/L PWLNR/L MWLNR/L S***.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
E g /
A203 A217 A232 A291
x
v
Y
£
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324

A96




Negative inserts General turn ing

O Ideal machining conditions WNMG L 1.C 5 d
€3 Normal machining conditions 06 04 65 |9525]| 476 | 3.81
Turning inserts 4% Unfavourable machining conditions 0804 | 87 127 | 476 | 5.16
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P QO@B&BH% (R R (@F] @)
S
<= M O QO&BEB080
[ K 00888
N Q0 O &
L S QOBHBH O &3
H
m m b4 Y
IS0 e | oa R el o R R RRCR S R ) i P
CO0UO0=S=80R0o0E0RIBITEIC (28
gmmmmmmmmmmmmmmmmmmzzz O EY
> > 3> > 3> > > >> > > >>>>>> x> > > >
WNMGO060408-PM 0.8 |0.5-3.0|0.15-0.50 LI B ] ] o e ]
PM WNMG060412-PM 1.2 |10.8-3.0]|0.18-0.60 ®0e o o] e}
‘ WNMGO080404-PM 0.4 |0.4-4.0]0.12-0.40 L ] o e L[]
— WNMGO080408-PM 0.8 |0.5-4.0|0.15-0.50 e e 0 0 o e [ ]
Eemess]
; WNMG080412-PM 1.2 |10.8-4.0]|0.18-0.60 LI ] o e []
Medium Cut
WNMGO080416-PM 16 1-4 ]0.23-0.65 [ ] o e °
7M WNMGO080408-ZM 0.8 |0.54.0| 0.1-05 |e
WNMGO080412-ZM 1.2 |1.0-55]0.15060 | ®
Medium Cut
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S*_PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
A203 A217 A232 A291
System code A42 Grade selection *  A40 Technical info Ad47 Cutting data A324
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General turning Negative inserts

WN** L 1.C 5 d
Q Ideal machining conditions 06 T3 65 |9525] 3.97 3.81
€ Normal machining conditions 06 04 6.5 |9525) 476 | 3.81
Turning inserts &% Unfavourable machining conditions 0804 | 87 | 127 | 476 | 5.16
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
a(F s P OOGRdEH& L8806 0
Y == M o8 QOEHB080
B K 00BBY
ad N 00 o8
i S CO0B8H O&
H
U U
IS0 r | oa f |eag Ao eaRs88888n0h |55
i BU00U00=s80Rocolbooauoolo |28
MR CE - EH ]l Bl He
WNMGO080404-NM 04 |0.2-3.0(0.05-0.30 [ ]
WNMGO080408-NM 0.8 |0.2-3.0( 0103 ] ]
WNMGO080412-NM 1.2 |0.2-4.0| 0.1-04 ]
Medium Cut
Tc WNMGO080404-TC 04 |0.5-3.0(0.08-0.25
WNMGO080408-TC 0.8 |0.5-4.0/0.15-040
‘ WNMGO080412-TC 1.2 |0.5-4.0| 0.2-06
Medium Cut
DR WNMG060408-DR 0.8 |0.7-3.5(0.20-0.45 [ O o [ ] .
- WNMG060412-DR 1.2 |0.8-3.5|0.25-0.55 [ O o ] o
/| WNMG080408-DR 0.8 [0.7-5.0/0.20-055| e @ o @ ® e o
e WNMG080412-DR 1.2 1-5 (0.25-070|©c @« ®» @ @ © [ ] ]
Roughing | WNMG080416-DR 16 |1.550(032:075| © e e e o
WNMAO060408 0.8 |0.5-3.0( 0.1-03 LN ] .
WNMAO060412 1.2 |0.5-3.0|0.15-0.30 L]
Flat [ wnmAo6T308 08 [053.0| 0.1-03 o
& WNMAO080404 04 |0.5-4.0(0.08-0.25 o * 0
B | WNMAO080408 0.8 |0.5-4.0(0.15-0.30 . [ ]
WNMAO080412 1.2 |0.5-5.0|0.15-0.30 . [ ]
WNMAO80416 16 |0.5-5.0| 0.2-05 o ]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S**_PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
S / v’;
i
A203 A217 A232 A291
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324

A9s




Negative inserts General turn ing

O Ideal machining conditions RNMG L 1.C S d
€3 Normal machining conditions 12 04 12.7 127 | 476 | 5.16
Turning inserts 4% Unfavourable machining conditions
RN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
s P QO@B&BH% (R R (@F] @)
M O QO&BEB080
K coLeL
N Q0 O &
S QOBHBH O &3
H
m m b4 Y
IS0 a, | f gﬁﬁﬁaaﬂmgé‘g%%§§§§§§gﬁg =
SEREREEERRaRRRRRRREZE a2
e e e e e P > =
RNMG120400 0.5-7.0|0.1-1.8 [ [alis
Medium Cut
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
MRDNN MRGNR/L
A233 A234
System code » A42 Grade selection *  A40 Technicalinfo * A447 Cuttingdata » A324
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General turning Negative inserts

(@] Ideal machining conditions KNUX L LW S
A €3  Normal machining conditions 16 04 | 16.15 | 9.525 | 4.76
Turning inserts g%  Unfavourable machining conditions
KN** negative insert HC (CVD) HC' (PVD) HT | HC? HW
- s P |IOOBBE% L8080
c r
= : M O QOEBB308/0
-
e Wl K 00HBE
) La
s : N 00 08
4
Example R type S QO®BeE o
H
B M Moy Ny ™~ H ™ ~ =
1 o= e = 0T wn = 2 N o =l
1SO La |bm| r a f e L e b0 T L el eyl e 0 (R O S5k O ey S ik ik 2 B = ke
. Bo0000=S=80R0o|lcRIBCED |28
OO oDODOoDdonDdDDooooon|Z =2 0o
e e o pe e e e D e e e | e | IS
KNUX160405L11 16 |2.2(0.5|0.2-6.0| 0.05-0.70 (I [} O
KNUX160405L12 | 16 |2.2(0.5|0.2-6.0| 0.05-0.70 (]
E’ KNUX KNUX160405R11 | 16 |2.2(0.5|0.2-6.0| 0.05-0.70 LN ] o] o
E KNUX160405R12 | 16 |2.2(0.5|0.2-6.0| 0.05-0.70 ®
d KNUX160410L11 16 2.2 1 |0.2-6.0| 0.05-0.70 °
N KNUX160410L12 | 16 |2.2| 1 |0.2-6.0| 0.05-0,70 o °
Finishing
KNUX160410R11 | 16 |2.2| 1 |0.2-6.0| 0.05-0.70 LN
KNUX160410R12 | 16 |2.2| 1 |0.2-6.0| 0.05-0.70 e} L]
c ® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
o Tool holder
c
= CKINR/L CKNNR/L
a Kr:93° Kr: 63°
D A256 A257
c
© 0
-
£E
Y5
@
e
b
7}
Y
£
Systemcode .~ A42 Grade selection .~ A40 Technical info Ad47 Cutting data > A324

.
A100 w



Negative inserts General turn ing

O Ideal machining conditions 175 L 1.C 5 d
€3 Normal machining conditions 323 30 10 19.05 | 6.35
Turning inserts 4% Unfavourable machining conditions 32-1 |1905| 10 ]19.05] 635
Railway wheel machining HC' (CVD) HC' (PVD) HT | HC? HW
L P QO@B&BH% (R R (@F] @)
M O SleIxIxiy @l @)
@ s K 00888
+ Eg hgg“ N OO O@
_E@ [T fw s 0088 o8
r
’ H
m m b4 Y
IS0 r|23Qcanangc2onccSRegbnglh oo
BUUUOU==0c0Rco|000R0B|CE|L |28
DO OO ODOoODIDDOODODODoOodomnon@|lZ Z2 O EY
> > 3> > 3> > > >> > > >>>>>> x> > > >
175.32-191940-22 4 [}
175.32-191940-24 4 [
175.32-301940-24 o
175.32-191940-25 4 o
2
»
175.32-191940-28 4 LN N ]
175.32-301940-31 4 o]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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General turning Positive inserts

(@] Ideal machining conditions CCGT L 1.C 5 d
€3  Normal machining conditions 06 02 6.4 6.35 | 2.38 2.8
Turning inserts g%  Unfavourable machining conditions 09713 97 19525 397 | 44
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P |IOOBBES L8080
M O QOEBB308/0
K cosee
N Ole) o
S QO8BeE o
H
m m b v
IS0 r a, f o [Pe QAo RESLa0nSS8885nph (oo
wUUJUUUZZoo~000lvuoue wglle9 = o
OO DODOoOOD0OO0NDODooooo@mZE 22 Oo0
=l rlErErlE - E R E R E R =
CCGT060202-SF 0.2 |0.05-2.00|0.05-0.18 . .
CCGT060204-SF 0.4 |0.05-2.00|0.05-0.35 . .
CCGTO09T304-5F 0.4 |0.05-2.00|0.05-0.35 . .
USF CCGTO9T301L-USF 0.1 | 0.2-2.0 |0.01-0.08 o o
CCGTO09T302L-USF 0.2 | 0.2-2.0 |0.05-0.18
2 CCGTO9T304L-USF 04 | 0.2-2.0 |0.05-0.20
Finishing
USF CCGTO9T301R-USF 0.1 | 0.2-2.0 |0.01-0.08 o
i CCGTO09T302R-USF 0.2 | 0.2-2.0 |0.05-0.18
E CCGTO9T304R-USF 04 | 0.2-2.0 |0.05-0.20 ]
Finishing
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC S***.SCLCR/L S***.SCFCR/L S**.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A235 A236 A272 A273 A2903 A310 A311
E***.SCLCR/L
Kr: 95° -
T
i~
e
A313
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324

A102




Positive inserts General turn ing

CCMT L LE S d
O Ideal machining conditions 06 02 6.4 635 | 238 28
€3 Normal machining conditions 09713 9.7 19525 397 44
Turning inserts g% Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P|IOOBSBHS S8 BOSBIO
el e M 0% 0oBa0s0
d§~r K 00888
@ :
v N 0 (@X)
S S COoLBB (@F
H
. legsrarBancenfsasgealsgls
150 r a = in ey o I O Snhoocoan oy n —
? BCc0000==00Rcnloooauo|lelle |28
DD oD ODOODODODO0ODOO0@DOoO0oonoapB|lZ 22 [ala
e - (D D Ul - (e D D D we Sl - il D TRl e (3] D D] =
CCMT060204-AHF 04 | 0.2-2.5 |0.05-0.20(0 ] ]
AHF CCMT060208-AHF 0.8 | 03-25 [0.05-030|0 °
E CCMT09T304-AHF 04 | 0.2-3.0 |0.05-030|0 e 0O °
: CCMTO09T308-AHF 0.8 | 03-3.0 |0.05-040|e ® O
e CCMT120404-AHF 04 | 05-4.0 |0.05-030(0 ® 0
Finishing
CCMT120408-AHF 0.8 | 0.8-40 |0.08-040| @ ]
CCMT060202-HF 0.2 |0.06-1.70{0.03-0.11 LI I ] (6] o]
CCMT060204-HF 04 | 0.1-1.7 |0.05-017 o0 e [s} s} °
HF CCMT060208-HF 0.8 | 0.1-1.7 |0.05-0.30 cCe e o] °
m-f CCMTO09T302-HF 0.2 |0.08-2.00|0.04-0.15 L ] o0
b i
E CCMTO09T304-HF 0.4 (0.11-2.00|0.06-0.23 o e 0 ] o °
I CCMTO9T308-HF 0.8 |0.15-2.00|0.08-0.30 LI ] e} lo] °
Finishing
CCMT120404-HF 0.4 |0.14-2.40|0.07-0.27 e e 0
CCMT120408-HF 0.8 | 0.2-3.0 |0.08-0.30 ® 0
® Ex stock © On demand HC' Coated carbide
YBC152F YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-S5C SCLCR/L-SC S***.SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
= = ; o
L) " e
A235 A236 A272 A273 A293 A310 A311
E***-SCLCR/L
Kr: 95°
,//
5
2
) A313
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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General turning Positive inserts

A104

(@] Ideal machining conditions CPGT L 1.C 5 d
A €3  Normal machining conditions 05 02 56 5.56 | 2.38 2.8
Turning inserts g%  Unfavourable machining conditions
CP** positive insert HC (CVD) HC' (PVD) HT | HC? HW
o 80° P |IOOBBES L8080
c
£ ™ 11} M 06 00BHB0B0
- .
5 N K 0C0BBB
@ad !
Al N 00 o0
S S QO®BeE o
H
m m & o
B IS0 r| oa f 203 nbigcninlsoSRegDgh |5
F Bo0000ss=8a0RoolocoRdBCElc 2R
OO oDODOoDdonDdDDooooon|Z =2 0o
SrErsErEr>arE>ar>EraE>mEEE s E
CPGT050204 0.4 |0.5-2.0|0.08-0.40 o]
o
2 (&
=
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
o
£
E
O
c
© 0
Q3
£E
¥ o
(7]
=
x
v
Y
£
System code A42 Grade selection .~ A40 Technical info Ad47 Cutting data A324



Positive inserts General turn ing

CCMT L LE S d
@  Ideal machining conditions 06 02 64 6.35 | 2.38 28
€3 Normal machining conditions 0913 9.7 |9525| 3.97 44
Turning inserts g% Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P|IOOBSBHS S8 BOSBIO
gl d] M 0% coasaoso
d§~r K 00888
@ :
v N 0 (@X)
S S COoLBB (@F]
H
noa-n-RRaanalsssesysale
1SO r a = e W e N b - g — — oo
P BC0000==060Rcnloooauoelle |28
Do OO0 ODODODO0O0OO0@DOoO0oonoa|lZ Z|2 [ala
5= O Dm =il - 3 - (B D -l Dl D e e (B D D] =
CCMT060202-EF 0.2 (0.06-1.70{0.03-0.11 (o] [ Js)
EF CCMT060204-EF 04 | 0.1-1.7 |0.05-017 ] ® 0
CCMTO09T302-EF 0.2 (0.08-2.00|0.04-0.15 o [ Je]
E CCMTO09T304-EF 0.4 (0.11-2.00|0.06-0.23 L] o [ Je]
CCMTO09T308-EF 0.8 [0.15-2.00|0.08-0.30 L] o L]
Finishing CCMT120404-EF 0.4 (0.14-2.40|0.07-0.27 L] [ ]
CCMT120408-EF 08 | 0.2-3.0 | 0.1-03 L] ]
CCMT060204-EM 04 | 0.2-24 |0.06-0.17 o e [ JEe]
EM CCMT060208-EM 0.8 | 04-24 |0.08-0.23 ® 0 °
CCMTO09T304-EM 0.4 (0.25-3.00|0.08-0.23 o e [ JEo]
. CCMTO09T308-EM 0.8 | 05-3.0 | 0.1-03 L] L]
CCMT120404-EM 04 | 03-3.6 |0.09-0.27 ° °
Medium Cut| €CMT120408-EM 0.8 | 0.6-36 [0.12-0.36 @ °
CCMT120412-EM 1.2 |0.72-3.60|0.14-043 o
® Ex stock © On demand HC' Coated carbide
YBC152F YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-S5C SCLCR/L-SC S***.SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
= = ; o
L) " e
A235 A236 A272 A273 A293 A310 A311
E***.SCLCR/L
Kr: 95°
,//
5
2
) A313
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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General turning Positive inserts

CCNMT E LE 5 d
QO  Ideal machining conditions 06 02 6.4 635 | 2.38 28
€ Normal machining conditions 09 13 9.7 19525 | 3.97 44
Turning inserts &% Unfavourable machining conditions 1204 | 129 | 127 | 476 | 5.56
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P|IOOGBHS LBBOB0
NV 7] M 0% 00868080
) o K 00688
4] ;
] N 00 06
S S QO0BB&H o8
H
mNN-—N-—m"‘NNmNH-—NQON'—.—E
ISO r a, f |R28RRRE2S82R22e22aRR 282 |55
ouuuquEgahocuuomuow»—w = o
OO OoODoOODOdDO0DnDDDoooDoo@od|Z (=2 O ey
=>EsErsmsErdrEYySEEESEESESENEE
CCMT060204-HM 0.4 | 0.2-24 |0.06-0.17 LN o] [ ] ° ° °
HM CCMT060208-HM 0.8 | 0.2-3.0 |0.08-0.20 LN o ] ° ]
CCMTO09T304-HM 0.4 10.25-3.00|0.08-0.23 o 0 0 ] L[] ° ] °
Q CCMTO09T308-HM 0.8 | 0.5-3.0 | 0.1-03 o e 0 ] ° ° °
B | ccMT120404-HM 04 | 0336 (009027 e e e e o e o
Medium Cut[ CCMT120408-HM 0.8 | 0636 [0.12-036] e e e @ e o °
CCMT120412-HM 1.2 |0.72-3.60(0.14-0.43 e 0 e o o
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC S***.SCLCR/L S***.SCFCR/L S¥*.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
G y y \/’ \//
A235 A236 A272 A273 A293 A310 A311
E***.SCLCR/L
Kr: 95° -
///
~
=
A313
System code A42 Grade selection A40 Technical info Ad47 Cutting data > A324

A 106



Positive inserts General turn ing

8 L 1.C 5 d
O Ideal machining conditions 06 02 6.4 6.35 | 238 28
€3 Normal machining conditions 09713 9.7 19525 397 44
Turning inserts g% Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P|IOOBSBHS S8 BOSBIO
el e M 0% 0oBa0s0
d§~r K 00888
@ :
T N 00 0
S S COoLBB (@F
H
. legsrarBancenfsasgealsgls
150 r a L0 R LR A0 Bl g b - g — — oo
? BCc0000==00Rcnloooauo|lelle |28
DD oD ODOODODODO0ODOO0@DOoO0oonoapB|lZ 22 [ala
e - (D D Ul - (e D D D we Sl - il D TRl e (3] D D] =
Bl CCMWO09T304 04 | 0.1-5.0 |0.05-0.50 (s}
CCMW120404 04 | 0.2-5.0 |0.05-0.50 o 0
‘Q ’ CCMW120408 0.8 | 0.5-5.0 |0.08-0.50 s}
Medium Cut
Tc CCMT060204-TC 04 | 0530 | 01-03 o °
CCMTO09T304-TC 04 | 0530 | 0.1-03 o [
. CCMTO9T308-TC 0.8 | 0530 | 0.1-04 ® [
CCMT120404-TC 0.4 1-4 0.1-03 ® ®
Medium Cut| CCMT120408-TC 0.8 1-4 0.1-04 e o
CCMT060204-HR 04 | 05-3.0 |0.05-0.24 LN N ] ]
HR CCMT060208-HR 0.8 | 0.8-3.2 |0.09-0.26 ®0e [ ]
ﬂ CCMTO09T304-HR 04 | 0.2-4.0 |0.05-0.30 e e 0 e} [ ]
(4
— CCMTO9T308-HR 0.8 1-4 0.12-0.35 o0 0 [ ] L] L[]
I
i CCMT120408-HR 08 | 1.2-48 |0.14-042 o0 0 o 0 e ]
Roughing
CCMT120412-HR 1.2 |1.44-4.80|0.17-050 o0 0 o] s}
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-5C SCLCR/L-SC S***_SCLCR/L S***.SCFCR/L S**.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A235 A236 A272 A273 A293 A310 A3
E***-SCLCR/L
Kr: 95°
-~
2
) A313
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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General turning Positive inserts

CCGX L 1.C 5 d
A ©  Ideal machining conditions 06 02 64 635 | 238 28
€ Normal machining conditions 0913 9.7 |9525)] 3.97 44
Turning inserts &% Unfavourable machining conditions 1204 | 129 | 127 | 476 | 5.56
- CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
(=
£ 180" 7 P [cososne S0 0000
E 7 M 09 00GSa0so
) i K 00888
4] i
] N 00 06
S S QO0BB&H O
B :
mmm-—m.—mmwwmmt‘rd'—wmcmm-—._g
IS0 r| a f |gegQesddgSgoilesoagedmd o
. B00000==8alaalcooaoololo |28
oo @ 22 o0
> > x> >>>>>>>5>>>>F55 |F>
CCGX060202-LC 0.2 |0.3-3.0(0.05-0.15 L] L]
E’ LC CCGX060204-LC 04 |0.5-3.0( 0.1-03 L] L]
E 2 ) CCGX09T302-LC 0.2 |0.5-4.0| 0.1-02 ° L]
g : CCGX09T304-LC 04 |0.5-5.0( 0.1-03 L] L]
CCGX09T308-LC 0.8 |0.5-5.0(0.15-0.60 L] L]
Aluminium
Machining | CCGX120404-LC 04 |0.5-7.0| 0.1-03 e °
CCGX120408-LC 0.8 |0.5-7.0(0.15-060 . [
c CCGX060202-LH 0.2 |0.3-3.0(0.05-0.15 °
CCGX060204-LH 04 |0.5-3.0( 0.1-03 ®
CCGX060208-LH 0.8 |0.6-3.0(0.15-040 .
.LH CCGX09T302-LH 0.2 |0.4-5.0(0.05-0.15 [ ] .
/‘ CCGX09T304-LH 04 |0.5-5.0( 0.1-03 [ ] .
m — |
= B | CCGX09T308-LH 0.8 |0.5-5.0|0.15-0.60 . .
= Aluminium | CCGX120402-LH 0.2 |04-7.0(/0.05-0.15 [e} o
o Machining
CCGX120404-LH 04 |0.5-7.0( 0.1-03 [ ] .
CCGX120408-LH 0.8 |0.5-7.0(0.15-060 [ ] o] ]
CCGX120412-LH 1.2 |0.5-7.0|0.15-0.80 [e} .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
D HC? Coated cermet
HW Uncoated carbide
=
© .2
g 5
£ E
g0
(]
=
e
v
Y
£
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324
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Positive inserts General turn ing

Tool holder
SCACR/L SCLCR/L SCACR/L-5C SCLCR/L-SC S***.SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90" Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
Py .
/
A235 A236 A272 A273 A293 A310 A311
E***.SCLCR/L
kr9s®
) A313
Systemcode  A42 Grade selection *  A40 Technicalinfo *  A447 Cuttingdata > A324
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General turning Positive inserts

(@] Ideal machining conditions S L 1.C 5 d
€3  Normal machining conditions 06 02 6.4 6.35 | 2.38 2.8
Turninginserts g%  Unfavourable machining conditions 09713 97 19525 397 | 44
CP** positive insert HC (CVD) HC' (PVD) HT | HC? HW
80° P |IOOBBES L8080
™ 11} M oo 00BBB0B0
A K 0068
Y T
Al N 00 o0
S S QO8BeE o
H
m m b v
150 r a, f Erﬁﬁﬁﬁﬁfﬂggﬁggég§§§§5§5 S5
wUUJUUUZZoo~000lvuoue wglle9 = o
OO DODOoOOD0OO0NDODooooo@mZE 22 Oo0
=l rlErErlE - E R E R E R =
CPMT060204-HF 0.4 | 0.1-1.5 |0.04-0.18 ] o o
CPMT060208-HF 0.8 | 0.1-1.5 |0.05-0.25 o] ]
CPGT060202-SF 0.2 10.05-2.00|0.05-0.25 o o
CPGT060204-SF 0.4 10.05-2.00|0.05-0.35
CPGT09T304-SF 0.4 10.05-2.00|0.05-0.35
Flat CPGW060204 0.4 | 0.5-1.5 |0.05-0.40 o
ﬁ j'
-—
Medium Cut
HM CPMTO09T304-HM 0.4 | 0.2-3.5 |0.05-0.35 o
CPMTO09T308-HM 0.8 | 0.2-3.5 |0.10-0.55 ]
|
Medium Cut
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
S***.SCLPR/L C***.SCLPR/L
Kr: 95° Kr: 95°
2,
A306 A312
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324

A110




Positive inserts General turn ing

O Ideal machining conditions DC** L 1.C 5 d
€3 Normal machining conditions 07 02 78 635 | 2.38 28
Turning inserts 4% Unfavourable machining conditions 1173 | 116 [9525] 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
55° P QO@B&BH% (R R (@F] @)
(-]
pa. >\\ (7 M 08 ocosaalogo
K coLeL
o N 00 o
S S QOBHBH O &3
H
m m b4 Y
. BCO00U0=S=80R000CORBYCEC |28
Do OO ODO0OODDOO0O0ODododonon@n|lZ Z2 O EY
el e g P > =
AHF DCMTO070204-AHF 04 | 02-25 |0.05-020|0 ® O [ ]
DCMT11T302-AHF 0.2 | 05-3.0 |0.05-015|0 (I ]
g DCMT11T304-AHF 04 | 05-3.0 |0.05-030|e [ L[]
DCMT11T308-AHF 0.8 | 05-3.0 |0.05-040| e [ ]
Finishing
DCGT070202-5F 0.2 |0.05-1.50|0.05-0.15 e o|0
SF DCGT070204-5F 0.4 |0.05-1.50|0.05-0.20 o] °
@ DCGT070208-5F 0.8 |0.05-1.50|0.05-0.30 ]
DCGT11T302-5F 0.2 |0.05-2.00|0.05-0.15 o G °
o DCGT11T304-5F 0.4 (0.05-2.00|0.05-0.20 L] °
Finishing
DCGT11T308-5F 0.8 |0.05-2.00|0.05-0.30 ° °
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-5C SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
A237 A238 A239 A274 A275 A276 A277
S***_.SDQCR/L S***.SDUCR/L S***.SDZCR/L E***.SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
o v
A295 A296 A297 A315
System code A42 Grade selection *  A40 Technical info Ad47 Cutting data A324
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General turning Positive inserts

(@] Ideal machining conditions DCGT L 1.C 5 d
€3  Normal machining conditions 07 02 7.8 6.35 | 2.38 2.8
Turning inserts g%  Unfavourable machining conditions 1173 | 116 | 9525 ] 397 | 44
DC** positive insert HC (CVD) HC' (PVD) HT | HC? HW
P |IOOBBE% L8080
M O QOEBB308/0
K cosee
N Ole) o
S QO®BeE o
H
m m & o
IS0 r|oa, f [Eo Ao R8s 200588888 nnh (oo
BoOU000==80Rooloooadsolo =~
OO oDODOoDdonDdDDooooon|Z =2 0o
e e o pe e e e D e e e | e | IS
USF DCGTO070201L-USF 0.1 {0.1-2.0(0.03-0.08 [
DCGTO070202L-USF 0.2 |0.1-2.0|0.05-0.18 ®
%‘ DCGT11T302L-USF 0.2 |0.2-2.0(0.05-0.18 o
Finishing
USF DCGTO0702005R-USF 0.05 {0.1-2.0|0.01-0.04 [
DCGTO070201R-USF 0.1 {0.1-2.0(0.03-0.08 °
g DCGTO070202R-USF 0.2 |0.1-2.0|0.05-0.18 [ ]
DCGT11T302R-USF 0.2 |0.2-2.0(0.05-0.18 [
Finishing
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-5C SDHCR/L-5C SDJCR/L-5C SDNCN-5C
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
-y s -
® o < &
A237 A238 A239 A274 A275 A276 A277
S***.SDQCR/L S***_SDUCR/L S***.SDZCR/L E***.SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
]
o)
A295 A296 A297 A315
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324

A112




Positive inserts General turn ing

O Ideal machining conditions DCMT L 1.C 5 d
€3 Normal machining conditions 0702 | 78 | 635 | 238 | 28
Turning inserts 4% Unfavourable machining conditions 1173 | 116 [9525] 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
55° P QO@B&BH% (R R (@F] @)
(-]
pa. >\\ 4 M 08 ocosaalogo
K coLeL
e N @@ O &
S S (@I X AREL O &3
H
m m b4 Y
g BCO0U0S=80R0c00CORBYICEC |28
DO OO ODOoODIDDOODODODoOodomnon@|lZ Z2 O EY
> > 3> > 3> > > >> > > >>>>>> x> > > >
EF DCMTO070202-EF 0.2 |0.06-1.50|0.03-0.11 (a] o e
DCMTO070204-EF 0.4 |0.08-1.50|0.05-0.17 [ L J=!
ﬂ DCMT11T302-EF 0.2 |0.08-2.00|0.04-015 (s} * O
DCMT11T304-EF 0.4 |0.11-2.00|0.06-0.23 ® [ Bt
Finishing DCMT11T308-EF 0.8 |0.15-2.00|0.08-0.30 L] ® 0
DCMTO070202-HF 0.2 |0.06-1.50|0.03-0.11 0O e @ L]
HF DCMTO070204-HF 0.4 |0.08-1.50|0.05-017 o0 0 L]
“ 7 DCMTO070208-HF 0.8 |0.08-1.50|0.05-0.30 ®0e
E/ DCMT11T302-HF 0.2 |0.08-2.00|0.04-0.15 0Oe e o e
e DCMT11T304-HF 0.4 |0.11-2.00|0.06-0.23 LI A o o] o L]
Finishing
DCMT11T308-HF 0.8 |0.15-2.00|0.08-0.30 L B ] L] °
EM DCMTO070204-EM 0.4 |0.19-2.25|0.06-0.17 L3N [ 3]
DCMTO070208-EM 0.8 |0.38-2.25|0.08-0.23 * O .
' DCMT11T304-EM 0.4 |0.25-3.00(0.08-0.23 e e e 0
DCMT11T308-EM 08 | 0530 | 0.1-03 e ®
Medium Cut
@ Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-SC SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
- —r ¥ i~ -
A237 A238 A239 A274 A275 A276 A277
S***_.SDQCR/L S***.SDUCR/L S***.SDZCR/L E***.SDQCR/L
Kr: 107°30 Kr:93° Kr: 85° Kr: 107°30'
]
o %
A295 A296 A297 A315
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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General turning Positive inserts

(@] Ideal machining conditions DCMT L 1.C 5 d
€3  Normal machining conditions 07 02 7.8 6.35 | 2.38 2.8
Turning inserts g%  Unfavourable machining conditions 1173 | 116 | 9525 ] 3.97 | 44
DC** positive insert HC (CVD) HC' (PVD) HT | HC? HW
55° P |IOOBBE% BHRBO0B0
-]
oLC 7\\ {7 M 06 oosasloao
K cosee
N Ole) o
S QO®BeE o
H
m m & o
IS0 r| a f 203 nbigcninlsoSRegDgh |5
P BoU0JU0U=S=00R0o|lco0R30|CEIL (2R
OO oDODOoDdonDdDDooooon|Z =2 0o
SrErsErEr>arE>ar>EraE>mEEE s E
HM DCMT070204-HM 0.4 10.19-2.25|0.06-0.17 o0 0 o L[] e [
DCMT070208-HM 0.8 10.38-2.25|0.08-0.23 o e 0 o L[] ° °
/8 / | ocmT117304-HM 0.4 |0.25-3.00{0.08023 e e 8 © e o e o
DCMT11T308-HM 0.8 | 0.5-3.0 | 0.1-03 o0 e o] [ ] ° []
Medium Cut[ DCMT11T312-HM 1.2 | 0630 |012-036] oo e © olllo
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-5C SDHCR/L-SC SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93 Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
-y s -
® o < &
A237 A238 A239 A274 A275 A276 A277
S***.SDQCR/L S***.SDUCR/L S***.SDZCR/L E***.SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
A295 A296 A297 A315
System code A42 Grade selection A40 Technical info Ad47 Cutting data > A324
&>
A114 ”
2CC.CT



Positive inserts General turn ing

O Ideal machining conditions DC** L 1.C 5 d
€3 Normal machining conditions 07 02 78 635 | 2.38 28
Turning inserts 4% Unfavourable machining conditions 1173 | 116 [9525] 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
55° P QO@B&BH% SHSO B0
(-]
pa. >\\ (7 M 08 00888080
K coLeL
e N @@ O &
S S (@I X AREL O &3
H
m m b4 Y
IS0 r| a fo2RQoRAnnEacRanccSR8ghRn (oo
? BC0000==00R0c0000a0BoRE 28
DO OO ODOoODIDDOODODODoOodomnon@|lZ Z2 O EY
> > 3> > 3> > > >> > > >>>>>> x> > > >
Flat DCMW11T304 0.4 |0.5-5.0|0.05-0.20 o]
DCMW11T308 0.8 |04-50| 0.1-04 o]
&
Medium Cut
HR DCMT11T304-HR 04 1-4 0.1-0.3 o] o] e} L]
DCMT11T308-HR 0.8 1-4 ]0.12-035 ° [} o
/88 / | DCMT11T312-HR 12 |12-40[014042| © @ o o
Roughing
DCGX070201-LC 0.1 |]0.3-4.0|0.05-0.10 L[]
LC DCGX070202-LC 0.2 |0.3-4.0|0.05-0.15 [ ] ]
@_, ¢ DCGX070204-LC 04 |0.54.0| 0.1-03 ] ]
DCGX11T302-LC 0.2 |0.3-5.5|0.05-0.15 ] ]
Aluminium | DCGX11T304-LC 04 |0.5-55]| 0.1-03 L[] L[]
Machining | bcGX11T308-LC 0.8 [0.5-550.15-0.60 ° °
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-SC SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
- —r ¥ i~ -
A237 A238 A239 A274 A275 A276 A277
S***.SDQCR/L S***.SDUCR/L S***.SDZCR/L E***.SDQCR/L
Kr: 107°30' Kr: 93 Kr: 85° Kr: 107°30'
]
\& %
A295 A296 A297 A315
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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General turning Positive inserts

(@] Ideal machining conditions DCGX L 1.C 5 d
€3  Normal machining conditions 07 02 7.8 6.35 | 2.38 2.8
Turning inserts g%  Unfavourable machining conditions 1173 | 116 | 9525 ] 397 | 44
DC** positive insert HC (CVD) HC' (PVD) HT | HC? HW
55° P |IOOBBE% BHRBO0B0
-]
oLC 7\\ {7 M 06 00888060
K cosee
N Ole) o
S QO®BeE o
H
m m & o
IS0 r|oa, f [Eo Ao R8s 200588888 nnh (oo
BoOU000==80Rooloooadsolo i~
OO oDODOoDdonDdDDooooon|Z =2 0o
SrErsErEr>arE>ar>EraE>mEEE s E
DCGX070202-LH 0.2 {0.3-4.0|0.05-0.15 ] o] °
LH DCGX070204-LH 04 (0.5-4.0| 0.1-03 ] o °
/% / | DCGX070208-LH 0.8 |0.5-4.0|0.15-0.60 o °
F AN
DCGX11T302-LH 0.2 |0.3-5.5|0.05-0.15 [ ] [] °
Aluminium | DCGX11T304-LH 04 |0.5-55| 0.1-03 [} ]
Machining | ncGx117308-LH 08 [0.5-5.5/0.15-0.60 o .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-5C SDHCR/L-S5C SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
oy - i -~
® ® & ®
A237 A238 A239 A274 A275 A276 A277
S**.SDQCR/L S***.SDUCR/L S***.SDZCR/L E***.SDQCR/L
Kr: 107°30" Kr: 93° Kr: 85° Kr: 107°30'
K ) |
\; 2
A295 A296 A297 A315
System code A42 Grade selection A40 Technical info Ad47 Cutting data > A324
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Positive inserts General turn ing

O Ideal machining conditions DPGT L 1.C 5 d
€3 Normal machining conditions 07 02 78 635 | 2.38 28
Turning inserts 4% Unfavourable machining conditions 1173 | 116 [9525] 397 | 44
DP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
55° . P QO@B&BH% (R R (@F] @)
— xR M 08 006 8E0s[0
s | K 0086S
= N @@ O &
r s S (@I X AREL O &3
H
m m b4 Y
g BCO0U0S=80R0c00CORBYICEC |28
DO OO ODOoODIDDOODODODoOodomnon@|lZ Z2 O EY
> > 3> > 3> > > >> > > >>>>>> x> > > >
SF DPGT070202-SF 0.2 |0.05-2.00|0.05-0.15 (v} ]
DPGT070204-5F 0.4 |0.05-2.00|0.05-0.30 (] ]
@ DPGT11T304-5F 0.4 |0.05-2.00| 0.1-03 L] .
DPGT11T308-5F 0.8 |0.05-2.00| 0.1-04 o} s}
Finishing
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
S***.SDQPR/L S***.SDUPR/L C***.SDQPR/L
Kr: 107°30' Kr: 93¢ Kr: 107°30'
A307 A308 A314
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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Ge neral turni ng Positive inserts

RC** L 1.C 5 d
A 08 03 8 8 3.18 3.36
10 T3 10 10 3.97 36
12 04 12 12 476 444
O Ideal machining conditions 16 06 16 16 6.35 5.5
o €3  Normal machining conditions 20 06 20 20 6.35 6.5
E Turning inserts %8 Unfavourable machining conditions 2507 | 25 25 794 ) 77
-
=
= RC** positive insert HC' (CVD) HC! (PVD) HT | HC? HW
P [OOSBHEE SHBOB0
M Q&8 QO8a83080
K COBLB
B N 00 o
S QOBDH O
H
m m e b
NN — ™ — ™~ ™ N MNl— O 0N (T B o ] Bl 0 Bl
> 150 % | f |R2RRRR2NB8ERRNER8 8 R0 55
c wUUJUUUEZoo~ro0olououe vyglQg 9 = o
= oo oooOCoOoomo@oocooo@aZ 22 0o
= = sy Ximsn X3 >R ESENIS S
= . RCGT1204MO 0.5-5.0 |0.1-0.4 o]
Basic
Medium Cut
C RCMTO0803MO 0.5-3.0 |0.1-0.4 L] °
Basic | RcMT10T3MO 0.5-4.0 |0.1-0.5 o e ° o
. RCMT1204MO 0.8-5.0 |0.1-0.6 [ A [ ] . (s}
v RCMT1606MO 1-6 |0.1-0.8 [ N . o 0e
o 4 2
g Medium Cut RCMT2006MO 1.2-8.0 |0.1-1.0 [ O
% RCMT2507MO 1.4-10.010.1-1.2 o e e
o LH RCGX0803MO-LH 14 [0.2-05
OI I RCGX1204MO-LH 1.2-5.0 |0.2-06 .
Aluminium
Machining
D ® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
=
© 0
g "g Tool holder
T 5 SRDCN SRGCR/L
&=
£
A254 A255
x
v
Y
£
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324
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Positive inserts General turn ing

RCMX L LE S d
08 03 8 8 3.18 3.36
10 03 10 10 3.18 4.4
12 04 12 12 476 4.4
16 06 16 16 6.35 55
@ Ideal machining conditions 20 06 20 20 6.35 6.5
€3 Normal machining conditions 25 07 25 25 7.94 7.2
Tl.ll'l‘lil‘lg inserts 4% Unfavourable machining conditions 32 09 32 32 9.52 | 10.2
RC** positive insert HC' (CVD) HC (PVD) HT | HC? HW
7° P QO@BBHR R (O] @)
. {r’ M 06 0088090
) = K 00BGS
N od |
N o0 o8
L ‘ S COLB8ee O €3
H
m m b o
IS0 a f Emﬁﬁﬁﬁﬂﬂggﬁggaggﬁﬁ{ﬁﬁﬁﬁ e
— ntn (n 6] (6] —
SRREREEER2 528883888252 a8
>SS >r e > mSEE | ==
RCMX0803MO 0.5-4.0] 0.1-05 e e
Basic | RCMX1003MO 0.5-5.0| 0.1-06 oe e
_ ; ' RCMX1204MO 1-6 0.1-0.8 0O e @ e}
\ " RCMX1606MO 1-7 02-09 O @0 [} o o]
" RCMX2006MO 1-9 02-1.0 o0 e ] [}
Light
Roughing RCMX2507MO 2-10 (025120 © e °
RCMX3209MO 2-13 10.25-140 0O e e o
Basic | RCMX2507MO-1 29 | 0.1-04 o o
C/
Light
Roughing
Basic | RCMX3209MO-PV 3-12 | 0.1-04 cee
C/
Light
Roughing
@ Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324
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General turning Positive inserts

(@] Ideal machining conditions SCMT L 1.C 5 d
€3  Normal machining conditions 09713 | 9525 | 9.525 | 3.97 44
Turning inserts g%  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
% P |IOOBBES L8080
e o N {Z M o8 00B8s0s0
. 7 ~ Ly
~£N | K 00HBE
N LS
N\ N 00 o)
S -~ e,
r L S S QO8BeE o
H
mNN-—N.—mmNNmNg-—NmOmN‘—.—B
IS0 r| a f [§eEoBcES8eE Rl 2l 2l siS
P BU0000==ccRoalbboRuuuElu =&
OO DODOoOOD0OO0NDODooooo@mZE 22 Oo0
=l rlErErlE - E R E R E R =
AHF SCMTO09T304-AHF 0.4 | 0.5-3.0 |0.05030|e .
E SCMTO09T308-AHF 0.8 | 0.5-3.0 |0.05040|e . .
Finishing
EF SCMTO09T302-EF 0.2 |0.07-2.00|0.05-0.15 o
SCMTO09T304-EF 0.4 |0.11-2.00|0.06-0.23
' SCMTO09T308-EF 0.8 |0.15-2.00|0.08-0.30
Finishing
SCMTO09T304-EM 0.4 |0.25-3.00|0.08-0.23 0 O ]
SCMTO09T308-EM 0.8 | 0.5-3.0 | 0.1-03 LN ] ]
SCMT120404-EM 04 | 0.3-3.6 |0.09-0.27 G O [ ]
SCMT120408-EM 0.8 | 06-3.6 |0.12-0.36 o o [ ]
Finishing SCMT120412-EM 1.2 |0.72-3.60(0.14-043 e} L[]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
Tool holder
SSBCR/L SSDCN SSKCR/L SSSCR/L S***_SSKCR/L
Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75°
A245 A246 A247 A248 A298
System code A42 Grade selection A40 Technical info Ad47 Cutting data > A324

A120



Positive inserts General turn ing

O Ideal machining conditions SCMT L 1.C S d
€3 Normal machining conditions 09713 | 9525|9525 | 397 | 44
Turning inserts 4% Unfavourable machining conditions 1204 | 127 | 127 | 476 | 5.6
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
90 P QO@B&BH% (R R (@F] @)
se s A {Z M 06 oosaagloslo
B - N e
~ NN " I | K 0086S
L\ N 00 o6
r L S S QOBHBH O &3
H
m m b4 Y
ISO rloa fo|2RQc@n0Hgc2inScSRegngln [
8uuuuu£280hcowwumuwwh0 28
OO DOoNOoDODOO0NDoDDoadaoomon |l 22 O EY
e e e e e P > =
HE SCMT09T302-HF 0.2 [0.15-2.00|0.05-0.15 L]
SCMT09T304-HF 0.4 (0.11-2.00|0.05-0.23 LN L]
Q' SCMTO09T308-HF 0.8 |0.15-2.00|0.05-0.30 ° o]
—
Finishing
HM SCMT09T304-HM 0.4 (0.25-3.00|0.08-0.23 e e e e} °
3 2 SCMTO09T308-HM 0.8 | 05-3.0 | 0.1-03 e 0 0 [} L] o]
mf SCMT120404-HM 04 | 03-36 |0.09-0.27 ®0e
WY | scMT120408-HM 08 | 06-36 |0.12:036] c e e @ e o o
Medium Cut| SCMT120412-HM 1.2 |0.72-3.60|0.14-0.43 e e
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SSBCR/L SSDCN SSKCR/L SSSCR/L S***.SSKCR/L
Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75°
/
A245 A246 A247 A248 A298
System code » A42 Grade selection *  A40 Technical info Ad47 Cutting data A324
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General turning Positive inserts

(@] Ideal machining conditions SC* L 1.C 5 d
€3  Normal machining conditions 09713 | 9525 | 9.525 | 3.97 44
Turning inserts g%  Unfavourable machining conditions 1204 | 127 | 127 | 476 |5.565.5
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
90 P |IOOBBES BHRBO0B0
e [ A {Z M 08 00868080
- s A et
~ N | K 00HBE
N I
N N 00 o)
r L S S QO®BeE o
H
o~ ~ M Mmooy NH-—NI—P\ LnN‘—._E
150 N N N R Bl B R ) R R e i
BoOU000==80Rooloooadsolo i~
OO oDODOoDdonDdDDooooon|Z =2 0o
e e o pe e e e D e e e | e | IS
SCMT09T304-HR 0.4 | 0.2-4.0 |0.05-0.40 o e e o o] o]
HR SCMT09T308-HR 0.8 1-4 0.12-0.35 o e 0 ] L[] °
“ SCMT09T312-HR 1.2 | 1.2-4.0 (0.14-0.42 o
— SCMT120404-HR 0.4 | 0.5-4.0 |0.05-0.50 o o]
.
. SCMT120408-HR 0.8 | 1.2-48 |0.14-042 L] o °
Roughing
SCMT120412-HR 1.2 |1.44-4.80(0.17-0.50 [ ] o
LC SCGX09T304-LC 0.4 | 0.5-5.0 | 0.1-05 L]
ﬁ SCGX09T308-LC 0.8 | 0.5-5.0 |0.15-0.60
gw._; i SCGX120408-LC 0.8 1-7 0.15-0.60 °
Aluminium
Machining
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SSBCR/L SSDCN SSKCR/L SSSCR/L S***_SSKCR/L
Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75°
A245 A246 A247 A248 A298
System code A42 Grade selection A40 Technical info Ad47 Cutting data > A324

A122



Positive inserts General turn ing

Turning

O Ideal machining conditions SCGX L 1.C S d
€3 Normal machining conditions 09 T3 | 9525 | 9.525 | 3.97 44
Turning inserts 4% Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
%0 P QO@B&BH% (R R (@F] @)
oc = _N g M o ocoasgoalo
. < Y ek
~E7T | K 0086S
wvor I
. i N 00 08
1 iy 5 00889 08
H
W=~ MM ey NH‘—NQON'—.——E
IS0 r| oa f |ginisinisin 8 g ol nioB ol iolinigln =i
8 gGUUGnggoﬁcoowﬁgungg 28
N N - R E S
LH SCGX09T302-LH 0.2 |0.5-4.0|0.05-0.15 lo] L[]
— SCGX09T304-LH 04 |0.54.0| 0.1-03 lo] L[]
\I l | | SCGX09T308-LH 0.8 |0.5-4.0|0.15-0.60 L[]
SCGX120408-LH 0.8 |0.5-5.0|0.15-0.60 lo] [ ]
Aluminium
Machining
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SSBCR/L SSDCN SSKCR/L SSSCR/L S***.SSKCR/L
Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75°
A245 A246 A247 A248 A298
Systemcode  A42 Grade selection *  A40 Technical info A447 Cutting data A324
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General turning Positive inserts

O Ideal machining conditions SPMW L 1.C 5 d
€3  Normal machining conditions 09713 | 9525 | 9.525 | 3.97 44
Turning inserts g%  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
SP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
oFf P |IOOBBES L8080
-]
oc [T~ A {11 M o8 00BBEHOBIO
B v N\
~K N ot 1 K 00BHS
N N 00 o
L S S QO®BeE o
H
o~ ~ M Mmooy NH-—NI—P\ mN‘—._E
150 r| oa f [gigciab@gonioscdalngoil- =
° Bo0000ss=8a0RoolocoRdBCElc 2R
OO oDODOoDdonDdDDooooon|Z =2 0o
SrErsErEr>arE>ar>EraE>mEEE s E
SPMWO09T304 04 (0.5-4.0|0.1-04 o o]
Flat | spmwosT308 08 |05-4.0[02-04 o
. SPMW120408 0.8 1-6 |0.3-0.6 o
L]
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324

A124




Positive inserts General turn ing

Turning inserts

TBGH L 1.C S d
06 01 6.87 | 397 | 1.59 2.2

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

TB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P QO@B&BH% (R R (@F] @)
M O QO&BEB080
K coLeL
o'l N 00 o8
5 oLl s 00BBS 08
H
m m b4 Y
IS0 r| a fo2RQoRAnnEacRanccSR8ghRn (oo
? BCO0U0S=80R0c00CORBYICEC |28
DO OO ODOoODIDDOODODODoOodomnon@|lZ Z2 O EY
> > 3> > 3> > > >> > > >>>>>> x> > > >
TBGHO060102L 0.2 |0.5-3.5|0.05-0.40 ° °
TBGHO060104L 0.4 ]0.5-3.5|0.05-0.40 lo] °
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Systemcode  A42 Grade selection * A40 Technicalinfo » A447 Cuttingdata » A324
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Ge neral turni ng Positive inserts

TCGT L 1.C 5 d
©  Ideal machining conditions 06 T1 687 | 397 | 1.98 22
& Normal machining conditions 0902 | 963 | 556 | 2.38 25
Turning inserts &% Unfavourable machining conditions no | n 635 | 3.18 | 28
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P [OOGHEHE L8806 0
M O QOE8HHOS0
K COBHLB
o | N 00 o8
S QO0BB&H O
H
mmm-—m.—mmwwmmt‘rd'—wmcmm-—._g
IS0 r a f |gegQesddgSgoilesoagedmd o
. B00000==8alaalcooaoololo |28
OO OoODoOODOdDO0DnDDDoooDoo@od|Z (=2 O ey
B 3 D D il 3w e T e ipee o | S B D g - | 2o | B || -
TCGTO6T102-SF 0.2 |0.05-2.00|0.05-0.15 °
SF TCGT090202-SF 0.2 |0.05-2.00|0.05-0.15 o o
TCGT090204-SF 0.4 |0.05-2.00| 0.1-03 L
& TCGT090208-SF 0.8 |0.05-2.00|0.10-0.35 ®
TCGT110302-SF 0.2 |0.05-2.00|0.05-0.15 s}
Finishing | TCGT110304-SF 0.4 |0.05-2.00| 0.1-03 L] L]
TCGT110308-S5F 0.8 |0.05-2.00|0.10-0.35 o
USF TCGT110301L-USF 0.1 | 0.2-2.0 |0.03-0.08 (a]
TCGT110302L-USF 0.2 | 0.2-2.0 |0.05-0.18
Finishing
- TCGT110301R-USF 0.1 | 02-20 {0.03-0.08 .
TCGT110302R-USF 0.2 | 0220 |0.05-0.18
Finishing
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
STGCR/L E***.STFCR/L
Kr:91° Kr: 907
A251 A319
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324
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TCMT L 1.C 5 d
O Ideal machining conditions 0902 | 963 | 556 | 2.38 2.5
€3 Normal machining conditions 1102 1 6.35 | 2.38 28
Turning inserts g% Unfavourable machining conditions 1613 | 165 |9.525| 3.97 | 44
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBSBH% L8080
M o8 CO8BSB|0B|0O
K QO8N
N 0 (@X)
S COoLBB (@F
H
. legsrarBancenfsasgealsgls
150 r a = in ey o I O Snhoocoan oy n —
* BoU000==80Ronlc0oR0UCEC |28
DD oD ODOODODODO0ODOO0@DOoO0oonoapB|lZ 22 [ala
e - (D D Ul - (e D D D we Sl - il D (3R e (] D D] =
AHF TCMT110204-AHF 04 | 02-25 |0.05-030|e ]
TCMT110208-AHF 08 | 0225 | 0.1-04 |e [ ]
é TCMT16T304-AHF 04 | 05-3.0 |0.05-030|e L[]
” TCMT16T308-AHF 08 | 0535 | 01-04 |e [ ]
Finishing
TCMT090202-HF 0.2 |006-1.70/0.03-013| o0 e e o
TCMT090204-HF 04 | 0.1-1.7 |0.05-019 o e o
HF TCMT090208-HF 0.8 |0.15-1.70|0.10-0.25 o e
P TCMT110202-HF 0.2 |0.08-2.00|0.05-0.20 LI L]
. TCMT110204-HF 04 | 0.1-2.0 |0.05-0.30 L ] 5] [ ]
S TCMT110208-HF 0.8 | 0.1-2.0 |0.05-0.35 e e O o L]
Finishing
TCMT16T304-HF 0.4 |0.11-2.00|0.05-0.23 0O e e o]
TCMT16T308-HF 0.8 | 0.2-35 |0.05-0.30 L] L]
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S***_STFCR/L E***-STFCR/L
Kr: 90" Kr: 91° Kr:91° Kr: 60° Kr:91° Kr: 90°
g
=D
A249 A250 A251 A252 A300 A319
Systemcode  A42 Grade selection *  A40 Technicalinfo * A447 Cuttingdata » A324
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General turning Positive inserts

TCMT E LE 5 d
@) Ideal machining conditions 0902 | 963 | 556 | 2.38 25
€ Normal machining conditions 1102 n 635 | 238 28
Turning inserts &% Unfavourable machining conditions 16713 [ 165 | 9525 ] 3.97 | 44
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P|IOOGBHS LBBOB0
= M 08 ocogaaogo
K COBHLB
o N 00 08
7= S QO0BB&H o8
H
mmm-—m.—m"‘wwmmgv—mmcmw'—ﬁg
IS0 r a f |gegQesddgSgoilesoagedmd o
. BUoU00==8a0Rkocolcooaoolollo (28
OO OoODoOODOdDO0DnDDDoooDoo@od|Z (=2 O ey
=>EsErsmsErdrEySSEESEESESENEE
TCMT090202-EF 0.2 10.06-1.70|0.03-0.13 °
EF TCMT090204-EF 0.4 | 0.1-1.7 |0.05-0.19 o]
TCMT110202-EF 0.2 | 0.2-2.0 |0.05-0.13 o]
A TCMT110204-EF 0.4 | 0.2-2.0 |0.05-0.20 o
TCMT110208-EF 0.8 | 0.2-2.0 |0.05-0.30 o
Finishing TCMT16T304-EF 0.4 | 0.3-3.0 |0.05-0.23 (]
TCMT16T308-EF 0.8 | 0.3-3.0 | 0.1-04 e
TCMT090204-EM 0.4 10.19-2.25|0.06-0.17 ° o]
EM TCMTO090208-EM 0.8 10.38-2.25|0.08-0.23 °
TCMT110204-EM 0.4 | 0.2-2.7 |0.05-0.30 (o] e O
TCMT110208-EM 0.8 | 0.8-2.7 |0.08-0.30 ° o
Medium Cut TCMT16T304-EM 0.4 10.25-3.00|0.08-0.23 ° [}
TCMT16T308-EM 0.8 | 0.5-3.0 0.1-0.3 LI °
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S**.STFCR/L E***-STFCR/L
Kr: 90° Kr:91° Kr:91° Kr: 60° Kr:91° Kr: 90°
S
'E’
=
A249 A250 A251 A252 A300 A319
System code A42 Grade selection A40 Technical info Ad447 Cutting data A324
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Positive inserts General turn ing

JE L LE S d
09 02 9.63 5.56 2.38 25
@ Ideal machining conditions 1102 1 635 | 238 | 28
€3 Normal machining conditions 16 13 165 | 9.525 | 3.97 44
T“"ﬂiﬂg inserts g% Unfavourable machining conditions 2204 22 127 | 476 | 55
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOB@BH% R (@) @]
2 M 06 cogagoalo
K coBas
- N 00 BE
7°E S COBBa O3
H
m m b o
IS0 r| a foRARoRnbRacRan5S88]880 Q0 (oo
¥ QGuUquEcoﬂaowquuuUEo =i
Seocpprreesegepedaegzele (e
TCMW16T308 0.8 | 0.5-5.0 |0.05-0.60 o
Flat
-
|
Medium Cut
TCMT090204-HM 04 |0.19-2.25|0.06-0.17 e e 0 L] [ ]
HM TCMT090208-HM 0.8 (0.38-2.25|0.08-0.23 o oe o
TCMT110204-HM 04 | 02-2.7 |0.07-0.20 e e 0 e} ° [} (o]
= TCMT110208-HM 08 | 0527 | 0.1-03 ® 0 e L[]
| TCMT16T304-HM 0.4 |0.25-3.00(0.08-023| e e e e °
Medium Cut| TCMT16T308-HM 0.8 | 0530 | 0.1-03 s e e e o °
TCMT16T312-HM 1.2 | 06-3.0 |0.12-0.36 O e e o
TCMT090204-HR 04 | 05-3.0 | 0.1-03 o e
TCMT090208-HR 0.8 | 0.5-3.5 |0.08-0.50 0 0 o
HR TCMT110204-HR 04 | 05-3.0 | 0.1-04 o e
TCMT110208-HR 0.8 1-4 0.1-0.5 o e
=
— TCMT16T304-HR 04 | 0540 | 01-04 [N ] °
. TCMT16T308-HR 0.8 1-4 0.12-0.35 e e 00 °
Roughing
TCMT16T312-HR 1.2 | 1.2-4.0 |0.14-042 o] L] o O
TCMT220408-HR 08 | 1.2-48 |0.14-042 LI N ] °
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S***_.STFCR/L E***-STFCR/L
Kr: 90° Kr: 91° Kr: 91° Kr: 60° Kr:91° Kr: 90°
-
'e
s
A249 A250 AZ251 A252 A300 A319
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324
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General turning Positive inserts

A130

(@] Ideal machining conditions TCMT L 1.C 5 d
A €3  Normal machining conditions 22 04 22 12.7 | 476 5.5
Turning inserts g%  Unfavourable machining conditions
TC** positive insert HC (CVD) HC' (PVD) HT | HC? HW
- P |IOOBBES L8080
c
‘E M O QOEBB308/0
-
= K cosee
N Ole) o
S QO®BeE o
H
m m & o
B IS0 r e f 203 nbigcninlsoSRegDgh |5
BoOU000==80Rooloooadsolo =~
OO oDODOoDdonDdDDooooon|Z =2 0o
SrErsErEr>arE>ar>EraE>mEEE s E
TCMT220408 0.8 [1.2-4.8|0.14-042 ° °
Basic
g
= w
E .
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
o
£
E
O
c
© 0
g 5
£E
¥ o
(7]
=
x
v
Y
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System code A42 Grade selection A40 Technical info Ad47 Cutting data A324



Positive inserts General turn ing

TCGX L 1.C S d
0902 | 963 | 556 | 238 2.5
1102 11 6.35 | 2.38 28

O Ideal machining conditions

€3 Normal machining conditions

Turning inserts g% Unfavourable machining conditions 1613 | 165 |9.525| 3.97 | 44
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OODBSBH% L8080
S
M o8 CO8BSB|0B|0O
K QO8N
- N 00 oo
7= S COoLBB (@F]
H
; legararBancenfsasgealsgla
IS0 r a = e W e N b - g — — oo
P BC0000==060Rcnloooauoelle |28
Do OO0 ODODODO0O0OO0@DOoO0oonoa|lZ Z|2 [ala
5= O Dm =il - 3 - (B D -l Dl D e e (B D D] =
TCGX090202-LC 0.2 |0.3-4.0|0.05-0.15 L[] L[]
LC TCGX090204-LC 04 |0.54.0| 0.1-03 ] ]
& TCGX110202-LC 0.2 |0.3-5.0|0.05-0.15 [ ] L[]
A, | 1c6X110204-LC 04 [0550[ 0.1-03 ° o
TCGX110208-LC 0.8 |0.5-5.0|0.15-0.60 L[] ]
Aluminium
Machining | TCGX16T304-LC 04 [05-70| 0.1-03 ° °
TCGX16T308-LC 0.8 |0.5-7.0|0.15-0.60 ] ]
TCGX090202-LH 0.2 |0.3-4.0|0.05-0.15 lo] ]
TCGX090204-LH 04 |0.54.0| 0.1-03 L[]
LH TCGX110202-LH 0.2 |0.3-5.0|0.05-0.15 lo] L[]
~' TCGX110204-LH 0.4 |0.5-5.0] 0.1-0.3 ]
I’_‘ TCGX110208-LH 0.8 |0.5-5.0|0.15-0.60 ]
Aluminium | TCGX16T302-LH 0.2 |0.5-7.0|0.05-0.15 ]
Machining | ycGX16T304-LH 04 |05-7.0| 0.1-03 o °
TCGX16T308-LH 0.8 |0.5-7.0|0.15-0.60 ]
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S***.STFCR/L E***.STFCR/L
Kr: 90" Kr: 91° Kr: 91° Kr: 60° Kr:91° Kr: 907
5
‘i e
=7
A249 A250 A251 A252 A300 A319
System code A42 Grade selection * A40 Technical info Ad47 Cuttingdata .~ A324
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General turning Positive inserts

A132

(@] Ideal machining conditions TPGH L 1.C 5 d
A €3  Normal machining conditions 0902 | 963 5.56 | 2.38 2.8
Turning inserts g%  Unfavourable machining conditions 11 03 1 635 | 3.18 | 3.18
TP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
- P |IOOBBES L8080
c
£ M o8 ocoBsaloso
-
= K cosee
ol N 00 o8
v 3 00BHS 0
H
m m & o
B IS0 r e f |28 QconbigcninlscSRegDn |52
Bo0000s=8a0RoolocoRIGCElc 2R
OO oDOODOooDdOoNDdDDooooon|Z == 0o
B SR > e > > e e > S IS|IE LIS
TPGHO090202L 0.2 (0.2-3.0|0.05-0.15 ] LI
TPGH090204L 04 (0.2-3.0|0.05-0.30 ] L
E’ TPGH110302L 0.2 (0.2-3.5|0.05-0.15 ] L]
E Stiper TPGH110304L 04 |0.2-3.5|0.05-0.30 [ ] e e
Finishing
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
o
£
E
O
c
© 0
g 5
£E
¥ o
(7]
=
x
v
Y
£
System code A42 Grade selection A40 Technical info Ad47 Cuttingdata =~ A324



Positive inserts General turn ing

Turning

Milling

A

Drilling

O

Technical
Information

Index

O Ideal machining conditions TPGT L 1.C 5 d
€3 Normal machining conditions 0902 | 963 | 556 | 238 25
Turning inserts 4% Unfavourable machining conditions 1103 n 635 | 318 | 28
TP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P QO@B&BH% (R R (@F] @)
M O QO&BEB080
K coLeL
o1 N 00 o8
s s 008BH 06
H
m m b4 Y
IS0 e oa f gﬁﬁﬁaaamgé‘ﬁg,ﬂ%aggﬁ%%éﬁﬁ S5
— man (0 ) (] —
SEREREEERRaRRRRRRREZE a2
> > 3> > 3> > > >> > > >>>>>> x> > > >
TPGT090202-SF 0.2 |0.05-2.00|0.05-0.15 ]
SF TPGT090204-SF 0.4 (0.05-2.00|0.05-0.25 (o] L] °
TPGT090208-5F 0.8 |0.05-2.00|0.05-0.35 L]
TPGT110302-5F 0.2 |0.05-2.00|0.05-0.15 ®
o TPGT110304-S5F 0.4 |0.05-2.00|0.05-0.25 o]
Finishing
TPGT110308-S5F 0.8 |0.05-2.00|0.05-0.35 o}
® Ex stock © On demand HC'  Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
S***.STUPR/L C***.STUPR/L E***-STFPR/L
Kr: 937 Kr: 93° Kr: 90°
/ = _,--//
\/ \/ 2
A309 A318 A320
System code A42 Grade selection *  A40 Technical info Ad47 Cutting data A324
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General turning Positive inserts

(@] Ideal machining conditions VCGT L 1.C 5 d
A €3  Normal machining conditions 1103 11 6.35 3.18 2.8
Turninginserts g%  Unfavourable machining conditions 1604 | 165 | 9525 | 476 | 44
VC** positive insert HC (CVD) HC' (PVD) HT | HC? HW
- P |IOOBBES L8080
c
‘E M O QOEBB308/0
-
= K cosee
N Ole) o
S QO8BeE o
H
m m b v
B s | . | ¢ |e2gzazsggsectsssgsgegs [5a
wUUJUUUZZoo~000lvuoue wglle9 = o
OO DODOoOOD0OO0NDODooooo@mZE 22 Oo0
=l rlErErlE - E R E R E R =
HF VCGT110304-HF 04 | 0.2-2.0 |0.05-0.30 . ]
o
£ ~—
= .
Finishing
NF VCGT160408-NF 0.8 | 02-20 | 0104 o e
c Finishing
SF VCGT110302-5F 0.2 |0.05-1.00|0.05-0.15 o 00
VCGT110304-5F 0.4 |0.05-1.00|0.05-0.25 [e} ]
@ VCGT160404-SF 0.4 |0.05-1.50|0.05-0.25 [
o
£
E Finishing
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
D Tool holder
SVVCN SVICR/L SVACR/L-SC SVICR/L-SC S***_SVQCR/L S***.SVVUCR/L C***.SVQCR/L
Kr: 72°30' Kr:93° Kr: 90° Kr:93° Kr: 107°30° Kr:93° Kr: 107°30
=
© 0
57 5
=
i @™ :
Y5
(7]
e
A243 A244 A278 A279 A302 A303 A321
C***.SVUCR/L
Kr: 937 -
"/
= _
= A322
=
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324
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Positive inserts General turn ing

O Ideal machining conditions VCGT L 1.C 5 d
€3 Normal machining conditions 1103 11 635 | 3.18 28
Turning inserts 4% Unfavourable machining conditions 1303 | 138 | 794 |3.175| 34
VC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P QO@B&BH% (R R (@F] @)
M O QO&BEB080
K coLeL
N @@ O &
S (@I X AREL O &3
H
m m b4 Y
. BCO00U0=S=80R000CORBYCEC |28
Do OO ODO0OODDOO0O0ODododonon@n|lZ Z2 O EY
el e g P > =
USF VCGT110301L-USF 0.1 |0.05-2.00|0.03-0.08 ]
VCGT110302L-USF 0.2 |0.05-2.00|0.05-0.18 L]
Finishing
USF VCGT110301R-USF 0.1 |0.05-2.00|0.03-0.08
VCGT110302R-USF 0.2 |0.05-2.00|0.05-0.18 ]
Finishing
VCGT130304 0.4 1-5 0.1-0.3 []
® Ex stock © On demand HC' Coated carbide
HT Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SVVCN SVIJCR/L SVACR/L-SC SVIJCR/L-5C S***.SVQCR/L S***_SVUCR/L C***.SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30" Kr:93° Kr: 107°30'
= °
A243 A244 A278 A279 A302 A303 A321
C***_SVUCR/L
~ Kr:93*
) A322
System code A42 Grade selection * A40 Technical info Ad47 Cutting data A324

A135

Turning

Milling

A

Drilling

O

Technical
Information

Index



General turning Positive inserts

VCGX E LE 5 d
A QO  Ideal machining conditions 1103 n 6.35 3.18 28
€ Normal machining conditions 1604 | 166 | 9525 | 476 44
Turning/Milling inserts &% Unfavourable machining conditions 2205 | 22 | 127 | 556 | 55
o VC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
E P|IOOGBHS LBBOB0
-
= M O QOE8HHOS0
K COBHLB
N sle) O
S QO0BB&H o8
B :
mmm-—m.—m"‘wwmmgv—mmcmw'—ﬁg
ISO r| oa f |R28RRRE2S82R22e22aRR 282 |55
. BUoU00==8a0Rkocolcooaoolollo (28
OO OoODoOODOdDO0DnDDDoooDoo@od|Z (=2 O ey
=>EsSrsmsErdrEYySSESEESESENEE
VCGX110301-LC 0.1 [0.3-3.0|0.05-0.10 L] L[] L]
E’ VCGX110302-LC 0.2 {0.3-3.0|0.05-0.15 L] o L]
E LC VCGX110304-LC 04 (0.5-3.0| 0.1-0.3 ° L]
E;} VCGX110308-LC 0.8 1-3 0.1-0.5 L] L]
VCGX160404-LC 04 (0.5-5.0| 0.1-0.3 L] L]
Aluminium | VCGX160408-LC 0.8 [0.5-5.0|0.15-0.60 ° L]
Machining [*ycGx160412-LC 12 [05-5.0]0.15-0.80 o .
c VCGX220530-LC 3 |0.5-7.0|0.25-1.00 ° o e
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
g
) Tool holder
5 SVVCN SVICR/L SVACR/L-5C SVICR/L-5C S***.SVQCR/L S***.SVVUCR/L C***.SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30' Kr: 93° Kr: 107°30'
A243 A244 A278 A279 A302 A303 A321
= C***.SVUCR/L
E o Kr:93®
2% —
= E
S B /
(7]
= /
= ™
e
A322
x
v
Y
=
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324
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Positive inserts General turn ing

VCGX L 1.C S d
1102 11 6.35 | 2.38 2.8
11 03 11 6.35 | 3.18 28
16 04 | 166 | 9.525 | 4.76 44

@ Ideal machining conditions
€3  Normal machining conditions

T“r“iﬂngi"ing inserts g% Unfavourable machining conditions 22 05 22 127 | 556 | 55
VC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOB@BH% R (@) @]
M (@1 COaB8808l0
K coBas
N oo \@E
S COBBa O3
H
m m b o
IS0 r | oa foRA3oRnbRacRan5S88]88 00 (oo
\ouuuquEDDhDDwuumuuUEQ rD—N
SEHEECGEEHEE EH T EH S E e B
VCGX110204-LH 0.4 10.5-3.0] 0.1-03 ® [ ]
VCGX110301-LH 0.1 |10.5-3.0]0.05-0.10 s} [ ]
VCGX110302-LH 0.2 10.3-3.0]0.05-0.15 ] ] [
LH VCGX110304-LH 0.4 10.5-3.0] 0.1-03 [ ]
T VCGX110308-LH 0.8 |10.5-3.0]0.15-0.60 (o] L[]
VCGX160402-LH 0.2 10.5-5.0]|0.05-0.10 ] [ ]
Aluminium | VCGX160404-LH 0.4 10.5-5.0] 0.1-03 L] L] [ ]
Machining
VCGX160408-LH 0.8 |10.5-5.0]|0.15-0.60 ® L[]
VCGX160412-LH 1.2 |0.5-5.0|0.15-0.80 (o] L[]
VCGX220530-LH 3 |05-7.0]0.25-1.00 o] e O
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SVVCN SVICR/L SVACR/L-5C SVIJCR/L-SC S***.SVQCR/L S***.SVUCR/L C**.SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30' Kr: 93° Kr: 107°30'
= 4 _=
L o \
A243 A244 A278 A279 A302 A303 A321
C**.SVUCR/L
_ Kr:93*
% /
5
) A322
Systemcode  A42 Grade selection * A40 Technicalinfo » A447 Cuttingdata » A324
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Ge neral turni ng Positive inserts

Q Ideal machining conditions VCMT L 1.C 5 d
€ Normal machining conditions 16 04 16 9.525 | 476 44
Turning inserts 4% Unfavourable machining conditions
VC* positive insert HC (CVD) HC' (PVD) HT | HC? HW
P [OO@BBHE L8080
M O QOEBB308/0
K cosee
N Ole) o
S QO®BeE o
H
m m & o
IS0 r|oa, f [Eo Ao R8s 200588888 nnh (oo
BoOU000==80Rooloooadsolo =~
OO oDODOoDdonDdDDooooon|Z =2 0o
e e o pe e e e D e e e | e | IS
EF VCMT160404-EF 04 |0.5-2.5|0.05-0.20 ]
Medium Cut
EM VCMT160404-EM 0.4 |0.5-2.5|0.05-0.35 o
VCMT160408-EM 0.8 [0.5-2.5|0.10-0.45 (o]
Medium Cut
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SVVCN SVICR/L E***-.SVUCR/L
Kr: 72°30' Kr: 93° Kr: 93°
r\/
A243 A244 A322
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324
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Positive inserts General turn ing

O Ideal machining conditions VPGT L 1.C 5 d
€3 Normal machining conditions 1103 11 635 | 3.18 2.8
Turning inserts 4% Unfavourable machining conditions
VP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P QO@B&BH% (R R (@F] @)
M O QO&BEB080
K coLeL
N @@ O &
S (@I X AREL O &3
H
m m b4 Y
? BCO0U0S=80R0c00CORBYICEC |28
DO OO ODOoODIDDOODODODoOodomnon@|lZ Z2 O EY
> > 3> > 3> > > >> > > >>>>>> x> > > >
USF VPGT110301R-USF 0.1 10.2-25]0.03-0.08 ]
Finishing
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Systemcode  A42 Grade selection * A40 Technicalinfo » A447 Cuttingdata » A324
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General turning Positive inserts

VB** L 1.C 5 d
11 02 11 6.35 | 238 2.8
1103 11 6.35 | 3.18 2.8
16 04 | 165 | 9525 | 476 4.4

QO  Ideal machining conditions
€ Normal machining conditions

Turning inserts #&  Unfavourable machining conditions
VB** positive insert HC' (CVD) HC' (PVD) HT | HC HW
P|lOOGDdHeE SO S080
M (@1 QOEBBS080
K CO0HBBY
N Q0O o
S CO8BLBH O&
H
&) U
IS0 r a, fo |28 RanPaAse3R588388hqn (55
Bo0000==8oRoaluboaaddcEld |28
HEEHEEEEEEEHE
AHF VBMT160404-AHF 0.4 | 0.2-3.0 (0.05-0.30|e e
VBMT160408-AHF 0.8 | 0.8-35 |0.08-040|e ®
Finishing
EF VBMT110302-EF 0.2 10.06-1.70|0.03-0.13 ® 0
VBMT110304-EF 0.4 | 0.1-1.7 |0.05-0.19 ° o]
s | VBMT110308-EF 0.8 |0.13-1.70|0.07-0.26 L] 2]
VBMT160404-EF 0.4 | 0.1-1.8 |0.05-0.20 ®
Finishing | YBMT160408-EF 0.8 |0.14-1.80|0.07-0.27 .
HF VBMT110202-HF 0.2 | 0.2-20 |0.05-0.15 L] [
VBMT110204-HF 0.4 | 0.2-20 |0.05-0.35 L] [ o
-..:‘,— VBMT110208-HF 0.8 | 0.2-2.0 |0.05-0.40
Finishing
NF VBET160404-NF 0.4 | 0.2-3.0 |0.05-0.30
VBET160408-NF 0.8 | 0.2-3.0 |0.08-0.40
-2
Finishing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Tool holder
SVJBR/L SVABR/L SVVBN S***.SVQBR/L S***.SVUBR/L
Kr: 93 Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93°
A240 A241 A242 A304 A305
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324
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Positive inserts General turn ing

Turning inserts

0]

€3 Normal machining conditions 1103

Ideal machining conditions VBGT L

1.C S d

6.35 | 3.18 2.8

&% Unfavourable machining conditions

VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P QO@B&BH% (R R (@F] @)
M O QO&BEB080
K coLeL
N @@ O &
S (@I X AREL O &3
H
m m b4 Y
s BCO0U0S=80R0c00CORBYICEC |28
DO OO ODOoODIDDOODODODoOodomnon@|lZ Z2 O EY
> > 3> > 3> > > >> > > >>>>>> x> > > >
SF VBGT110302-5F 0.2 |0.05-2.00|0.05-0.15 o e|e
VBGT110304-5F 0.4 |0.05-2.00|0.05-0.20 ole
e
Finishing
e Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC* Coated cermet
HW Uncoated carbide
Systemcode  A42 Grade selection * A40 Technicalinfo » A447 Cuttingdata » A324
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General turning Positive inserts

(@] Ideal machining conditions vB** L 1.C 5 d
A €3  Normal machining conditions 1103 11 6.35 3.18 2.8
Turninginserts g%  Unfavourable machining conditions 1604 | 165 | 9525 | 476 | 44
VB** positive insert HC (CVD) HC' (PVD) HT | HC? HW
- P |IOOBBES L8080
c
‘E M O QOEBB308/0
-
= K cosee
N Ole) o
S QO®BeE o
H
m m & o
B IS0 | oa f 203 nbigcninlsoSRegDgh |5
BoOU000==80Rooloooadsolo =~
OO oDODOoDdonDdDDooooon|Z =2 0o
e e o pe e e e D e e e | e | IS
NGE VBET160408-NGF 0.8 | 0.2-3.0 |0.08-0.30 .
VBET160412-NGF 1.2 | 02-3.0 | 0.1-04 [
=3 <
é ——
= .
Finishing
EM VBMT110304-EM 0.4 |0.15-2.00|0.07-0.20 . [ ]
VBMT110308-EM 0.8 | 0.2-2.0 |0.09-0.27 ] ° [ ]
¢ VBMT160404-EM 0.4 |0.23-2.70|0.07-0.20 L] [}
C VBMT160408-EM 0.8 |0.45-2.70|0.09-0.27 ° ]
Medium Cut
HM VBMT160404-HM 0.4 10.23-2.70|0.07-0.20 e e 0 LI ] ®
VBMT160408-HM 0.8 10.45-2.70|0.09-0.27 o e 0 LN ] [ ] L] L] [o}
— R __ " -
> ——— VBMT160412-HM 1.2 |0.54-2.70(0.11-0.32 o0 e o
£
E Medium Cut
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F YBM253F available HT  Uncoated cermet
HC?* Coated cermet
HW Uncoated carbide
D Tool holder
SVIBR/L SVABR/L SVVBN S***_SVQBR/L S***.SVUBR/L
Kr: 93 Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93°
c
L =
= (@ ] \
=5 o ~ /
w B o
@
e
A240 A241 A242 A304 A305
b
7}
Y
=
System code A42 Grade selection .~ A40 Technical info Ad47 Cutting data A324
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Positive inserts General turn ing

VEMT L 1.C S d
16 04 | 165 | 9.525 | 4.76 4.4

O Ideal machining conditions
€3 Normal machining conditions

Tl.lrning inserts 4% Unfavourable machining conditions
VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P QO@B&BH% (R R (@F] @)
M O QO&BEB080
K coLeL
N @@ O &
S (@I X AREL O &3
H
m M ey NH‘—Nm va—.—E
1SO r a f 2%%;352214*195‘55_\0202222%2 pogs =
. BCO00U0=S=80R000CORBYCEC |28
Do opooooDodoom | 22 [ala)
el e g P > =
HR VBMT160404-HR 04 | 0530 | 0.1-03 . e
VBMT160408-HR 0.8 | 0936 |0.11-0.32 O e e O
o = VBMT160412-HR 1.2 |1.08-3.60]|0.13-0.38 sl (]
e
Roughing
SNR VBMT160408-SNR 08 | 0540 | 0.1-03 o
VBMT160412-SNR 1.2 | 0540 | 03-06 °®
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SVJBR/L SVABR/L SVVBN S***.SVQBR/L S***_SVUBR/L
Kr: 93° Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93°
A240 A241 A242 A304 A305
Systemcode  A42 Grade selection * A40 Technicalinfo » A447 Cuttingdata » A324

A143

Turning

Milling

A

Drilling

O

Technical
Information

Index



Ge neral turni ng Positive inserts

A144

WCMX E LE d
A Q© Ideal machining conditions 04 02 4.3 635 | 2.38 3.1
& Normal machining conditions 06 13 65 |9525| 3.97 3.7
Turning inserts &% Unfavourable machining conditions 0804 | 87 | 127 | 476 | 43
i WC** drilling insert HC' (CVD) HC' (PVD) HT | HC? HW
E P OOSBGHE (13 (OF (@]
-
= ff?“ M O 0088080
[l Iﬂd K COBLB
e N &]©) (@]
E S 0088 O
B :
¢ [EdRzes858sealsgagalaaa
ISO r a L et (] v -~ =l 2 S e S e = i e
P Bo0000==00rocooooaolete (|2
Do ooOooDOooooDoomoaoo| £ (m]
B Do DG 3o 3 > DU 5o e - IBe > Bl > b >-i3u >-|be > oe |
WCMX040208R-53 0.8 [0.05-2.00]|0.05-0.60
E’ WCMX06T308R-53 0.8 | 0.1-3.0 |0.05-0.60
E [ - WCMX080412R-53 12 | 02-40 |0.05-0.80
Medium Cut
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
c HW Uncoated carbide
Tool holder
SWACR/L
o Kr: 90°
£
E
O
A253
=
© 0
-
£E
Y5
(7]
e
x
v
Y
£
System code A42 Grade selection A40 Technical info Ad47 Cutting data A324
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General turning 150 code - PcBN & PCD inserts

N

N G A

12 04 08

T 020 20 -

2

(W)

1 2 3 4 5 6 7 8 9 10 11 12
Insert shape Clearance angle Tolerance class
afe] sRe] c<> S S i
1.C =
D E H <:> Code L.C [rm] m [mm] S [mm]
c ! = D «BT A 40,025 +0,005 +0,025
€ +0,025 +0,013 +0,025
K L I:I M ‘ E +0,025 +0,025 +0,025
E E E E F +0,013 +0,005 +0,025
o Q s . A 20° 25° G +0,025 +0,025 +0,130
H +0,013 +0,013 +0,025
[ J +0,05-0,15 +0,005 +0,025
v w Z Special G ,l};,w N . K +0,05-0,15 +0,013 +0,025
L +0,05-0,15 +0,025 +0,025
M +0,05-0,15 +0,08-0,20 +0,130
P E 0 Speial N +0,05-0,15 +0,08-0,20 £0,025
u +0,08-0,25 +0,13-0,38 +0,130
1 2 3
Fastening features (metric) Cutting edge length | [mm]
Insert shape Insert shape
> 65° 1.C Q
A O B o | H VT H B LS
C D S T Vv W
> 65° 3,97 06
C N U] 5,0
5,56 09
< 65° <65° 6,0
Q W 6,35 06 07 11 1
8,0
X Special 9,525 09 1 09 16 16 06
10,0
12,0
12,7 12 15 12 22 22 08
15,875 16 15 27
16,0 19
19,05 19 19 33
20,0
25,0 25 25
25,4 25
31,75
32
4 5
et
A146 v

CC.CT




150 code - PCBN & PCD inserts - G@neral turning

Insert thickness S [mm] Nose radius r [mm] Cutting edge profile
| 7] Code Cutting edge | Insert shape
5 ST 7
f f
Code ‘ S Code | S Code ‘ r E Rounding 4
02 2,38 06 6,35 00 -
T2 2,58 T6 6,75 02 0,2
03 3,18 07 7,94 04 04 F Sharp edge Ty
T3 3,97 09 9,52 08 0,8
04 4,76 T9 9,72 12 1.2
T4 496 11 11,11 16 1,6
T Chamfer W
05 5,56 12 12,70 20 2,0
T5 5,95 24 2,4
32 32
X Special ) Chamfer + Rounding m
MO Round inserts
6 7 8
Chamfer width b [mm] Chamfer angle a Cutting edges
b Code Form
Code ‘ b Code ‘ a 1 O
010 0,10 05 5°
015 0,15 10 10°
020 0,20 15 15° 2 O
025 0,25 20 20°
030 0,30 25 25°
035 0,35 30 30° 3
040 0,40
045 0,45
050 0,50
100 1,00 4 O '
200 2,00
9 10 11
Extra
Code Description
Wiper
w
Curve
fn
12
Standard edge preparation
CBN Solid CBN PCD
YCB12 /C vcez11  INEBIEIN  vze221 YZB231
Rayon = 0,4mm 501525 501520 501525 501020 501020 T02020 102025 F
Rayon = 0,8 mm 501525 502020 502025 501020 501020 T02020 102025 F

Other edge preparation on demand.
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General turning  rcen&rcpinserts

Turning CBN inserts

@)

€3  Normal machining conditions

Ideal machining conditions

CNGA L 1.C S d

1204 | 129 | 127 | 476 | 5.16

€% Unfavourable machining conditions

Turning

Milling
&

N

Drilling

O

Technical
Information

Index

CN** negative insert BL (CBN) BH (CBN)
P
_ K @)
; N
1 H O&&%
S

IS0 ¢ a, f |=am =

oo oo o o

2YE ¥

CNGA120404-2 0.4 |0.08-050|0.05-020|0c @ © o

CNGA120408-2 0.8 |0.08-050|0.05-025|® & .

CNGA120412-2 1.2 |0.08-0.50|0.05030(c & @ .

CNGA120408-2W 0.8 |0.08-050|0.05-0.25|0 ©
CNGA120412-2W 1.2 |0.08-0.50]|0.05030|{c ©
=)
® Ex stock © On demand BL CBN with alow CBN content
BH CBN with a high CBN content
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
A197 A204 A205 A218 A219 A284
Systemcode o A40 Grade selection * A146 Technicalinfo *  A447 Cutting data A324
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pceN&PcDinserts  General turning

Turning
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O Ideal machining conditions DNGA L 1.C 5 d
€3 Normal machining conditions 15 06 15.5 127 | 635 | 5.16
Turning CBN inserts 4% Unfavourable machining conditions
DN** negative insert BL (CBN) BH (CBN)
P
K O
N
H [O&4R
IS0 r a, f |l=am =
o | [=4]
¥¥¥ ¥
DNGA150604-2 0.4 |0.08-0.50|0.050.20|0 o © o
DNGA150608-2 0.8 |0.08-0.50|0.05-0.25| e o .
L / DNGA150612-2 1.2 |0.08-0.50(0.05-0.15]| o . o
e Ex stock © On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
y 5
"s ° @ -' ,
L)
A198 A206 A207 A220 A221 A286 A287
Systemcode *  A40 Grade selection * A146 Technicalinfo > A447 Cuttingdata = A324
>

>

2CC-CT
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General turning  rcen&rcpinserts

Q Ideal machining conditions SNGA L 1.C 5 d
€3  Normal machining conditions 12 04 12.7 12.7 | 476 | 5.16
Turning CBN inserts 4% Unfavourable machining conditions
SN** negative insert BL (CBN) BH (CBN)
P
90’
eic_ [~ 1 [ ] e °
Ll ; N
od |-
-\ S H O&&%
\\. /'/
r L S
IS0 ¢ a, f |=am =
oo oo o o
9oy |
SNGA120408-2 0.8 |0.08-0.50|0.05-025|0 o © o]
SNGA120412-2 1.2 |0.08-0.50|0.05030(c o © o
=)
® Ex stock © On demand BL CBN with alow CBN content
BH CBN with a high CBN content
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
-
A199 A208 A210 A211 A212 A222 A223
MSKNR/L MSDNN PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
4 o
-
A224 A225 A289
Systemcode A40 Gradeselection * A146 Technicalinfo *  A447 Cuttingdata * A324

A150

o«

2CCCT




pceN&PcDinserts  General turning

TNGA L 1.C S d
16 04 | 165 | 9.525 | 4.76 | 3.81

O Ideal machining conditions

€3 Normal machining conditions

&% Unfavourable machining conditions

Turning CBN inserts

Turning

Milling

N

Drilling

O

Technical
Information

Index

TN** negative insert BL (CBN) BH (CBN)
P
K O
N
H [O&4R
IS0 r a, f |l=am =
o | [=4]
¥¥¥ ¥
TNGA160404-3 0.4 |0.08-0.50|0.05-0.20|c ©
- TNGA160408-3 0.8 |0.08-0.50(0.05-0.25| o 0 o]
- TNGA160412-3 1.2 |0.08-0.50|0.05-0.30]| ©
===
e Ex stock © On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTINR/L MTINR/L-Z
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
\S # # s
A200 A213 A214 A215 A226 A227 A228
MTFNR/L PTFNR/L
Kr:91° Kr: 907
o
A229 A290
Systemcode *  A40 Grade selection * A146 Technicalinfo > A447 Cutingdata . A324
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General turning  rcen&rcpinserts

e
A152 ”

2CCCT

Q Ideal machining conditions VNGA L 1.C 5 d
A €3  Normal machining conditions 16 04 166 | 9525 | 476 | 3.81
Turning CBN inserts 4% Unfavourable machining conditions
VN** negative insert BL (CBN) BH (CBN)
i P
[=m
= K @)
-
= N
H O&&%
B IS0 ¢ a, f |=am =
oo oo o o
2YE ¥
VNGA160404-2 0.4 |0.08-0.50|0.05-020|0 ©
VNGA160408-2 0.8 |0.08-050|0.05-025|0 »
o
= (S
=
® Ex stock © On demand BL CBN with alow CBN content
BH CBN with a high CBN content
Tool holder
C DVVNN DVINR/L MVVNN MVINR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
E
O
A201 A202 A230 A231
=
™ O
-
£E
Y5
(7]
e
x
v
Y
£
Systemcode o A40 Grade selection * A146 Technicalinfo *  A447 Cutting data A324




pceN&PcDinserts  General turning

O Ideal machining conditions WNGA L 1.C 5 d
€3 Normal machining conditions 08 04 | 8.69 127 | 476 | 5.16
Turning CBN inserts 4% Unfavourable machining conditions
WN** negative insert BL (CBN) BH (CBN)
P
S E
:q K O
N
od | H[OS%
L0
IS0 r a, f |l=am =
o o o [=4]
¥¥¥ ¥
WNGA080404-3 0.4 |0.08-0.50|0.05-0.20 o
- WNGA080408-3 0.8 |0.08-0.50|0.05-0.25 ® 0
Nl
e Ex stock © On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
DWLNR/L PWLNR/L MWLNR/L PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
" 4
g - _.’
A203 A217 A232 A291
System code A40 Grade selection * A146 Technicalinfo > A447 Cutting data A324
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General turning  rcen&rcpinserts

ccGwW L 1.C 5 d
Q© Ideal machining conditions 06 02 6.4 635 | 2.38 28
& Normal machining conditions 09 13 9.7 19525 | 3.97 44
Turning CBN inserts &% Unfavourable machining conditions 1204 | 129 | 127 | 476 | 55
CC** positive insert BL (CBN) BH (CBN)
P
80° 4o
L8] K ©
21c
= N
r J H O&
r S
IS0 ; a, =nm =
oo oo o
vaviv ]
S XS =
CCGW060204-1 0.4 |0.08-0.50|0.05-0.20|0 ©
CCGW060208-1 0.8 |0.08-050|0.05-0.25|0 ©
CQ‘ CCGW09T304-2 0.4 (0.08-0.50|0.05-0.20(0 @ © o
. CCGWO09T308-2 0.8 |0.08-0.50|0.05-0.25|® ® © o
CCGW120404-2 0.4 (0.08-0.50|0.05-0.20({0 ® © o
CCGW120408-2 0.8 |0.08-0.50|0.05-025|0 @ © .
® Ex stock © On demand BL CBN with alow CBN content
BH CBN with a high CBN content
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC SCLCR/L SCFCR/L SCLCR/L
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A235 A236 A272 A273 A293 A310 A3l
SCLCR/L
Kr: 95° _
~
A313
System code A40 Grade selection Al46 Technicalinfo *  A447 Cutting data A324
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pceN&PcDinserts  General turning

O Ideal machining conditions DCGW L 1.C 5 d
€3 Normal machining conditions 07 02 7.8 635 | 2.38 2.8
Turning CBN inserts 4% Unfavourable machining conditions 1173 | 116 | 9525 3.97 | 44
DC** positive insert BL (CBN) BH (CBN)
P
K O
— H [O&4R
B
IS0 r a, f |l=am =
o o o [=4]
¥¥¥ ¥
DCGW070204-1 0.4 10.08-0.50|0.05-0.20|lc o
DCGW070208-1 0.8 |0.08-0.50|0.05-0.25]0 ©
- / DCGW11T304-2 0.4 |0.08-0.50|0.050.20|e © o]
DCGW11T308-2 0.8 |0.08-0.50|0.05-0.25|@ e
® Ex stock © On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-SC SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 907 Kr: 107°30' Kr: 937 Kr: 62°30'
il Eal
A237 A238 A239 A274 A275 A276 A277
SDQCR/L SDUCR/L SDZCR/L SDQCR/L
Kr: 107°30' Kr; 93° Kr: 85° Kr: 107°30'
! " /
o ¥
A295 A296 A297 A315
System code A40 Grade selection * A146 Technicalinfo > A447 Cutting data A324
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General turning  rcen&rcpinserts

A156

Q Ideal machining conditions TCGW L 1.C 5 d
A €3  Normal machining conditions 11 02 11 635 | 2.38 2.5
Turning CBN inserts 4% Unfavourable machining conditions 1613 | 165 | 9525 | 397 | 44
TC** positive insert BL (CBN) BH (CBN)
i P
[=m
= K o
-
e N
H O
B IS0 ¢ a, f |=am =
oo oo o o
2YE ¥
TCGW110204-1 0.4 |0.08-0.50|0.05-020|0 o © o
TCGW110208-1 0.8 |0.08-050|0.05-025|0 o ©
o
£ “
E |
TCGW16T304-3 0.4 |0.08-050|0.05-0.20|0 © o
o TCGW16T308-3 0.8 |0.08-0.50|0.05-025|0 o © o]
'S
C
® Ex stock © On demand BL CBN with alow CBN content
BH CBN with a high CBN content
E’ Tool holder
% STACR/L STFCR/L STGCR/L STTCR/L STFCR/L STFCR/L
o Kr: 90° Kr:91° Kr: 91° Kr: 60° Kr: 91° Kr: 90°
=
r&
s Y
A249 A250 A251 A252 A300 A319
=
< .2
57 5
£E
¥ 5
(7]
e
x
v
Y
£
System code A40 Grade selection Al46 Technicalinfo *  A447 Cutting data A324




pceN&PcDinserts  General turning

O Ideal machining conditions VBGW L 1.C 5 d
€3 Normal machining conditions 16 04 166 | 9.525 | 476 44
Turning CBN inserts 4% Unfavourable machining conditions
VB** positive insert BL (CEN) BH (CBN)
P
K O
N
H [O&4R
IS0 r a, f |l=am =
o o o [=4]
¥¥¥ ¥
VBGW160404-2 0.4 |0.08-0.50|0.05-0.20|0 o
VBGW160408-2 0.8 |0.08-0.50|0.05-0.25|0 © o
h o ‘
e Ex stock © On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
SVIJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr: 93° Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93°

A241

A240

A304

A305

System code Ad0

Grade selection _

Alde

Technical info

A447

Cutting data

A324
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General turning  rcen&rcpinserts

A158

Q Ideal machining conditions VeGW L 1.C 5 d
A € Normal machining conditions 16 04 166 | 9525 | 4.76 4.4
Turning CBN inserts 4% Unfavourable machining conditions
VC** positive insert BL (CBN) BH (CBN)
i P
[=m
= K o
-
= N
H O
B ISO r 3, f |=am =
oo oo o o
2YE ¥
VCGW160404-2 0.4 |0.08-0.50|0.05-020|0 © o
VCGW160408-2 0.8 |0.08-050|0.05-025|0 © o
£ el
=
® Ex stock © On demand BL CBN with alow CBN content
BH CBN with a high CBN content
Tool holder
C SVVCN SVICR/L SVUCR/L
Kr: 72°30' Kr: 93° Kr: 93°
g "/
%
O
A243 A244 A322
=
< .2
-
£E
Y5
(7]
e
x
v
Y
£
System code A40 Grade selection .~ A146 Technicalinfo .~ A447 Cutting data A324




PCBN & PCD inserts

General turning

O Ideal machining conditions CNGN L 1.C 5
€3 Normal machining conditions 12 04 12.9 12.7 4.76 A
Turning CBN inserts 4% Unfavourable machining conditions
CN** negative insert BL (CBN) BH (CBN)
80" Al =
K Y £
g1c =
N =
H &
N o
1SO | g TR o B
8 88
= S
CNGN120404 04 |05-2.0]|0305 o
CNGN120408 0.8 |05-20]|0305|0 0 0
. CNGN120412 1.2 |05-2.0]0305]|o o g
CNGN120416 1.6 |05-2.0]10305|0 0 0 =
Medium Cut =
® Ex stock © On demand BL CBN with a low CBN content
BH CBN with a high CBN content
Tool holder
canen C
Kr: 95°

)
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General turning  rcen&rcpinserts

QO Ideal machining conditions SNGN L 1.C 5
A €3  Normal machining conditions 12 04 127 12.7 4.76
Turning CBN inserts 4% Unfavourable machining conditions 1507 |15.875]15.875| 7.94
SN** negative insert BL (CBN) BH (CBN)
i P
= a0°®
£ K Bo
5 21c
= N
H |©
=
B IS0 r | oa, £ |o N m
3 88
> > >
SNGN120404 04 10.5-2.0|0.3-05 o
SNGN120408 0.8 |105-2.0|03-05|0 o0
g SNGN120412 12 |0.5-2.0|0305|¢c o0
E SNGN120416 16 |05-20(03-05|0 o0
SNGN150716 1.6 |0.5-2.0({03-05 o
SNGN150720 2 10.5-2.0|03-05 o
® Ex stock © On demand BL CBN with alow CBN content
BH CBN with a high CBN content
C Tool holder
CSKNR/L CSRNR/L CSDNN
Kr: 75° Kr: 75° Kr: 45°
o
£ ’
=
O
A262 A263 A265
=
™ O
-
£E
Y5
(7]
b€
x
v
Y
£
Systemcode A40 Gradeselection * A146 Technicalinfo *  A447 Cuttingdata * A324
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PCBN & PCD inserts

General turning

O Ideal machining conditions WNGN L 1.C 5
€3 Normal machining conditions 08 04 8.69 12.7 4.76 A
Turning CBN inserts 4% Unfavourable machining conditions
WN** negative insert BL (CEN) BH (CBN)
P
80° g‘
K B £
-
gIc N e
H &
r
ISO r| oa £ Nm B
g 88
> >
WNGNO080408 0.8 |0.5-20]|03-05|0 0 0
WNGNO080412 1.2 |05-2.0]103-05]|0 0 0
a 3
£
=
® Ex stock © On demand BL CBN with a low CBN content
BH CBN with a high CBN content
o
L
=
O
c
™ ©
£z
£E
e
@
=E
o)
o
£
System code Ad0 Grade selection * Al146 Technical info A447 Cutting data A324
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General turning  rcen&rcpinserts

QO Ideal machining conditions RNGN L 1.C 5
A €3  Normal machining conditions 12 04 127 12.7 4.76
Turning CBN inserts 4% Unfavourable machining conditions 12 07 12.7 127 | 7.94
RN** negative insert BL (CBN) BH (CBN)
o P
£ K Bo
= @Ic
= N
H |©
]
B IS0 . f o Nm
3 88
> > >
RNGN120400 0.5-2.0|0.3-05 o0
. RNGN120700 0.5-20|0305(|0 o0
o
£
= Medium Cut
® Ex stock © On demand BL CBN with alow CBN content
BH CBN with a high CBN content
Tool holder
c CRDNN
o 1‘.
£
E
O
A264

Systemcode . A40 Grade selection * A146 Technicalinfo *  A447 Cuttingdata * A324
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pceN&PcDinserts  General turning

Turning
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Drilling
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CCaT L 1.C 5 d
O Ideal machining conditions 06 02 64 6.35 | 238 28
€3 Normal machining conditions 09713 9.7 19525 397 44
Turning PKD inserts g%  Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
CC** positive insert DP
P
K
N O
H
IS0 r a, g
O
-
CCGTO60202%* 0.2 |0.05-0.50|0.05-0.15|©
CCGTO60204%% 0.4 |0.08-0.50|0.05-0.20| ®
v CCGTO9T304%* 0.4 |0.08-0.50|0.05-0.20|
|
% CCGTO9T308** 0.8 |0.08-0.50|0.05-025| o
CCGT120404%* 0.4 |0.08-0.50|0.05-0.20| &
CCGT120408** 0.8 |0.08-0.50|0.05-0.25| o
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC SCLCR/L SCFCR/L SCLCR/L
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
|<ﬂ." - - 7 i i > :
o - ® _ o
y y @/ \/’ \/’
A235 A236 A272 A273 A293 A310 A3
SCLCR/L
Kr:95°
o
o
A313
System code A40 Grade selection * A146 Technicalinfo > A447 Cutting data A324
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General turning rcen&pcpinserts

ccGw L 1.C 5 d
QO  Ideal machining conditions 06 02 6.4 635 | 238 28
€ Normal machining conditions 09 13 9.7 9525 | 397 44
Turning PKD inserts &%  Unfavourable machining conditions 1204 | 129 | 127 | 476 | 5.56
CC** positive insert DP
0 7, P
{ K
21C
4 TL N[O
°d H
.S, |
ISO r a, f g
]
ot
CCGWO060202%* 0.2 |0.08-0.50|0.05-0.15| o
CCGW060204** 0.4 |0.08-0.50|0.05-0.20| 0
¢ CCGWO09T304%** 0.4 |0.08-0.50|0.05-0.20| 0
h CCGW09T308** 0.8 |0.08-0.50|0.05-0.25| o
CCGW120404%** 0.4 |0.08-0.50|0.05-0.20| 0
CCGW120408** 0.8 |0.08-0.50|0.05-0.25| o
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC SCLCR/L SCFCR/L SCLCR/L
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A235 A236 A272 A273 A293 A310 A311
SCLCR/L
Kr: 95° _
2.
A313
System code A40 Grade selection Al46 Technical info Cutting data A324
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pceN&PcDinserts  General turning

O  Ideal machining conditions DCGT L 1.C 5 d
€3 Normal machining conditions 07 02 7.8 635 | 2.38 2.8
Turning PKD inserts g% Unfavourable machining conditions 1173 | 116 | 9525 3.97 | 44
DC** positive insert DP
P
K
N O
H
IS0 r a, f g
<
DCGTO70202%* 0.2 |0.08-0.50|0.05-0.15| 2
DCGTO70204%* 0.4 |0.08-0.50|0.05-0.20| o
A " DCGT11T304%* 0.4 |0.08-0.50|0.05-0.20| o
= DCGT11T308%* 0.8 |0.08-0.50|0.05-025| e
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-SC SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
£ A y . =
3 @ o 2 P
A237 A238 A239 A274 A275 A276 A277
SDQCR/L SDUCR/L SDZCR/L SDQCR/L
Kr: 107°30 Kr:93° Kr: 85° Kr: 107°30'
L) h =
A295 A296 A297 A315
Systemcode *  A40 Grade selection * A146 Technicalinfo > A447 Cutting data A324
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General turning rcen&pcpinserts

O Ideal machining conditions DCGW L 1.C 5 d
€3  Normal machining conditions 07 02 7.8 635 | 2.38 2.8
Turning PKD inserts g8  Unfavourable machining conditions 1173 | 116 9525 ] 397 | 44
DC** positive insert DP
P
o ]
/'\5 9 { 7 K
21C .
N O
H
I
ISO r a, f g
Y
DCGWO070202%* 0.2 |0.08-0.50|0.05-0.15| o
DCGWO070204%* 0.4 10.08-0.50|0.05-0.20| o
- DCGWO070208%* 0.8 |0.08-0.50|0.05-0.25| o
_/ DCGW11T302%* 0.2 [0.08-0.50{0.05-0.15| o
DCGW11T304%* 0.4 10.08-0.50|0.05-0.20| o
DCGW11T308%* 0.8 |0.08-0.50|0.05-0.25| o
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-5C SDHCR/L-SC SDJCR/L-SC SDNCN-5C
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
2 o -~ = ~
A237 A238 A239 A274 A275 A276 A277
SDQCR/L SDUCR/L SDZCR/L SDQCR/L
Kr: 107°30" Kr: 93° Kr: 85° Kr: 107°30'
[, ]
-, \_ ®
A295 A296 A297 A315
System code A40 Grade selection Al46 Technicalinfo *  A447 Cutting data A324
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pceN&PcDinserts  General turning

O  Ideal machining conditions TCGT L 1.C 5 d
€3 Normal machining conditions 1102 mn 635 | 238 | 28
Turning PKD inserts g% Unfavourable machining conditions 16 T3 | 165 | 9525 | 3.97 | 44
TC** positive insert DP
P
r T r ) K
- / J_P‘.‘: 7° Ifk
/ i N O
H
80° "\}. 21C.
1S0 r a, f g
<
TCGT110202%* 0.2 |0.08-0.50|0.05-0.15| 2
‘ TCGT110204** 0.4 |0.08-0.50|0.05-0.20| o
d,, TCGT110208** 0.8 |0.08-0.50|0.05-0.25| o
) /| TCGT16T304%* 0.4 |0.08-0.50|0.05-0.20| o
TCGT16T308** 0.8 |0.08-0.50|0.05-0.25| 0
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L STFCR/L STFCR/L
Kr: 90° Kr:91° Kr: 91° Kr: 60° Kr:91° Kr: 907
. -/
5 ; \/
=
A249 A250 A251 A252 A300 A319
Systemcode *  A40 Grade selection * A146 Technicalinfo > A447 Cutting data A324
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General turning rcen&pcpinserts

A168

O Ideal machining conditions TCGW L 1.C 5 d
A €3  Normal machining conditions 11 02 11 635 | 2.38 2.8
Turning PKD inserts g8  Unfavourable machining conditions 1613 | 165 | 9525 | 397 | 44
TC** positive insert DP
- P
(=
= K
-
3 N [O
H
B 1SO r a, f g
Y
TCGW110208** 0.8 |0.08-0.50|0.05-0.25| o
TCGW16T302%* 0.2 |0.08-0.50|0.05-0.15| o
E - | TCGW16T304** 0.4 10.08-0.50|0.05-0.20| o
=
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
c STACR/L STFCR/L STGCR/L STTCR/L STFCR/L STFCR/L
Kr: 90° Kr: 917 Kr: 91° Kr: 60° Kr: 917 Kr: 90°
/ g
g &
— 5 =
.
O
A249 A250 A251 A252 A300 A319
=
< .2
57 5
£ E
¥ 5
(]
= E
e
v
Y
£
System code A40 Grade selection Al46 Technicalinfo *  A447 Cutting data A324




pceN&PcDinserts  General turning

O Ideal machining conditions VBGT L 1.C 5 d
€3 Normal machining conditions 16 04 166 | 9.525 | 476 44
Turning PKD inserts 4% Unfavourable machining conditions
VB** positive insert DP

P
K

N O
H

150 r a, f g

L

VBGT160402%* 0.2 |0.08-0.50|0.05-0.15| 2

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

VBGT160408** 0.8 |0.08-0.50|0.05-0.25| o

® Ex stock © On demand DP Polycrystalline diamond
Tool holder
SVIJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr: 93° Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93°
=
A240 A241 A242 A304 A305
System code A40 Grade selection * A146 Technicalinfo > A447 Cutting data A324
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General turning  rcen&rcpinserts

A170

QO Ideal machining conditions VBGW L 1.C 5 d
A € Normal machining conditions 16 04 166 | 9525 | 476 4.4
Turnil'lg PKD inserts 4% Unfavourable machining conditions
VB** positive insert DP
i P
=
= K
S
3 N[O
H
B IS0 r a, f g
Y
VBGW160404** 0.4 10.08-0.50|0.05-0.20| o
VBGW160408** 0.8 |0.08-0.50|0.05-0.25| o
o
£ o
=
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
c SVIJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr: 93° Kr: 907 Kr: 72°30' Kr: 107°30' Kr: 93°
> ’é
£ ~
%
O
A240 A241 A242 A304 A305
=
< .2
-
£ E
¥ 5
(]
= E
e
v
o)
=
System code A40 Grade selection Al46 Technical info Ad447 Cutting data A324




pceN&PcDinserts  General turning

O Ideal machining conditions VCGT L 1.C 5 d
€3 Normal machining conditions 16 04 166 | 9.525 | 476 44
Tl.lrning PKD inserts 4% Unfavourable machining conditions
VC** positive insert DpP

P

I K
i N[O

1Q d

A= H
150 r a, f g
L
VCGT160402** 0.2 |0.08-0.50|0.05-0.15| &
VCGT160404%* 0.4 |0.08-0.50(0.05-0.20| &
N o~ VCGT160408%* 0.8 |0.08-0.50|0.05-0.25| &

® Ex stock © On demand DP Polycrystalline diamond
Tool holder
SVVCN SVJCR/L SVUCR/L
Kr: 72°30' Kr: 93° Kr: 93°
" /
=
A243 A244 A322
System code Ad0 Grade selection * Al146 Technical info A447 Cutting data A324
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General turning  rcen&rcpinserts

A172

Q Ideal machining conditions VeGW L 1.C 5 d
A € Normal machining conditions 16 04 166 | 9525 | 4.76 4.4
Turnil'lg PKD inserts 4% Unfavourable machining conditions
VC** positive insert DP
i P
=
= K
S
3 N[O
H
B IS0 r a, f g
Y
VCGW160404%* 0.4 10.08-0.50|0.05-0.20| o
VCGW160408%* 0.8 |0.08-0.50|0.05-0.25| o
o
= <
=
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
c SVVCN SVICR/L SVUCR/L
Kr: 72°30' Kr: 93° Kr: 93°
g I'\/
%
O
A243 A244 A322
=
< .2
-
£ E
¥ 5
(]
= E
e
v
o)
=
System code A40 Grade selection Al46 Technicalinfo .~ A447 Cutting data A324




Trouble shooting -PcBN &PcD  General turning

Trouble shooting - PCBN & PCD

Countermeasure
Type of wear
Geometry Cutting condition
Flank wear - Sharper cutting edge for reduced cutting force | - Reduce cutting speed
- Smaller negative chamfer - Increase feed rate to reduce operation time
- Use positive inserts
Notch wear - Bigger radius - Use "method of altering feed rate"

Crater wear/breakage due to crater
wear

Sharper cutting edge for reduced cutting force

Reduce cutting speed
Increase feed rate to minimise operation time and
to increase distance between cutting edge and crater

Chipping due to rough condition
or vibration

Bigger negative chamfer angle and/or honed
chamfer

Increase feed rate to reduce number of hits

Flaking

Sharper cutting edge to reduce cutting force
Smaller negative chamfer
Use positive inserts

Increase feed rate to reduce operation time

Thermal crack/breakage

Sharper cutting edge for reduced cutting force
Smaller negative chamfer
Use positive inserts

Reduce cutting speed, feed rate and depth of cut
Dry machining

Chipping

Bigger negative chamfer

Increase cutting speed to reduce cutting force

For investigation please send us the used inserts. If breakage is the problem please use inserts only 80-90% of expected tool life because broken

inserts almost have no information.
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General turning ISO code - ceramic inserts

T N G A

12 04 08 T

020 20

1 2 3 4 5 6 7 8 9 10
Insert shape Clearance angle Tolerance class
rhe] sfe] <O PET s i
e
D E H <:> Code 1.C [mm] m [mm] S [mm]
C & ~ D \7159 A +0,025 +0,005 +0,025
C +0,025 +0,013 +0,025
K L I:l M ‘ E +0,025 +0,025 +0,025
E E E E F +0,013 +0,005 +0,025
o O s . A 20° 2 G +0,025 +0,025 +0,130
H +0,013 +0,013 40,025
' J +0,05-0,15 +0,005 +0,025
v w Z Special G —[}3«300 N . K +0,05-0,15 +0,013 +0,025
L +0,05-0,15 +0,025 +0,025
M +0,05-0,15 +0,08-0,20 +0,130
P .g 0 Specigl N +0,05-0,15 +0,08-0,20 +0,025
u +0,08-0,25 +0,13-0,38 40,130
1 2 3
Fastening features (metric) Cutting edge length | [mm]
Insert shape Insert shape
01 A |&]4Q
A T B HRed g Q == i = ;
C D S T V W
>65° 3,97 06
c N T
5,56 09
£65° <657 6,0
Q W ﬁ 6,35 06 07 11 1
8,0
X Special 9,525 09 1 09 16 16 06
10,0
12,0
12,7 12 15 12 22 22 08
15,875 16 15 27
16,0 19
19,05 19 19 33
20,0
25,0 25 25
254 25
31,75
32
4 5
et
A174 v

CC.CT




ISO code - ceramic inserts General turn ing

Insert thickness S [mm] Nose radius r [mm]
7
1
Code ‘ S Code ‘ 5 Code r
02 2,38 06 6,35 00 -
T2 2,58 T6 6,75 02 0,2
03 318 07 7,94 04 04
T3 397 09 9,52 08 0.8
04 4,76 T9 9,72 12 1,2
T4 4,96 11 11,11 16 1,6
05 5.56 12 12,70 20 20
T5 5,95 24 24
32 32
X Special
MO Plaquettes rondes
6 7
Cutting edge profile Chamfer width b [mm]
Code Cutting edge Insert shape b
E Rounding Yy Code b
010 0,10
015 0,15
F Sharp edge Ty 020 0,20
025 0,25
030 0,30
T Chamfer W 035 0,35
040 0,40
045 0,45
050 0,50
S Chamfer + Rounding W 100 1,00
200 2,00
8 9

Angle du chanfrein a

Code a
05 5°
10 10°
15 15°
20 20°
25 25°
30 30°

10

CC.CT
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General turni ng Ceramic inserts

A176

Q Ideal machining conditions CNGA L 1.C 5 d
A € Normal machining conditions 12 04 129 127 | 476 | 5.6
Turningceramicinserts 4% Unfavourable machining conditions 16 06 | 16.1 |15.875]| 6.35 | 6.35
CN** negative insert M CN
= PO
[=m
= K O O
-
= N
H
B (=] oo
ISO r a, f |18 |88
z |=z2
J |00
CNGA120404T02020 0.4 10.5-2.0]0.15-040 .
CNGA120408T02020 0.8 |0.5-5.0] 0206 |e o
E P CNGA120412T02020 1.2 1-4 0.2-06 .
E J CNGA120412T03020 1.2 |0.5-2.0|0.15-0.40 o
CNGA160612T02020 1.2 2-5 ]0.15-040 .
CNGA160616T02020 16 2-5 ]0.15-040 .
® Ex stock © On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
c Tool holder
MCBNR/L MCLNR/L
Kr: 75° Kr: 95°
o
= ’
E
O
A218 A219
=
< .2
-
£E
Y5
(7]
e
x
v
Y
£
System code A40 Grade selection = A174 Technicalinfo .~ A447 Cutting data A324



Ceramic inserts General turn ing

CNGN L 1.C 5
12 04 129 127 476
@ Ideal machining conditions 12 07 129 12.7 7.94
€3  Normal machining conditions 16 04 16.1 |15.875| 476
Turning ceramic inserts g% Unfavourable machining conditions 16 06 161 |15.875) 635
CN** negative insert ™ CN
P |O
80°
KO [O®
N
H
S
(=] oo
1SO r a, f S 188
z |z2
J |0
CNGN120404T02020 04 |0.5-4.0(0.15-0.50]0
CNGN120408T02020 0.8 1-5 0.2-06 |e (N
CNGN120412T02020 1.2 1-4 0.2-06 |o (N
CNGN120708T02020 0.8 |0.5-20| 0.2-05 |o (N
’ CNGN120712T02020 1.2 1-4 0.2-06 |e® 0 O
CNGN120716T02020 16 |0.5-20| 0.2-06 |O 0 O
CNGN160408T02020 0.8 |0.5-20| 0.2-05 |o
CNGN160612T02020 1.2 |0.5-4.0|0.15-0.60|0 o]
CNGN160616T02020 1.6 2-5 0.2-06 |O o]
® Ex stock © On demand CM  Mixed ceramic
CN  5i3N4 Ceramic
Tool holder
CCLNR/L
Kr: 95°
A258
System code Ad0 Grade selection A174 Technical info Ad47 Cutting data A324

2CC-CT

A177

Turning

Milling

N

Drilling

O

Technical
Information

Index



General turni ng Ceramic inserts

A178

Q Ideal machining conditions CNGX L 1.C 5
A € Normal machining conditions 12 07 12.9 12.7 7.94
Turning ceramic inserts 4% Unfavourable machining conditions
CN** negative insert M CN
= PO
[=m
= K O O
-
= N
H
B [ ] oo
ISO r a, f |8 |88
z |=2
J |00
CNGX120712T02020 1.2 1-4 |0.2-06 .
CNGX120716T02020 1.6 |0.5-2.0(02-06 o
o N\
£
= Ll
= Medium Cut
® Ex stock © On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
C JCLNR/L
Kr: 95°
o 4
£ .
= .
O
A266
=
< .2
-
£E
Y5
(7]
e
x
v
Y
£
System code A40 Grade selection A174 Technicalinfo .~ A447 Cutting data A324



Ceramic inserts General turn ing

O Ideal machining conditions DNGA L 1.C 5 d
€3 Normal machining conditions 15 06 15.5 127 | 635 | 5.16
Turning ceramic inserts 4% Unfavourable machining conditions
DN** negative insert ™ CN
5° P |O
am, N
T ad ‘
Ll b H
ML E
(=] oo
1SO r ap f 18 |88
= —
S |&8
DNGA150604T02020 04 |0.5-2.0(0.15-040 o
DNGA150608T02020 0.8 |0.5-20| 0.2-05 .
L] .l’. DNGA150612T02020 1.2 1-4 0.2-06 o
DNGA150616T02020 1.6 2-5 0.2-06 o
® Ex stock © On demand CM  Mixed ceramic
CN 5i3N4 Ceramic
Tool holder
MDJNR/L MDPNN
Kr: 937 Kr: 62730
>
A220 A221
Systemcode .~ A40 Grade selection * A174 Technical info A447 Cutting data A324
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General turni ng Ceramic inserts

A180

QO Ideal machining conditions DNGN L 1.C 5
A € Normal machining conditions 15 04 15.5 12.7 4.76
Turning ceramic inserts 4% Unfavourable machining conditions 15 07 15.5 127 | 7.94
DN** negative insert M
= PO
[=m
= K O O
-
e N
H
B [ ] oo
ISO r a, f |18 |88
z |=2
J |00
DNGN150408T02020 0.8 |0.5-2.0] 0205 |o
DNGN150412T02020 1.2 1-4 0206 (o
E) / | DNGN150704T02020 0.4 10.5-2.0]0.15-040|% o
E DNGN150708T02020 0.8 |0.5-2.0] 0205 |e
Medium Cut| DNGN150712T02020 1.2 |0.5-4.0]0.15-060 |0
DNGN150716T02020 1.6 25 0206 (o
® Ex stock © On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
C Tool holder
CDJNR/L
Kr: 93°
o
£ '
E
O
A260
=
< .2
-
£E
¥ 5
(7]
e
x
v
Y
£
System code A40 Grade selection = A174 Technicalinfo .~ A447 Cutting data A324




Ceramic inserts General turn ing

Turning ceramic inserts

0]

€3 Normal machining conditions

DNGX L 1.C S
15 07 15.5 12.7 7.94

Ideal machining conditions

&% Unfavourable machining conditions

DN** negative insert ™ CN
P |O
KO [O6
N
H
o oo
ISO r|a f |18 [88
= — ~
6 =z Z
(s iiv]
DNGX150712T02020 1.2 |14|0206 (5]
DNGX150716T02020 16 |2-5]0.2-06 (o}
&/
Medium Cut
e Ex stock © On demand CM  Mixed ceramic
CN 5i3N4 Ceramic
Tool holder
JDJNR/L
Kr: 93°
A267
System code Ad0 Grade selection * A174 Technical info A447 Cuttingdata .~ A324
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General turning Ceramic inserts

A182

Q Ideal machining conditions SNGA L 1.C 5 d
A €3  Normal machining conditions 12 04 12.7 12.7 | 476 | 5.16
Turning ceramic inserts 4% Unfavourable machining conditions
SN** negative insert M CN
o o ©
£ oic [ — Ko [o®
= | ) N
= I
g mdi
\._ 7 H
i =~ |
r L s
B (=] oo
1SO r a, f |18 |88
z |z2
J |00
SNGA120408T02020 0.8 |10.5-2.0|0.2-05 o
SNGA120412T02020 12 1-4 0206 o
2 >
= —
® Ex stock © On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
c MSBNR/L MSRNR/L MSKNR/L MSDNN
Kr: 75° Kr: 75° Kr: 75° Kr: 45°
o 4 ’ ¢ L
%
O
A222 A223 A224 A225
=
© 0
-
£E
Y5
(7]
e
x
v
Y
£
System code A40 Grade selection A174 Technicalinfo *  A447 Cutting data A324



Ceramic inserts General turn ing

O Ideal machining conditions SNGX L 1.C 5
€3 Normal machining conditions 12 07 12.7 12.7 7.94
Turning ceramic inserts 4% Unfavourable machining conditions
SN** negative insert ™ CN
P |O
K|O [O&
il N
H
(=] oo
ISO r a, f |18 [88
= —
S |&8
SNGX120712T02020 1.2 1-4 |0.2-06 o
P SNGX120716T02020 1.6 |05-2.0]0.2-06 o
7
Medium Cut
® Ex stock © On demand CM  Mixed ceramic
CN 5i3N4 Ceramic
Tool holder
JSDNN
Kr: 45°
A268
System code Ad0 Grade selection * A174 Technical info A447 Cutting data A324
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Turning
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O

Technical
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General turni ng Ceramic inserts

SNGN L 1.C S

12 04 12.7 12.7 4.76
12 07 12.7 12.7 7.94
1507 |15.875]15.875| 7.94
1907 | 19.05 ] 19.05 | 7.94

O Ideal machining conditions

€3  Normal machining conditions

Turning ceramic inserts g%  Unfavourable machining conditions
SN** negative insert M CN
P O
.\E‘)O"
e Ko [oe
gIc_ [T
—] i N
N\ / H
~
r L S

(=] oo
1SO r a, f S |88
z |z2
J (GO

SNGN120404T02020 0.4 10.5-2.0]0.15-040(0

SNGN120408T02020 0.8 |0.5-2.0] 0205 |o .

SNGN120412T02020 1.2 1-4 0206 (o o
SNGN120416T02020 16 |0.5-5.0| 0.2-06 |o o

SNGN120704T02020 0.4 10.5-2.0]0.15-040|e

SNGN120708T02020 0.8 |0.54.0] 0206 (O

SNGN120712T02020 1.2 1-5 0.2-06 (o L]
[

SNGN120716T02020 16 1-5 0.2-06 (o o

SNGN150708T02020 0.8 |0.5-2.0] 0205 (o
SNGN150712T02020 1.2 1-4 02-06 (e o o
SNGN150716T02020 16 |0.5-20| 0.2-06 |e o0

SNGN190716T03020 1.6 25 0206 (o

® Ex stock © On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
CSKNR/L CSRNR/L CSDNN
Kr: 75° Kr: 75° Kr: 45°

)

.

A262 A263 A265

System code A40 Grade selection = A174 Technical info Ad447 Cuttingdata = A324

A184




Ceramic inserts General turn ing

Turning ceramic inserts

0]

€3 Normal machining conditions
&% Unfavourable machining conditions

Ideal machining conditions

TNGA L 1.C S d
16 04 | 165 | 9525 | 476 | 3.86 A
22 04 22 127 | 476 | 5.16

TN** negative insert ™ CN
s e g
= KO [O6 =
-
! . E
“E .
(=] oo B
ISO rola, f 18 |88
= —
S |&8
TNGA160404T01020 0.4 12-5(0.15-040 .
TNGA160408T02020 0.8 |2-5| 0.2-05 .
TNGA160412T02020 1.2 |1-4| 0.2-06 . E’
» =
TNGA220408T02020 0.8 |2-5| 0.2-05 o =
e =
TNGA220412T02020 1.2 |2-5| 0.2-06 o
TNGA220416T02020 16 |2-5| 0.2-06 o
® Ex stock © On demand CM  Mixed ceramic
CN 5i3N4 Ceramic
Tool holder C
MTGNR/L MTJNR/L MTJNR/L-Z MTFNR/L
Kr: 90° Kr: 93° Kr: 93° Kr: 91
) o
- o =
-
O
A226 A227 A228 A229
e
< O
g5
£ E
e
= -
o)
o
£
Systemcode *  A40 Grade selection » A174 Technicalinfo > A447 Cutting data A324

A185



General turni ng Ceramic inserts

TNGN L I.C S

A Q© Ideal machining conditions 16 04 165 | 9.525 | 476
16 07 16.5 9.525 7.94

22 04 22 12.7 4.76

& Normal machining conditions

Turning ceramic inserts &% Unfavourable machining conditions
i TN** negative insert M CN
£ PO
-
E Ko [o®
N
H
[=] [ B ]
IS0 r| oa f |8 88
— — o~
< |ZzZ
U U0
TNGN160404T02020 0.4 10.5-4.0]0.15-050(2
E’ TNGN160408T02020 0.8 |0.5-5.0] 0.2-06 (o o]
E TNGN160412T02020 1.2 1-5 0.2-06 (o o
TNGN160708T02020 0.8 |10.5-2.0] 0.2-05 o o
W' | TNGN160712T02020 1.2 1-4 0206 (o
Medium Cut| TNGN220408T02020 0.8 |0.5-2.0] 0205 |o o
TNGN220412T02020 1.2 1-4 0206 (o
C TNGN220416T02020 16 2-5 0206 (o
® Ex stock © On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
2 CTINR/L CTUNR/L
= Kr: 93° Kr: 93°
O
D A259 A261
(=
< .2
-
£ E
¥ 5
@
= E
x
]
Y
£
System code A40 Grade selection = A174 Technicalinfo .~ A447 Cuttingdata = A324

A186




Ceramic inserts General turn ing

RNGN 1.C 5
09 04 9.53 4.76
12 04 12.7 4.76
12 07 12.7 7.94
©  Ideal machining conditions 1507 |15.875| 7.94
€ Normal machining conditions 19 07 19.05 7.94
Turning ceramic inserts g% Unfavourable machining conditions 2510 | 254 | 1005
RN** negative insert ™ CN
P |O
KO |08
N N
e ;
(=] oo
1SO a, f g |88
< (22
u | o
RNGNO090400T02020 0.5-20|02-05]0
RNGN120400T02020 0.5-20|02-05]0 [ ]
RNGN120700T02020 0.5-20|0205]e L]
v RNGN150700T02020 0.5-20|02-05]0
RNGN190700T03020 0.5-20|02-05]0 [ ]
RNGN251000T05020 0.5-20|02-05]0
® Ex stock © On demand CM  Mixed ceramic
CN 5i3N4 Ceramic
Tool holder
CRDNN
A264
Grade selection * A174 Technical info Ad47 Cutting data A324
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General turni ng Ceramic inserts

A188

Q Ideal machining conditions WNGA L 1.C 5 d
A € Normal machining conditions 08 04 | 8.69 12.7 | 476 | 5.16
Turning ceramic inserts 4% Unfavourable machining conditions
WN** negative insert M CN
= PO
= S
= == K O O
-
S Z 8
od { H
L i
B [ ] oo
ISO r a, f |8 |88
z |=2
J |00
WNGAO080408T02020 0.8 |10.5-2.0|0.2-05 .
WNGAO080412T02020 1.2 25 |02-06 .
E) i WNGAO080416T02020 16 25 |02-06 .
= —
® Ex stock © On demand CM  Mixed ceramic
CN  Si3N4 Ceramic
Tool holder
C MWLNR/L
Kr: 95°
2 /
£ |
E
O
A232
=
< .2
-
£E
¥ 5
(7]
e
x
v
Y
£
System code A40 Grade selection A174 Technical info Ad447 Cuttingdata = A324




Ceramic inserts General turn ing
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General turning External tool holders overview

External turning tool holders

A190

zcc.CcT

Application Workpiece
Extelrn‘al Facing Profiling Profiling Profiling Stable Unstable
machining
Tool holder Page
DCLNR/L )
95° " ® ® o A197
DDJNR/L .
; O ® o O O A198
93° ’
DSBNR/L g
@ o A199
-
DTGNR/L ,
D 91° -" ® o A200
DVVNN
3 ] Q A201
DVINR/L
o} ® o o] A202
93° *
DWLNR/L _
95° " ® ® o A203
PCBNR/L >
Y o A204
75°
PCLNR/L
o @ o A205
95°
PDJNR/L
o ] ® o] Q o] A206
93° y
PDNNR/ L
63° o ® o o A207
PSBNR/L <l
g v ® o A208
PSDNN ==
45° -* o @ o o) A210
PSKNR/ L
75° e e ® A211
PSSNR/ L
45° . @ @ o A212
® Recommended
e




External tool holders overview Gen eral tu rning

External turning tool holders

Application Workpiece
mE:ctﬁir:fr:g Facing Profiling Profiling Profiling Stable Unstable
Tool holder Page
} L—U | { } ==
PTFNR/L
@ ° A213
91°
PTTNR/L
® ] A214
60°
PTGNR/L
@ °® A215
90°
PWLNR/L
® ® ° A217
95°
MCBNR/L
75° V o ] A218
MCLNR/L
95° w ® » ° A219
MDJNR/L '
93° ’ @ 0 O ° o) A220
MDPNN
- o) ° A221
62.5° ’
MSBNR/L i
- ] A222
b
MSRNR/L >
M 75° v e L A223
MSKNR/L
i y ® ° A224
MSDNN
45° "’ . ® A225
MTGNR/L -
a0° ’, ® L A226
MTJINR/L
93° "’ ¢ ® A227
MTINR/L-Z
93° ” b ® ° A228

@ Recommended
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General turning External tool holders overview

External turning tool holders

A192

zcc-CcT

Application Workpiece
mE:ctﬁir:iar:g Facing Profiling Profiling Profiling Stable Unstable
Tool holder |_ _| Page
| et 1 e N E—
_ =4 L |
MTENR/L
91° "’ ® o A229
MVVNN
L ® o A230
72,5° ’
MVINR/L ’ il
o o 8] o A231
93° ’
M MWLNR/L
. s ® 0 A232
95° ’
MRGNR/L _ail
'/ — ® A234
- -
MRDNN -~<-__';"._."'
"‘ ° @ A233
SCACR/L
90° v g ® o A235
SCLCR/L
= o ® ° = A236
95° ’
SDACR/L
90° = o o] S) A237
SDICRL
93° r bt o @ @ A238
SDNCN _
S ° ° . A239
N .
SVJBR/L :
93° ’ 2 e ° ® A240
SVABR/L i
90° s ® ® o] Q A241
SVVBN _
& ™ o o A242
72,5° ’
SVVCN
2 ° ° ® A243
72,5° '
® Recommended
e



External tool holders overview Gen eral tu rning

External turning tool holders

Application Workpiece
mE:ctﬁir:fr:g Facing Profiling Profiling Profiling Stable Unstable
Tool holder Page
} [,_Q_MH] l_ [ } = ==
SVICR/L
B o ® o) A244
93°
SSBCR/L
® ° A245
75°
SSDCN
o ® A246
45°
SSKCR/L
@ ] A247
57
SSSCR/L
- ® A248
45°
STACR/L
90° i~ o ° o A249
S STFCR/L _ .
91° w ® ° A250
STGCR/L -
k: - [ ] o A251
91° =
STTCR/L _
60° = st ° A252
SWACR/L -
90° ks ® ® o A253
SRDCN P
w @ [ ] A254
SRGCR/L .
’ ® ® A255
CKINR/L
e ® ® A256
93° y
c CKNNR/L
@ e A257
- B

® Recommended
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Ge neral tu rni ng ISO code - external tool holders

A194

P C L N L

25 25 M

12

1 2 3 4 5 6 7 8 9
Clamping system Insert shape
Code Description
c
P Systeme de serrage a levier @
D
M Serrage a bride et levier
: O
S Systéme de serrage a vis ‘ ? 3
T A
c/i Serrage par bride
v
D Serrage double %
"
1 2

Tool holder type and entering angle

Clearance angle

S

A B

75
;E

T] ﬁ
C
-
F G H J
o050 117°30’
50° 63°
95
L M N (0]
107°30°
?;D 45:& w@
Q R S T
?zo;ﬁ Eﬁo" i 120°
v w X

62°3

"I F S

75

SRS

3

<

OG>

<CC:CT




ISO code - external tool holders General turn ing

Cutting direction Shank height h [mm] Shank width b [mm]
L RNl &l [
R Code ‘ h Code | b
12 12 12 12
16 16 16 16
—L' 20 20 20 20
25 25 25 25
32 32 32 32
? 40 40 40 40
50 50 50 50
N
5 7

Holder length L [mm]

Cutting edge length | [mm]

L Insert shape
=8
| H1EIQTH A L4
Code L -1 ==} d ) 1 | -
C D R 5 T vV W
H 100 5,56 09
K 125 6,35 06 07 1
M 150 9,525 09 11 09 09 16 16 06
P 170 12,7 12 15 12 12 22 22 08
Q 180 15,875 16 19 15 15 27
R 200 19,05 19 19 19 33
S 250 254 25 25 25 44
T 300 32 32
8 9
g

CC.CT

A195
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D-Type clamp tool holder

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

Best indexing accuracy, high clamping force

Stable tool life by secure

clamping —l

Good anti-corrosive and |
wear-resistance

Special clamp nose design for more stability and
high clamping accuracy

Special design
Double guiding surface

A9 N>

Body

T~ Spring

Screw




External tool holders General turning

CN** holder (external) D-Clamping
DCLNR/L Kr: 95°
h a
, s b
T LA95°
e
L
Stock Dimensions [mm] Inserts
Article 3
R L a b B h 5 e
DCLNR/L1616H09 ° 16 16 100 16 20 24 CN**0903%*
DCLNR/L2020K09 e o 20 20 125 20 25 24 CN**0903**
DCLNR/L2525M09 e o 25 25 150 25 32 24 CN**0903**
DCLNR/L2020K12 e o 20 20 125 20 25 28 CN**1204**
DCLNR/L2525M12 e o 25 25 150 25 32 28 CN**1204%*
DCLNR/L3225P12 e o 32 25 170 32 32 28 CN**1204**
® Ex stock © On demand
= With internal cooling
Spare parts
Insert CN**0903%* CIN*#1204%%
h 16-25 20-32
L) Clamp C1RA C2RA
C’ S T CM5x22C CM6x25C
v (4.0 Nm) (7.0Nm)
m Screw (shim) SM5x8.65XA1 SMEXTOXA1
= | Shim C09BM C12BM
@ Spring SPR6 SPR4
¢ | wrench (shim) WH30L WH40L
¢ |Wwrench (clamp) WH30L WH40L
Insert
— ——
of = =
Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
A45 A45 A46 A53 A53 A148
Systemcode * A194 Grade selection . A40 Technicalinfo » A447 Cutingdata . A324
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Genera I turni ng External tool holders

DN** holder (external) D-Clamping
DDJNR/L Kr:93°
h a
s b
o
o3
- L
Stock Dimensions [mm] Inserts
Article H
R| L b L h s e 4
DDJNR/L1616H11 e o 16 16 100 16 20 30 DN**1104**
DDJNR/L2020K11 e o 20 20 125 20 25 30 DN**1104**
DDJNR/L2525M11 e o 25 25 150 25 32 30 DN**1104**
DDJNR/L3225P11 o o 32 25 170 32 32 30 DN**1104**
DDJNR/L2020K15 e o 20 20 125 20 25 35 DN**1506**
DDJNR/L2525M15 e o 25 25 150 25 32 35 DN**1506**
DDJNR/L3232P15 e o 32 32 170 32 40 35 DN**1506**
® Ex stock © On demand
# With internal cooling
Spare parts
Insert DN##1104%* DN**1506**
h 16-32 20-32
Lal Clamp C1RA C2RA
tf Screw (clam) CM5x22C CM6x25C
P (4.0 Nm) (7.0 Nm)
m Screw (shim) SM5x8.65XA1 SM6x10XA1
- Shim D11BM D15BM
@ Spring SPR6 SPR4
( Wrench (shim) WH30L WH40L
¢ |Wrench (clamp) WH30L WH40L

27 P4 27

&

£/

Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A55 A55 A56 A60 A61 A149
Systemcode » A194 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324

A198

o«

2CCCT



External tool holders General turning

SN** holder (external)

DSBNR/L Kr: 75°

D-Clamping

o
_/‘75‘
e

L
Stock Dimensions [mm] Inserts
Article 3 =1
R|L a b L h s e fi - !
DSBNR/L1616H09 0o o 16 16 100 16 13 26 SN**0903**
DSBNR/L2020K12 e o 20 20 125 20 17 34 SN**1204**
DSBNR/L2525M12 e o 25 25 150 25 22 34 SN**1204**
DSBNR/L3225P12 e @ 32 25 170 32 22 34 SN**1204**
DSBNR/L3232P15 e o 32 32 170 32 27 41 SN**1506**
® Ex stock © On demand
* With internal cooling
Spare parts
Insert SN**0903%* SN**¥1204%* SN**1506%*
h 16 20-32 32
Lt Clamp C1RA C2RA C3RA
W Sorewitlamp) CM5x22C CMex25C CMex25C
P (4.0 Nm) (7.0 Nm) (7.0 Nm)
@ Screw (shim) SM5x8.65XA1 SMBx10XA1 SM6x10XA2
Jﬁ' Shim S09BM S12BM 515BM
—
@ Spring SPR6 5PR4 SPR4
¢ | Wrench (shim) WH30L WH40L WH40L
( Wrench (clamp) WH30L WH40L WH40L
Insert
'to; - | o ’
=== —
Finishing Medium Cut Roughing Castlron PCBN/PCD
A63 ABS ABB A74 A150
Systemcode * A194 Grade selection A40 Technicalinfo > A447 Cutting data _. © A324
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Genera I turni ng External tool holders

TN** holder (external) D-Clamping
DTGNR/L Kr:91°
h a
q
’ s b
919
e
L
Stock Dimensions [mm] Inserts
Article sk
Rl L a b L h 5 e ‘ - =
DTGNR/L1616H16 L] 16 16 100 16 20 25 TN**1604**
DTGNR/L2020K16 ] L] 20 20 125 20 25 25 TN**1604**
DTGNR/L2525M16 L] L] 25 25 150 25 32 25 TN**1604%*
® Ex stock © On demand
¥ With internal cooling
Spare parts
Insert TN**1604**
h 16-25
L) Clamp C1RA
w Screw (clamp) CMSxl2C
P (4.0 Nm)
Y | Screw (shim) SM5x8.65XA1
a Shim T16BM
@ Spring SPR6
¢ | Wrench (shim) WH30L
( Wrench (clamp) WH30L
Insert
G =t == S [—"
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A78 A79 AB1 AB4 AB8 A151
Systemcode » A194 Gradeselection *  A40 Technical info A447 Cutting data A324

A 200

¢

N
Q
i
p]
-



External tool holders General turning

VN** holder (external) D-Clamping
DVVNN Kr: 72°30'
h a
sT_ A
72°307
e
L
Dimensions [mm] Inserts
Article sz | Stock
a b L h 5 e (= — ]
DVVNN2020K16 20 20 125 20 10 e VN**1604**
DVVNN2525M16 25 25 150 25 12.5 g VN**1604**
® Ex stock © On demand
*= With internal cooling
Spare parts
Insert VN**1604%**
h 20-25
LN Clamp C6RA
Q’ Screw (clamp) CMO2L
(4.0 Nm)
@ Screw (shim) SM5x8.65XA1
— Shim V16BM
'@ Spring SPR6
¢ | wrench (shim) WH30L
( Wrench (clamp) WH30L
Insert
Finishing Medium Cut Roughing Castlron PCBN/PCD
A91 A93 A93 A92 Al152
System code A194 Grade selection A40 Technical info A447 Cutting data A324
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Genera I turni ng External tool holders

VN** holder (external) D-Clamping
DVIJNR/L Kr:93°
h a
s b
93
e L
Stock Dimensions [mm] Inserts
Article sk
Rl L a b L h 5 e ——
DVINR/L2020K16 20 20 125 20 25 41 VN**1604*
DVINR/L2525M16 L] L] 25 25 150 25 32 41 VN**1604*
® Ex stock © On demand
“ With internal cooling
Spare parts
Insert VN**1604%*
h 20-25
€L Clamp CERA
w Screw (clamp) CM522C
(4.0 Nm)
@ Screw (shim) SM5x8.65XA1
e Shim V16BM
@ Spring SPR6
( Wrench (clamp) WH30L
¢ | Wrench (shim) WH30L
Insert
@ = @ _—— e
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A91 A93 A93 A92 A152
Systemcode » A194 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata * A324

A 202

o«



External tool holders General turning

WN** holder (external) D-Clamping

DWLNR/L Kr: 95°

h a
‘) [ . b
95’
e
L
Stock Dimensions [mm] Inserts
Article 3
R L a b B h 5 e é
DWLNR/L1616H06 e o 16 16 100 16 25 24 WN*0604**
DWLNR/L2020K06 e o 20 20 125 20 25 24 WN**0604**
DWLNR/L2525M06 e o 25 25 150 25 32 24 WN**0604%*
DWLNR/L2020K08 e o 20 20 125 20 25 31 WN**0804**
DWLNR/L2525M08 e o 25 25 150 25 32 31 WN*20804**
DWLNR/L3225P08 e o 32 25 170 32 32 31 WN**0804**
® Ex stock © On demand
= With internal cooling
Spare parts
Insert WN**0604%* WN**0804%*
h 16-25 20-32
L) Clamp C1RA C2RA
t’ S CM5x22C CM6x25C
v (4.0 Nm) (7.0Nm)
@ Screw (shim) SM5x8.65XA1 SM6XT10XA1
& Shim WO6BM WO08BM
@ Spring SPR6 SPR4
¢ | wrench (shim) WH30L WH40L
¢ |Wwrench (clamp) WH30L WH40L
Insert
® A a =
] Sl bond
Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
A95 A94 A97 A98 A98 A153
Systemcode * A194 Grade selection . A40 Technicalinfo > A447 Cutingdata . A324
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General turning External tool holders

CN** holder (external)

A

PCBNR/L Kr:75°

P-Clamping

— =,
g’ h | a
=
-
=
= s © b
L E=F Y
?5“9
L
Right hand style
B Stock Dimensions [mm] Inserts
Article H
R|L a b L h 5 e
= PCBNR/L2020K12 L] L] 20 20 125 20 17 27 CN**1204%*
é PCBNR/L2525M12 L] L] 25 25 150 25 22 27 CN**1204**
E PCBNR/L3232P12 L] L] 32 32 170 32 27 27 CN#*1204**
PCBNR/L2525M16 L] L] 25 25 150 25 22 33 CN**1606%*
PCBNR/L3232P16 L] L] 32 32 170 32 27 33 CN**1606%*
PCBNR/L3232P19 L] L] 32 32 170 32 27 38 CN**1906%*
PCBNR/L4040519 L] L] 40 40 250 40 35 38 CN**1906**
c PCBNR/L404052507 L] L] 40 40 250 40 35 50 CN**2507**
PCBNR/L404052509 L] L] 40 40 250 40 35 50 CN**2509**
® Ex stock © On demand
 With internal cooling
o
£
= Spare parts
a Insert CN**1204%** CN**1606"* CN**1906** CN**2507** CN**2509*%
h 20-32 25-32 32-40 40 40
Bo | Kneelever L4 Ls L6 L8 L8
gp Screw LEM8x21 LEMBx25 LEM10x27
D : (10.2 Nm) (10.2 Nm) (16.6 Nm)
‘@ Screw LEM12x36A LEM12x36A
(25.2 Nm) (25.2 Nm)
|« | Shim C12AP C16AP C19AP C25AP-07 C25AP
=
© 0
g *g . Shim pin (shim) SP4 SP5 SP6 SP8 SP8
€T
Y5
— “E " Wrench WH30L WH30L WH40L WH50L WHS50L
Insert
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
o2 A45 A45 Ads AS51 A53 A148
v
Y
£
System code Alo4 Grade selection *  A40 Technicalinfo *  A447 Cutting data A324

A204



External tool holders

General turning

CN** holder (external)

PCLNR/L Kr: 95°

P-Clamping

L
Right hand style
Stock Dimensions [mm] Inserts
Article ok —
R L a b L h 5 e g
PCLNR/L1616H09 ® [ ] 16 16 100 16 20 20 CN**0903**
PCLNR/L2020K09 [ ] L] 20 20 125 20 25 22 CN**0903**
PCLNR/L2525M09 o [ ] 25 25 150 25 32 22 CN**0903**
PCLNR/L2020K12 ] L] 20 20 125 20 25 28 CN**1204*
PCLNR/L2525M12 ° [ ] 25 25 150 25 32 28 CN**1204%*
PCLNR/L3232P12 [ ] [ ] 32 32 170 32 40 28 CN**1204%*
PCLNR/L2525M16 L[] L] 25 25 150 25 32 33 CN**1606%*
PCLNR/L3232P16 [ ] [ ] 32 32 170 32 40 33 CN**1606%*
PCLNR/L3232P19 L[] L ] 32 32 170 32 40 38 CN**1906**
PCLNR/L4040519 [ ] [ ] 40 40 250 40 50 38 CN**1906%*
PCLNR/L404052507 [ ] [ ] 40 40 250 40 50 49 CN**2507**
PCLNR/L404052509 L[] L] 40 40 250 40 50 49 CN**2509**
® Ex stock © On demand
* With internal cooling
Spare parts
Insert CN**0903** CN**1204%* CN**1606%* CN**1906"* CN**2507%* CN**2509%*
h 16-25 20-32 25-32 32-40 40 40
b Knee lever L3 L4 LS L6 L8 L8
’ !, i LEM8x21 LEMBx25 LEM10x27
(10.2 Nm) (10.2 Nmj) (16.6 Nm)
‘@ et LEM6x13.4A LEM12x36A LEM12x36A
(7.0 Nm) (25.2 Nm) (25.2 Nm)
= | Shim CO9AP C12AP C16AP C19AP C25AP-07 C25AP
. Shim pin (shim) SP10 SP4 SP5 SP& SP8 SP8
( Wrench WH25L WH30L WH30L WH40L WHS50L WHS50L
Pr— e g
Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
A45 A45 Ad6 A51 A53 A148
System code A194 Grade selection A40 Technicalinfo _ A447 Cutting data A324
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General turning External tool holders

A DN** holder (external) P-Clamping
PDJNR/L Kr:93°
o h a
£
[=
3
[ » b
e e .
t /®
e
L
Right hand style
B Stock Dimensions [mm] Inserts
Article H
R| L a b L h s e P 4
= PDJNR/L1616H11 e o 16 16 100 16 20 25 DN**1104%*
é PDJNR/L2020K11 e o 20 20 125 20 25 25 DN**1104**
E PDJNR/L2525M11 e o 25 25 150 25 32 30 DN**1104%*
PDJNR/L2020K15-3 e 0O 20 20 125 20 25 35 DN**1504**
PDJNR/L2525M15-3 e o 25 25 150 25 32 35 DN**1504**
PDJNR/L3232P15-3 o o 32 32 170 32 40 35 DN**1504**
PDJNR/L2020K15 e o 20 20 125 20 25 35 DN**1506**
C PDJNR/L2525M15 o o 25 25 150 25 32 35 DN**1506**
PDJNR/L3232P15 e o 32 32 170 32 40 35 DN**1506**
® Ex stock © On demand
 With internal cooling
o
=
= Spare parts
o Insert DN**1704%* DN**1504%** DN**1506%**
h 16-32 20-32 20-32
Bo | Kneelever 13 L4 148
gp Screw LEM8x21 LEM8&x21
D - (10.2 Nm) (10.2 Nm)
‘@ Screw LEM6x13.4A
(7.0 Nm)
-— Shim D11AP D15AP D15AP
c
® 2
g *g . Shim pin (shim) SP3 SP4 SP4
(=
(W] e
]
e | wrench WH25L WH30L WH30L
Insert
E 2 4 27 & 27
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
o2 A55 A55 A56 A60 Ab1 A149
[
o
=
Systemcode .~ A194 Grade selection *  A40 Technicalinfo *  A447 Cuttingdata =~ A324

A 206



External tool holders

General turning

DN** holder (external)

PDNNR/L Kr: 63°

P-Clamping

-
o ®
b
L
Left hand style
Stock Dimensions [mm] Inserts
Article ok
R|L a b L h s e Ay
PDNNR/L2020K15-3 e O 20 20 125 20 8 37 DIN**1504%*
PDNNR/L2525M15-3 e O 25 25 150 25 125 37 DN**1504**
PDNNR/L3232P15-3 e o 32 32 170 32 16 37 DN**1504**
PDNNR/L2020K15 e 20 20 125 20 8 37 DN**1506%*
PDNNR/L2525M15 e o 25 25 150 25 125 37 DN**1506%*
PDNNR/L3232P15 e o 32 32 170 32 16 37 DN**1506%*
® Ex stock © On demand
#= With internal cooling
Spare parts
Insert DN**1504%** DN**1506%*
h 20-32 20-32
b Knee lever L4 L4B
9" S LEMB8x21 LEM8x21
(10.2 Nm) (10.2 Nm)
= Shim D15AP D15AP
B |shim pin (shim) sPa P4
‘' Wrench WH30L WH30L
Insert
L, A /&7 & «/
Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
A55 A55 A56 A60 Ab1 A149
Systemcode * A194 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324
e

>

=CC

(Lt

A207

Turning

Milling

A

Drilling

O

Technical
Information

Index



A

Turning

Milling

N

Drilling

O

Technical
Information

Index

General turning External tool holders

SN** holder (external)

PSBNR/L Kr:75°

P-Clamping

9

S__ © b
75
e e
Right hand style
Stock Dimensions [mm] Inserts
Article H —

R|L a b L h s e L=
PSBNR/L1616H09 L] o] 16 16 100 16 13 21 SN**0903**
PSBNR/L2020K09 L] o 20 20 125 20 17 23 SN**0903**
PSBNR/L2020K12 L] L] 20 20 125 20 17 28 SN**1204%*
PSBNR/L2525M12 L] L 25 25 125 25 22 28 SN**1204%*
PSBNR/L3225P12 L] o] 32 25 170 32 22 28 SN**1204%*
PSBNR/L3232P12 L] o] 32 32 170 32 27 28 SN**1204%*
PSBNR/L2525M15 L] o 25 25 150 25 22 35 SN**1506%*
PSBNR/L3232P15 L] L] 32 32 170 32 27 35 SN**1506%*
PSBNR/L3232P19 L] . 32 32 170 32 27 40 SN**1906%*
PSBNR/L4040519 L] L] 40 40 250 40 35 40 SN**1906%*
PSBNR/L404052507 o] o] 40 40 250 40 35 48 SN**2507%*
PSBNR/L404052509 o] o 40 40 250 40 35 48 SN**2509%*

® Ex stock o On demand
# With internal cooling
Spare parts
Insert SN**0903%* SN**1204%* SN**1506%* SN**1906%* SN**2507%* SN**2509%*
h 16-20 20-32 25-32 32-40 40 40

B | Kneelever L3 L4 L5 L6 L8 L8
‘)» Screw LEM8x21 LEM8x25 LEM10=27

(10.2 Nm) (10.2 Nm) (16.6 Nm)
‘@ Screw LEM&x13.4A LEM12x36A LEM12x36A

(7.0 Nm) (25.2 Nm) (25.2 Nm)
: Shim SO09AP S512AP S15AP S19AP S25AP
~ Shim S25AP-09
—
- Shim pin (shim) SP10 5P4 S5P5 5P6 5P8 5P8

r'. Wrench WH25L WH30L WH30L WH40L WHS50L WH50L
System code Alo4 Grade selection *  A40 Technical info Ad447 Cutting data A324

A 208



External tool holders General turning

SN** holder (external)

Insert
_ — : Te—
[E«ai S - E=d - f
= I
Finishing Medium Cut Roughing Castlron PCBN/PCD
AB3 ABS5 ABS A74 A150
Systemcode »  A194 Grade selection »  A40 Technicalinfo » A447

o«

2CC-CT

Cuttingdata

A324

Turning
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Genera I turni ng External tool holders

PSDNN Kr: 45°

SN** holder (external)

P-Clamping

: TER a
=
= s
5
452 :
. 7
L A
B Dimensions [mm] Inserts
Article sk | Stock =
a b L h 5 e £ -~
— PSDNN1212F09 o 12 12 80 12 6 21 SN**0903**
o
= PSDNN1616H09 ° 16 16 100 16 23 SN*0903**
= PSDNN2020K12 ° 20 20 125 20 10 30 SN¥*1204%*
PSDNN2525M12 ® 20 20 150 20 125 30 SN#*1204%*
PSDNN3232P12 ° 32 32 170 32 16 40 SN¥*1204%*
PSDNN2525M15 ® 25 25 150 25 125 40 SN**1506**
PSDNN3232P15 ° 32 32 170 32 16 40 SN**1506**
C PSDNN3232P19 ° 32 32 170 32 16 40 SN**1906**
PSDNN4040519 = 40 40 250 40 20 40 SN**1906**
® Ex stock © On demand
% With internal cooling
o
£
E Spare parts
Insert SN**0903** SN**0903** SN**1204%* SN**1506%* SN**1906**
h 12 16 20-32 25-32 32-40
B | Kneelever 138 L3 13 L5 L6
9@ Sirew LEM5x128
D (4.0 Nm)
g” Sirew LEM8x25 LEM10x27
(10.2 Nm) (16.6 Nm)
LEM6x13.4A LEM6x13.4A
= W i (7.0 Nm) (7.0 Nm)
< O
il
= g - Shim S09AP S09AP S15AP S19AP
(W] e
@ ©
e I | shim pin (shim) P10 P10 SP5 SP6
r" Wrench WH20L WH25L WH25L WH30L WH40L
E Insert
[Frm——— -y
(- - EX - | o ’
= S
x Finishing Medium Cut Roughing Cast Iron PCBN/PCD
5 A63 A65 A68 A74 A150
System code A194 Grade selection » A40 Technicalinfo *  A447 Cutting data A324

A210

N
0
"‘t
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External tool holders General turning

SN** holder (external) P-Clamping
PSKNR/L Kr: 75°
e |
h a
b
: 9
Right hand style
Stock Dimensions [mm] Inserts
Article ok ==
R|L a b L h s e EO !
PSKNR/L1616H09 o 0 16 16 100 16 20 17 SN**0903**
PSKNR/L2020K09 e O 20 20 125 20 25 20 SN**0903**
PSKNR/L2020K12 e o 20 20 125 20 25 26 SN**1204**
PSKNR/L2525M12 e 25 25 150 25 32 26 SN**1204**
PSKNR/L3232P12 e o 32 32 170 32 40 26 SN**1204**
PSKNR/L2525M15 e O 25 25 150 25 32 32 SN**1506**
PSKNR/L3232P15 e 32 32 170 32 40 32 SN**1506**
PSKNR/L3232P19 ] 32 32 170 32 40 36 SN**1906**
PSKNR/L4040519 (] 40 40 250 40 50 40 SN**1906**
® Exstock © On demand
% With internal cooling
Spare parts
Insert SN**0903** SN*%1204%* SN**1506%* SN**1906**
h 16-20 20-32 25-32 32-40
Be | Kneelever L3 L4 Ls L6
U’ LEM8x21 LEMB8x25 LEM10x27
G Screw
(10.2 Nm) (10.2 Nm) (16.6 Nm)
‘@ Screw LEM&x13.4A
(7.0 Nm)
;‘ Shim S09AP S12AP S515AP S519AP
‘ Shim pin (shim) SP10 5P4 5P5 5P6
( Wrench WH25L WH30L WH30L WH40L
Insert
( og ol - o ’
-_— |
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
AB3 ABS AGS A74 A150
Systemcode * A194 Grade selection Ad0 Technicalinfo » A447 Cutting data A324
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Genera I turni ng External tool holders

A SN** holder (external) P-Clamping
PSSNR/L Kr: 45°
g h §
=
-
= b
]
© ©
4
i
L
Right hand style
B Stock Dimensions [mm] Inserts
Article H =1
R|L a b L h s e )
= PSSNR/L1616H09 L] L] 16 16 100 16 20 25 SN**0903**
é PSSNR/L2020K12 L] L] 20 20 125 20 25 30 SN**1204%*
E PSSNR/L2525M12 L] L] 25 25 150 25 32 30 SN**1204**
PSSNR/L3232P12 L] L] 32 32 170 32 40 40 SN**1204%*
PSSNR/L2525M15 L] L] 25 25 150 25 32 30 SN**1506**
PSSNR/L3232P15 L] L] 32 32 170 32 40 40 SN**1506**
PSSNR/L3232P19 L] L] 32 32 170 32 40 40 SN**1906%*
C PSSNR/L4040S19 L] L] 40 40 250 40 50 50 SN**1906**
PSSNR/L4040S2507 L] L] 40 40 250 40 50 50 SN**2507%*
PSSNR/L4040S2509 L] L] 40 40 250 40 50 50 SN**2509**
® Ex stock © On demand
gi * With internal cooling
%
a Spare parts
Insert SN**Q903** SN**1204** SN**1506** SN**1906%* SN**2507** SN**2509%*
h 16 20-32 25-32 32-40 40 40
b Knee lever L3 L4 LS L6 L8 L8
D o cerew LEM8x21 LEM8x25 LEM10x27
: (10.2 Nm) (10.2 Nm) (16.6 Nm)
‘@ et LEM6x13.4A LEM12x36A LEM12x36A
(7.0 Nm) (25.2 Nm) (25.2 Nm)
=
E o ‘l Shim SO9AP S12AP S15AP S19AP S25AP
£ £
T 5 - Shim S25AP-09
&= —
£
. Shim pin (shim) SP10 SP4 SP5 SPé SP8 SP8
( Wrench WH25L WH30L WH30L WH40L WHS50L WHS50L
Insert
(o @ T~ (o | o
2l Y ety
Y, -_— I
v
'g Finishing Medium Cut Roughing Cast Iron PCBN/PCD
= AB3 ABS AGB A74 A150
System code A194 Grade selection * A40 Technicalinfo *  A447 Cutting data A324

A212

N
0
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External tool holders General turning

TN** holder (external)

PTENR/L Kr:91°

P-Clamping

h | a
®lo1d ) b
o
a7
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article ok
R L b L h s e (-~
L\
PTFNR/L1616H16 e o 16 16 100 16 20 20 TN**1604**
PTFNR/L2020K16 e @ 20 20 125 20 25 20 TN**1604**
PTFNR/L2525M16 e o 25 25 150 25 32 20 TN**1604**
PTFNR/L2525M22 e 25 25 150 25 32 25 TN**2204**
PTFNR/L3232P22 e o 32 32 170 32 40 25 TN**2204**
PTFNR/L3232P27 e O 32 32 170 32 40 34 TN**2706**
PTFNR/L4040527 o o 40 40 250 40 50 34 TN**2706**
® Ex stock © On demand
* With internal cooling
Spare parts
Insert TN**1604%* TN**2204** TN**2706**
h 16-25 25-32 32-40
b Knee lever L3 L4 L5
@’ Setsui LEM8x21 LEM8x25
(10.2 Nm) (10.2 Nm)
‘@ Screw LEM6x13.4A
(7.0 Nm)
a Shim T16AP T22AP T27AP
. Shim pin (shim) 5P3 5P4 5P5
| Wrench WH25L WH30L WH30L
Insert
4 f A A a
™ ﬁa: = S - © -
Wiper Finishing Medium Cut Roughing Heavy Turning Castlron PCBN/PCD
A78 AT9 AB1 AB4 AB7 ABB A151
Systemcode * A194 Grade selection Ad0 Technicalinfo » A447 Cutting data A324
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Genera I turni ng External tool holders

TN** holder (external)

PTTNR/L Kr:60°

P-Clamping

TEl :
Si i s
5 @
o«
° L
Right hand style
Stock Dimensions [mm] Inserts
Article i3
Rl L a b L h 3 e &
PTTNR/L1616H16 L] L] 16 16 100 16 13 25 TN**1604**
PTTNR/L2020K16 L] o 20 20 125 20 17 25 TN**1604**
PTTNR/L2525M22 L] ° 25 25 150 20 22 32 TN**2204*
® Ex stock © On demand
¥ With internal cooling
Spare parts
Insert TN**1604** TN**2204%*
h 16-25 20
b Knee lever L3 L4
9’ — LEM8x21
(10.2 Nm)
‘@ — LEM6x13.4A
(7.0 Nm)
a Shim T16AP T22AP
B | shim pin (shim) sP3 spa
| Wrench WH25L WH30L
Insert
i) e A — [======1 = [
Wiper Finishing Medium Cut Roughing Heavy Turning Cast lron PCBN/PCD
A78 A79 AB1 AB4 AB7 ABB A151
Systemcode » A194 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324

A214

o«

2CCCT



External tool holders @ @N eral turn ing

TN** holder (external)

PTGNR/L Kr: 90°

P-Clamping

L
Right hand style
Stock Dimensions [mm] Inserts
Article ok
R|L a b I h s e A
]
PTGNR/L1010E11 L] 10 10 70 10 14 16 TN**1103**
PTGNR/L1212F11 e @ 12 12 80 12 16 14 TN**1103**
PTGNR/L1616H11 e o 16 16 100 16 20 18 TN**1103**
PTGNR/L2020K11 e O 20 20 125 20 25 19 TN**1103**
PTGNR/L2525M11 Q) B 25 25 150 25 32 20 TN**1103**
PTGNR/L1616H16 e o 16 16 100 16 20 20 TN**1604**
PTGNR/L2020K16 e 20 20 125 20 25 20 TN**1604**
PTGNR/L2525M16 e e 25 25 150 25 32 20 TN**1604**
PTGNR/L3232P16 e O 32 32 170 32 40 20 TN**1604**
PTGNR/L2525M22 e o 25 25 150 25 32 28 TN**2204**
PTGNR/L3232P22 e e 32 32 170 32 40 28 TN**2204**
PTGNR/L3232P27 e O 32 32 170 32 40 33 TN**2706**
PTGNR/L4040527 o O 40 40 250 40 50 33 TN**2706**
® Ex stock © On demand
# With internal cooling
Spare parts
Insert TN**1103%* TN**1604%* TN**2204%* TN**2706**
h 10-25 16-32 25-32 32-40
B | Kneelever 12 13 L4 L5
& ot LEM5x9B
: (4.0 Nm)
& ot LEM8x21 LEM8x25
: (10.2 Nm) (10.2 Nm)
‘@ ot LEM6x13.4A
(7.0 Nm)
l"b" Shim T16AP T22AP T27AP
. Shim pin (shim) SP3 5P4 SP5
( Wrench WH20L WH25L WH30L WH30L
Systemcode . A194 Grade selection A40 Technical info A447 Cuttingdata = A324
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General turning External tool holders

TN** holder (external)

Insert
- ‘a: o ,(if!}?», - @ e
Wiper Finishing Medium Cut Roughing Heavy Turning Castlron PCBN/PCD
A78 A79 AB1 AB4 AB7 ABB A151
Systemcode » A194 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata * A324

A216

o«

2CCCT



External tool holders General turning

WN** holder (external)

PWLNR/L Kr: 95°

P-Clamping

h I a
s| [@ b
1| o
95%
e /
L
Right hand style
Stock Dimensions [mm] Inserts
Article ok
R L a b L h 5 e é
PWLNR/L1616H06 e o 16 16 100 16 20 20 WN**0604**
PWLNR/L2020K06 e @ 20 20 125 20 25 20 WN**0604**
PWLNR/L2525M06 e o 25 25 150 25 32 20 WN**0604**
PWLNR/L2020K08 e 20 20 125 20 25 26 WN**0804**
PWLNR/L2525M08 e o 25 25 150 25 32 26 WN**0804**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert WN**0604** WN#**0804**
h 16-25 20-25
b Knee lever L3 L4
& Setui LEM8x21
(10.2 Nm)
.@ Setui LEM6x13.4A
{(7.0Nm)
-\ Shim WO6AP WO8BAP
. Shim pin (shim) SP3 SP4
| wrench WH25L WH30L
Insert
- B - - ® -
e - loa) — W bt
Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
A95 A94 AS7 A98 ASB A153
Systemcode * A194 Grade selection . A40 Technicalinfo » A447 Cutingdata . A324

A217

Turning

Milling

A

Drilling

O

Technical
Information

Index



A

Turning

Milling

C

Drilling

O

Technical
Information

Index

Genera I turni ng External tool holders

CN** holder (external)

MCBNR/L Kr: 75°

g

M-Clamping

A218

75’
L
Right hand style
Stock Dimensions [mm] Inserts
Article H .
R L a b L h 5 e -
MCBNR/L2020K12 L] o] 20 20 125 20 17 32 CN**1204%*
MCBNR/L2525M12 L] L] 25 25 150 20 22 32 CN**1204**
MCBNR/L3225P12 L] L] 32 25 170 32 22 32 CN#*1204**
MCBNR/L2525M16 o] o 25 25 150 25 22 40 CN**1606%*
MCBNR/L3232P16 L] L] 32 32 170 32 27 40 CN**1606%*
MCBNR/L3232P19 o] o] 32 32 170 32 27 45 CN**1906%*
MCBNR/L4040R19 o] L] 40 40 200 40 35 45 CN**1906**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert CN**1204%* CN**1204%* CN**1606** CN**1906**
h 20 25-32 25-32 32-40
(|| Clamp C1RD C1RD C2RD C5RD
& | Dowel pin TM6x17 TM6x17 TM8x21 TM10x21
’ Screw (clamp) DM6x25 DM6x=30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm)
’ Screw (clamp) DMEx30X
o] (10.2 Nm)
| » | Shim C12BM C12BM C16BM C198M
wl Wre";'i‘;}dowe' WH30L WH30L WH30L WH40L
( Wrench (clamp) WH30L WH30L WH30L WH40L
- /F} - &) { € ’ A )
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A45 A45 Ads A53 A53 A148
Systemcode . A194 Gradeselection *  A40 Technicalinfo *  A447 Cutting data A324



External tool holders General turning

CN** holder (external)

MCLNR/L Kr: 95°

M-Clamping

h é a
s ﬁ b
¥
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R L a b L h 5 e
MCLNR/L2020K12 L] [ ] 20 20 125 20 25 32 CN**1204**
MCLNR/L2525M12 [ ] L] 25 25 150 25 32 32 CN**1204*
MCLNR/L3225P12 L[] [ ] 32 25 170 A 32 32 CN**1204%*
MCLNR/L2525M16 ] L] 25 25 150 25 32 38 CN**1606%*
MCLNR/L3232P16 ° [ ] 32 32 170 32 40 38 CN**1606%*
MCLNR/L3232P19 [ ] [ ] 32 32 170 32 40 45 CN**1906**
MCLNR/L4040R19 L[] © 40 40 200 40 50 45 CN**1906%*
® Ex stock © On demand
* With internal cooling
Spare parts
Insert CN**1204** CN**1204%* CN**1606™* CN**1906**
h 20 25-32 25-32 32-40

()| Clamp CIRD CIRD C2RD CSRD
.j’ Dowel pin TM6x17 TM6x17 TM8x21 TM10x21
’ Sevowiciamp) DM6x25 DM6x30 DM6x30

P (7.0 Nm) (7.0 Nm) (7.0 Nm)
’ Screw (clamp) DGO

p (10.2 Nm)
[ » | Shim C12BM C128M C16BM C19BM
e W'E“;?rf;jowe' WH30L WH30L WH30L WH40L
( Wrench (clamp) WH30L WH30L WH30L WH40L

=] = sl
Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
A45 A45 Ad6 A53 A53 A148

Systemcode * A194 Grade selection . A40 Technicalinfo » A447 Cutingdata . A324
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Genera I turni ng External tool holders

DN** holder (external) M-Clamping
MDJNR/L Kr: 93°
' h :
s 2 b
©
J93€:
L
Right hand style
Stock Dimensions [mm] Inserts
Article i3
R|L a b L h s e P 4
MDJNR/L2020K11 e e 20 20 125 20 25 32 DN**1104%*
MDJNR/L2525M11 e o 25 25 150 25 32 32 DN**1104**
MDJNR/L3225P11 e O 32 25 170 32 32 32 DN**1104%*
MDJNR/L2020K15 e o 20 20 125 20 25 38 DN**1506**
MDJNR/L2525M15 e o 25 25 150 25 32 38 DN**1506**
MDJNR/L3225P15 e o 32 25 170 32 32 38 DN**1506**
® Ex stock © On demand
 With internal cooling
Spare parts
Insert DN**1104** DN**1104** DN**1506%** DN**1506**
h 20 25-32 20 25-32
(5] Clamp CIRD CIRD C2RD C2RD
w Dowel pin TM5x13 TM5x13 TM6x19 TM6x19
’ Screw (clamp) DM6x25 DM6x30 DM6x25 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm) (7.0 Nm)
& Shim D11BM D11BM D15BM D15BM
( Wrench (clamp) WH30L WH30L WH30L WH30L
' Wre";'i‘;}dowe' WH20L WH20L WH30L WH30L
Insert
5 | & | & 7 =
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A55 AS55 A56 ABOD A61 A149
System code A194 Grade selection * A40 Technicalinfo *  A447 Cutting data A324
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External tool holders General turning

DN** holder (external) M-Clamping

MDPNN Kr: 62°30'

o

e C =) “ -

e
L
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e rq
MDPNN2020K11 L] 20 20 125 20 10 35 DN**1104**
MDPNN2525M11 L] 25 25 150 25 125 35 DN**1104**
MDPNN3225P11 L] 32 25 170 32 125 35 DN**1104**
MDPNN2020K15 ° 20 20 125 20 10 40 DN**1506%*
MDPNN2525M15 ° 25 25 150 25 12.5 40 DN**1506**
MDPNN3225P15 ° 32 25 170 32 125 40 DN**1506%*
® Ex stock © On demand
= With internal cooling
Spare parts
Insert DN**1104%* DN**1104** DN**1506** DN**1506**
h 20 25-32 20 25-32

(3] Clamp C1RD CIRD C2RD C2RD
W Dowel pin TM5x13 TM5x13 TMEx19 TM6x19
’ S DM6x25 DM6x30 DM6x25 DM6x30

P (7.0 Nm) (7.0 Nm) {7.0 Nm) (7.0 Nm)
</ Shim D11BM D11BM D15BM D158M
( Wrench (clamp) WH30L WH30L WH30L WH30L
il Wre“gi‘rf?"we' WH20L WH20L WH30L WH30L

Insert
/™4 A /a7 -/ o/
Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
AS55 A55 A56 A60D A6l A149

Systemcode * A194 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324
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Genera I turni ng External tool holders

SN** holder (external) M-Clamping
MSBNR/L Kr: 75°
h a
s b
L
Right hand style
Stock Dimensions [mm] Inserts
Article H —
R|L a b L h s e L=
MSBNR/L2020K12 e o 20 20 125 20 17 32 SN**1204**
MSBNR/L2525M12 e 0O 25 25 150 25 22 32 SN**1204**
MSBNR/L3225P12 e o 32 25 170 32 22 32 SN**1204**
MSBNR/L2525M15 e 0O 25 25 150 25 22 38 SN**1506**
MSBNR/L3232P15 e o 32 32 170 32 29 38 SN**1506**
MSBNR/L4032R15 o 40 32 200 40 27 38 SN**1506**
MSBNR/L3232P19 e o 32 32 170 32 27 45 SN**1906**
MSBNR/L4040R19 o e 40 40 200 40 35 45 SN**1906**
MSBNR/L4040R25 e 0O 40 40 200 40 35 50 SN**2507**
MSBNR/L404052509 o o 40 40 250 40 35 50 SN**2509**
® Ex stock © On demand
* With internal cooling
Spare parts
Insert SN**1204%* SN**1204%* SN**1506** SN**1906%* SN**2507%* SN**2509%*
h 20 25-32 25-40 32-40 40 40
‘-Im Clamp C1RD C1RD C2RD C5RD C6RD C6RD
w Dowel pin TM6x17 TMEx17 TM8x21 TM10x21 TM12x29 TM12x29
’ SevevickBE DM6x25 DM6x30 DM6x<30
P (7.0 Nm) {7.0 Nm) (7.0 Nm)
’ SevevickBE DM8x30X DM10x35X DM10x35X
P (10.2 Nm) (16.6 Nm) (16.6 Nm)
~ Shim S12BM S512BM S15BM S19BM 525BM S525BM
( Wrench (clamp) WH30L WH30L WH30L WH40L WH40L WH40L
' W'e”;'i‘ri}dowe' WH31L WH31L WH30L WH40L WHS0L WHS50L
Insert
(o @ T~ (o | o
2l Y ety
-_— S
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A63 AGS5 A68 A74 A150
System code Al94 Grade selection ~ A40 Technicalinfo > A447 Cutting data A324
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External tool holders General turning

SN** holder (external)

MSRNR/L Kr: 75°

M-Clamping

b
L
Right hand style
Stock Dimensions [mm] Inserts
Article ok ==
R|L a b L h s e EO !
MSRNR/L2020K12 e o 20 20 125 20 22 36 SN**1204**
MSRNR/L2525M12 e @ 25 25 150 25 27 36 SN**1204**
MSRNR/L3225P12 e O 32 25 170 32 27 36 SN**1204**
MSRNR/L2525M15 e O 25 25 150 25 27 40 SN**1506™*
MSRNR/L3232P15 e o 32 32 170 32 35 40 SN**1506**
MSRNR/L4032R15 o) 40 32 200 40 35 40 SN**1506**
MSRNR/L3232P19 o o 32 32 170 32 35 45 SN**1906**
MSRNR/L4040R19 o 40 40 200 40 43 45 SN**1906**
MSRNR/L4040R2509 a0 40 40 200 40 43 50 SN**2509**
MSRNR/L404052509 o T 40 40 250 40 43 50 SN**2509**
® Ex stock © On demand
= With internal cooling
Spare parts
Insert SN**1204%* SN**1204%* SN**1506%* SN**1906%* SN**2509%*
h 20 25-32 25-40 32-40 40
(3] Clamp C1RD CIRD C2RD C5RD C6RD
y Dowel pin TMex17 TM6Ex17 TM8x21 TM10x21 TM12x29
, S DM6x25 DM6x30 DM6x30
p (7.0 Nm) (7.0 Nm) (7.0 Nm)
, S DMBx30X DM10x35X
P (102 Nm) (16.6 Nm)

-~ ;

- Shim 512BM S512BM 515BM S19BM 525BM
( Wrench (clamp) WH30L WH30L WH30L WH40L WH40L
' W'E”;?n(?owe' WH31L WH31L WH30L WHaoL WHS50L

Insert
[ - = o | o ’
-_— I
Finishing Medium Cut Roughing Castlron PCBN/PCD
AB3 ABS ABS A74 A150
Systemcode * A194 Grade selection Ad0 Technicalinfo » A447 Cutting data A324
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General turning External tool holders

SN** holder (external) M-Clamping
MSKNR/L Kr: 75°
h
®
|6
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article H —
R|L a b L h s e L=
MSKNR/L2020K12 ° o 20 20 125 20 25 32 SN#*1204%*
MSKNR/L2525M12 ° o 25 25 150 25 32 32 SN**1204%*
MSKNR/L3225P12 e o© 32 25 170 32 32 32 SN#*1204%*
MSKNR/L2525M15 e o© 25 25 150 25 32 28 SN**1506**
MSKNR/L3232P15 e o© 32 32 170 32 40 38 SN**1506**
MSKNR/L4032R15 o 40 32 200 40 40 38 SN**1506%*
MSKNR/L3232P19 ° o 32 32 170 32 40 45 SN**1906**
MSKNR/L4040R19 o o 40 40 200 40 50 45 SN**1906**
MSKNR/L404052509 . 40 40 250 40 50 50 SN**2509%*
® Ex stock o On demand
 With internal cooling
Spare parts
Insert SN**1204** SN**1204%* SN**1506%* SN**1906%* SN**2509%*
h 20 25-32 25-40 32-40 40
(] Clamp CIRD CIRD C2RD CSRD C6RD
& | Dowelpin TM6x17 TM6x17 TM8x21 TM10x21 TM12x29
& | screw (clamp) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0Nm)
& | screw (camp) DM8x30X DM10x35X
P (10.2Nm) (16.6 Nm)
s Shim S12BM S12BM S158M S19BM S25BM
¢ |wrench (clamp) WH30L WH30L WH30L WH40L WH40L
'l W’e";?rf}dowe' WH30L WH30L WH30L WH40L WHS0L
Insert
iiaa - S o | o ’
== —
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A63 A65 A68 A74 A150
System code Alo4 Grade selection *  A40 Technicalinfo *  A447 Cutting data A324

A224

N
0
("x
n

¢

b



External tool holders General turning
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SN** holder (external) M-Clamping
MSDNN Kr: 45°
v h :
-®
s :
L @re b
45
)E
L
Dimensions [mm] Inserts
Article sz | Stock =3
a b L h s e EG !
MSDNN2020K12 ] 20 20 125 20 10 35 SN**1204*
MSDNN2525M12 [ ] 25 25 150 25 12.5 35 SN**1204**
MSDNN3225P12 [ ] 32 25 170 32 12.5 35 SN**1204**
MSDNN2525M15 [ ] 25 25 150 25 12.5 42 SN**1506**
MSDNN3232P15 o 32 32 170 32 16 42 SN**1506**
MSDNN4032R15 o 40 32 200 40 16 42 SN**1506%*
® Ex stock © On demand
= With internal cooling
Spare parts
Insert SN**1204%* SN*¥1204%* SN**1506%*
h 20 25-32 25-40
(3] Clamp C1RD CIRD C2RD
W Dowel pin TM6x17 TM6x17 TM8x21
’ e (ehsri) DM6x25 DM6x30 DM6x30
p (7.0 Nm) (7.0 Nm) (7.0 Nm)
- Shim S12BM $12BM S158M
—
( Wrench (clamp) WH30L WH30L WH30L
il Wre“gi‘rf?"we' WH30L WH30L WH30L
Insert
= - - -’
= I
Finishing Medium Cut Roughing Castlron PCBN/PCD
AB3 AB5 ABS A74 A150
Systemcode * A194 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324
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Genera I turni ng External tool holders

TN** holder (external)

MTGNR/L Kr: 90°

Y .

M-Clamping
h a
s " b

90/

e
L
Right hand style
Stock Dimensions [mm] Inserts
Article i3
R L a b L h s e A
MTGNR/L2020K16 ® O 20 20 125 20 25 33 TN**1604**
MTGNR/L2525M16 e o 25 25 150 25 32 33 TN**1604%*
MTGNR/L3225P16 e O 32 25 170 32 32 33 TN**1604**
MTGNR/L2525M22 e O 25 25 150 25 32 35 TN**2204%*
MTGNR/L3225P22 o o 32 25 170 32 32 35 TN**2204**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert TN**1604%* TN**1604** TN**2204**
h 20 25-32 25-32
M| camp C1RD CIRD C2RD
& | Dowelpin TM5x13 TM5x13 TM6x17
’ Sevev (ki) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm)
a Shim T16BM T16BM T22BM
( Wrench (clamp) WH30L WH30L WH30L
¢ | Wrendh dowel WH20L WH20L WH30L
pin)
Insert
@ ,I'Q: /- - = -
——— _ ﬁ- — _ u
Wiper Finishing Medium Cut Roughing Heavy Turning Cast Iron PCBN/PCD
A78 A79 AB1 AB4 AB7 AB8 A151
Systemcode . A194 Gradeselection *  A40 Technical info A447 Cutting data A324
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External tool holders General turning

TN** holder (external) M-Clamping
MTINR/L Kr: 93°
' h a
- & b
L
Right hand style
Stock Dimensions [mm] Inserts
Article ok
R|L a b I h s e -
/\
MTINR/L2020K16 L] 20 20 125 20 25 32 TN**1604**
MTJNR/L2525M16 o o 25 25 150 25 32 32 TN**1604**
MTINR/L3225P16 (o] 32 25 170 32 32 32 TN**1604**
MTJINR/L2525M22 o 25 25 150 25 32 36 TN**2204**
MTINR/L3225P22 o e 32 25 170 32 32 36 TN**2204**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert TN**1604** TN**1604** TN**2204**
h 20 25-32 25-32
(] Clamp C1RD C1RD C2RD
y Dowel pin TM5x13 TM5x13 T™M6x17
’ Serewriclanp) DM6x25 DM6x30 DM6x30
= (7.0 Nm) (7.0 Nm) (7.0 Nm)
a Shim T16BM T16BM T22BM
( Wrench (clamp) WH30L WH30L WH30L
o |[[Freach ot WH20L WH20L WH30L
pin)
Insert
Al ala Al Aal A
Wiper Finishing Medium Cut Roughing Heavy Turning Castlron PCBN/PCD
A78 A79 A81 AB4 A87 A88 A151
Systemcode * A194 Grade selection A40 Technicalinfo > A447 Cutting data A324
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Genera I turni ng External tool holders

MTINR/L-Z Kr: 93°

.

TN** holder (external)

M-Clamping

A228

L
Right hand style
Stock Dimensions [mm] Inserts
Article i3
R L a b L h s e A
MTINR/L2020K16-Z e e 20 20 125 20 25 32 TN**1604**
MTINR/L2525M16-Z e o 25 25 150 25 32 32 TN**1604%*
MTINR/L3225P16-Z e O 32 25 170 32 32 32 TN**1604**
MTINR/L2525M22-Z e o 25 25 150 25 32 36 TN**2204%*
MTINR/L3225P22-Z e O 32 25 170 32 32 36 TN**2204**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert TN**1604** TN**1604** TN**2204%**
h 20 25-32 25-32
M| camp C1RD CIRD C2RD
& | Dowelpin TM5x13 TM5x13 TM6x17
’ Sevev (ki) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm)
a Shim T16BM T16BM T22BM
( Wrench (clamp) WH30L WH30L WH30L
¢ | Wrendh dowel WH20L WH20L WH30L
pin)
Insert
- LN /= N - - -
Wiper Finishing Medium Cut Roughing Heavy Turning Cast Iron PCBN/PCD
A78 A79 A81 AB4 A87 A88 A151
Systemcode » A194 Gradeselection *  A40 Technical info A447 Cutting data A324



External tool holders General turning

TN** holder (external)

MTFNR/L Kr:91°

L

M-Clamping

>

=CC

(Lt

s b
L
Right hand style
Stock Dimensions [mm] Inserts
Article ok
R|L a b I h s e -
A
MTFNR/L2020K16 e O 20 20 125 20 25 32 TN**1604**
MTFNR/L2525M16 e o 25 25 150 25 32 32 TN**1604**
MTFNR/L3225P16 ° 32 25 170 32 32 32 TN**1604*
MTFNR/L2525M22 e O 25 25 150 25 32 36 TN**2204**
MTFNR/L3225P22 ® O 32 25 170 32 32 36 TN**2204**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert TN**1604** TN**1604** TN**2204**
h 20 25-32 25-32
(] Clamp C1RD C1RD C2RD
w"’ Dowel pin TM5x13 TM5x13 T™M6x17
’ Serewriclanp) DM6x25 DM6x30 DM6x30
= (7.0 Nm) (7.0 Nm) (7.0 Nm)
a Shim T16BM T16BM T22BM
( Wrench (clamp) WH30L WH30L WH30L
o |[[Freach ot WH20L WH20L WH30L
pin)
Insert
P L 2 & & V- N
Wiper Finishing Medium Cut Roughing Heavy Turning Castlron PCBN/PCD
A78 A79 A81 AB4 A87 A88 A151
Systemcode * A194 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324
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Genera I turni ng External tool holders

A230

o«

2CCCT

VN** holder (external) M-Clamping
MVVNN Kr: 72°30'

h a

s

W b

72°30'
e
L
Dimensions [mm] Inserts
Article sk | Stock
a b L h 5 = ——
MVVNN2020K16 L] 20 20 125 20 10 45 VN**1604**
MVVNN2525M16 [ 25 25 150 25 125 45 VN**1604**
MVVNN3225P16 o 32 25 170 32 125 45 VN**1604**
MVVNN3232P16 [ 32 32 170 32 16 45 VN**1604**
® Ex stock © On demand
# With internal cooling
Spare parts
Insert VN**1604** VN**1604**
h 20 25-32
(3] Clamp C3RD C3RD
& | Dowelpin TM5x13 TM5x13
’ T P DM6x25 DMex30
p (7.0 Nm) (7.0 Nm)
- Shim V16BM V16BM
¢ |Wrench (clamp) WH30L WH30L
r— Wrencl_1 (dowel WH20L WH20L
pin)
Insert
@ i‘_:lf::—. @9‘5_5 _— ==
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
Ag91 A93 A93 A92 A152
Systemcode » A194 Gradeselection *  A40 Technicalinfo *  A447 Cutting data _



External tool holders General turning

VN** holder (external) M-Clamping
MVJINR/L Kr:93°
h @
’ ]
: = - ‘\/
Y
L
Right hand style
Stock Dimensions [mm] Inserts
Article ok

R|L a b L h 5 e —

MVINR/L2020K16 e o 20 20 125 20 25 45 VN**1604**

MVINR/L2525M16 e @ 25 25 150 25 32 45 VN**1604**

MVINR/L3225P16 e o 32 25 170 32 32 45 VN**1604**

MVINR/L3232P16 e 32 32 170 32 40 45 VN**1604**

e Ex stock © On demand
¢ With internal cooling
Spare parts
Insert VN**1604%* VN**1604%*
h 20 25-32

(] Clamp C3RD C3RD

& | Dowel pin TM5x13 TM5x13

’ Serewe (flamp) DM6x25 DM6x30

p (7.0 Nm) (7.0 Nm)

o Shim VieBM V16BM

( Wrench (clamp) WH30L WH30L

] i e WH20L WH20L

pin)
Insert
@ —_——y @ i T
Finishing Medium Cut Roughing Castlron PCBN/PCD
A91 A93 A93 A92 Al152
Systemcode * A194 Grade selection A40 Technicalinfo > A447 Cutting data A324
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Genera I turni ng External tool holders

A WN** holder (external) M-Clamping
MWLNR/L Kr: 95°
= y h a
=
5 ’
= 5 ; o\ b
957
e
L
Right hand style
B Stock Dimensions [mm] Inserts
Article i3
R | L a b L h 5 e é
o MWLNR/L2020K06 L] L] 20 20 125 20 25 30 WN**0604%*
;C— MWLNR/L2525M06 L] L] 25 25 150 25 32 30 WN**0604%**
E MWLNR/L2020K08 ° L] 20 20 125 20 25 30 WN**0804**
MWLNR/L2525M08 [ ] L] 25 25 150 25 32 35 WN**0804%*
MWLNR/L3232P08 [ ] L] 32 32 170 32 40 35 WN**0804%*
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert WN**0604%* WN**0604** WN**0804** WN**0804%**
h 20 25 20 25-32
= ()| Clamp C1RD CIRD CIRD CIRD
=
& .j’ Dowel pin TM5x13 TM5x13 TM6x17 TM6%17
’ Sevev (ki) DM6x25 DM&x30 DM6x25 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm) (7.0 Nm)
& Shim WO06BM WoeBM WOBEM WOBBM
D ( Wrench (clamp) WH30L WH30L WH30L WH30L
' W’e";'i‘rf;"’we' WH20L WH20L WH30L WH30L
=
w©™ O
=
£ E
Fte] Insert
@
£ : - =
- A | A - -
== : s Vs bt
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
E A95 Ag4 A97 A98 A98 A153
>
[
©
£
Systemcode » A194 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata * A324
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External tool holders General turning

RN** holder (external)

MRDNN

M-Clamping

Turning
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L
Right hand style
Dimensions [mm] Inserts
Article s | Stock -
a b L h 5 e (=
MRDNN2020K12 (o] 20 20 125 20 10 35 RN**1204%*
MRDNN2525M12 25 25 150 25 12.5 35 RN**1204**
MRDNN3225P12 A 25 170 32 12.5 35 RN*=*1204%*
MRDNN3232P12 o} 3z 32 170 32 16 35 RN**1204%*
e Ex stock © On demand
¢ With internal cooling
Spare parts
Insert RN**1204%* RN**1204%*
h 20 25-32

(] Clamp CIRD CIRD
& | Dowel pin TM6x17 TM6x17
’ Serewe (flamp) DM6x25 DM6x30

p (7.0 Nm) (7.0 Nm)
& Shim R12BM R12BM
( Wrench (clamp) WH30L WH30L
] i e WH30L WH30L

pin)
Insert
o/
Cast Iron
A99

Systemcode * A194 Grade selection . A40 Technicalinfo > A447 Cutingdata . A324
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Genera I turni ng External tool holders

A234

o«

2CCCT

A RN** holder (external) M-Clamping
MRGNR/L
= _
= h a
=
-
=
'_
S .
S @ﬁ
L
Right hand style
B Stock Dimensions [mm] Inserts
Article H
R|L a b L h 5 e ~ - J
o MRGNR/L2020K12 o o 20 20 125 20 25 32 RN**1204**
= MRGNR/L2525M12 o e 25 25 150 25 32 32 RN**1204%*
= MRGNR/L3225P12 o o 32 25 170 32 32 32 RN**1204%*
MRGNR/L3232P12 o o 32 32 170 32 40 32 RN**1204**
® Ex stock © On demand
% With internal cooling
c Spare parts
Insert RN**1204%* RN**1204**
h 20 25-32
(] Clamp CIRD CIRD
o
£ :
= & | Dowelpin TM6x17 TM6x17
[
(]
’ Sovionlcliingd DM6x25 DM6x30
P (7.0 Nm) (7.0 Nm)
@ Shim R12BM R12BM
D ¢ |Wrench (clamp) WH30L WH30L
¢ | Wedidow WH30L WH30L
pin)
]
< O
=
c Insert
£ E
o8
g - )
Cast Iron
A99
=
U
o
£
Systemcode » A194 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324



External tool holders General turning

CC** holder (external)

SCACR/L Kr:90°

S-Clamping

h l a
s| (@ b
o0/
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article ok
R L a b L h 5 e E
SCACR/L1010E06 10 10 70 10 105 10 CCHB02**
SCACR/L1212F09 12 12 80 12 127 16 CC**09T13**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert CC**0602%* CC**Q9T3**
h 10 12
v Screw 160M2.5%6.5 160M3.5x8
(1.0 Nm) (2.7 Nm)
5/ Wrench (screw) WTO7IP WT15IP
Insert
> > ~
& { ! &7 =N :
E : Q — ‘H} J-@ a Q
[~ f —
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A102 A106 A107 A108 A107 A154
Systemcode » A194 Gradeselection »  A40 Technicalinfo » A447 Cuttingdata » A324
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Genera I turni ng External tool holders

CC** holder (external) S-Clamping

A

SCLCR/L Kr:95°

o h a
£
=
5
= s b
1 @
957
© L
Right hand style
B Stock Dimensions [mm] Inserts
Article ok " T
R L a b L h s Ly e E
o SCLCR/LO808D06 e L] 8 8 60 8 10 10 10 CC*0602%*
LC— SCLCR/L1010E06 ° L] 10 10 70 10 12 10 10 CC™0602%*
E SCLCR/L1212F09 ° ° 12 12 80 12 16 16 16 CC**0973**
SCLCR/L1616H09 ° L] 16 16 100 16 20 16 16 CC**09T3**
SCLCR/L2020K09 ° ° 20 20 125 20 25 25 25 CC*09T13**
SCLCR/L1616H12 L] ° 16 16 100 16 20 18 18 CC™*1204%*
SCLCR/L2020K12 L] L] 20 20 125 20 25 25 25 CC**1204%*
C SCLCR/L2525M12 ° L] 25 25 150 25 32 26 26 CC*1204%*
SCLCR/L3225P12 o] o] 32 25 170 32 32 26 26 CC™1204%*
SCLCR/L3232P12 e ° 32 32 170 32 40 28 28 CC**1204%*
® Ex stock © On demand
gi * With internal cooling
%
a Spare parts
Insert CC**0602** CC**Q9T3%** CC**1204%*
h 8-10 12-20 16-32
v i 160M2.5%6.5 I60M3.5x8
(1.0 Nm) (2.7 Nm)
D ) cerew 160M4x11X
(3.4 Nm)
P | Screw shim) SM6x10XA
(=
TS [ | Shim C128S
z®
= E
8 5 \,/ Wrench (screw) WTO7IP WT15IP WT15IP
e
¢ | Wrench (shim) WH40L
E Insert
: ; 7 n— ~
§ D o Q) 2 69
_— — |
>, Finishing Medium Cut Roughing Alum Machining CastIron PCBN/PCD
% A102 A106 A107 A108 A107 A154
c
Systemcode . A194 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324

e
A236 ”
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External tool holders General turning

DC** holder (external)

SDACR/L Kr: 90°

S-Clamping

30 _:

L
Right hand style
Stock Dimensions [mm] Inserts
Article ok
R L a b L h 5 e g
SDACR/L1010E07 10 10 70 10 105 15 DC**0702**
SDACR/L1212F11 12 12 80 12 125 15 DC*1173*
SDACR/L1616H11 16 16 100 16 16.7 24 DC**1173*
@ Ex stock © On demand
& With internal cooling
Spare parts
Insert DC**Q702** DC**11T3%* DC**11T3**
h 10 12 16
w S 160M2.5x6.5 160M3.5x8 160M3.5x12
(1.0 Nm) (2.7 Nm) (2.7 Nm)
W | screw (shim) SM5x8.65XA
-~ Shim D11BS
;/ Wrench (screw) WTO7IP WT15IP WT15IP
¢ | wrench (shim) WH35L
Insert
& & & & & -
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
Al112 Al14 A115 Al15 Al15 A155
Systemcode * A194 Grade selection A40 Technicalinfo > A447 Cutting data _. © A324

A237
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Genera I turni ng External tool holders

DC** holder (external) S-Clamping
SDJCR/L Kr:93°
h a
b
s
€]
93 "e
L
Right hand style
Stock Dimensions [mm] Inserts
Article H
Rl L a b L h 3 e g
SDJCR/L1010E07 L] L] 10 10 70 10 12 15 DC**0702**
SDJCR/L1212F07 L] L 12 12 80 12 16 15 DC**0702**
SDJCR/L1616H07 L] L] 16 16 100 16 20 18 DC**0702**
SDJCR/L1616H11 L] L 16 16 100 16 20 24 DC**11T3**
SDJCR/L2020K11 L] L] 20 20 125 20 25 24 DC**11T3**
SDJCR/L2525M11 L] L] 25 25 150 25 32 29 DC**11T3**
SDJCR/L3225P11 L] . 32 25 170 32 32 29 DC**11T3**
® Ex stock 0 On demand
s With internal cooling
Spare parts
Insert DC**0702%* DC**11T3%*
h 10-16 16-32
w - 160M2.5%6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
w Screw (shim) SM5x8.65XA
& Shim D11BS
y/ Wrench (screw) WTO7Z7IP WT15IP
| Wrench (shim) WH35L
Insert
= 4 &Y i (% o/ o/
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
Al12 Al14 A115 A115 A115 A155
Systemcode » A194 Gradeselection *  A40 Technical info A447 Cutting data A324

A238



External tool holders General turning

DC** holder (external)

SDNCN Kr: 62°30'

S-Clamping

a
= b
L
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e g
SDNCN1010E07 L] 10 10 70 10 5 20 DC**0702%*
SDNCN1212F07 [ ] 12 12 80 12 6 20 DC**0702*
SDNCN1212H11 L[] 12 12 100 12 6 30 DC*11T3**
SDNCN1616H11 [ ] 16 16 100 16 8 30 DC**11T3**
SDNCN2020K11 [ ] 20 20 125 20 10 30 DC**11T3**
SDNCN2525M11 [ ] 25 a5 150 25 12.5 30 DCH*11T73*
® Ex stock © On demand
= With internal cooling
Spare parts
Insert DC**0702** DC*¥*11T3%* DC**11T3%*
h 10-12 12 16-25
w Screw 160M2.5x6.5 160M3.5x8 160M3.5x12
(1.0 Nm) (2.7 Nm) (2.7 Nm)
P | screw (shim) SM5x8.65XA
-~ Shim D11BS
\,/ Wrench (screw) WTO7IP WT15IP WT15IP
| wrench (shim) WH35L
Insert
L 87 iy, 4 4 -/
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
Al112 Al14 A115 Al15 Al15 A155
Systemcode * A194 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324

>
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Genera I turni ng External tool holders

VB** holder (external)

A

SVIJBR/L Kr:93°

S-Clamping

5 B :
£
= s b
_ 337
e
L
Right hand style
B Stock Dimensions [mm] Inserts
Article H
R L a b L h s e —_——
= SVJBR/L1212F11 L] L] 12 12 80 12 16 27 VB**1102*%*
é SVJBR/L1616H11 L] L] 16 16 100 16 20 27 VB**1102*%*
E SVJBR/L2020K11 L] L] 20 20 125 20 25 27 VB**1102*%*
SVJBR/L2525M11 L] L] 25 25 150 25 32 27 VB**1102*%*
SVIBR/L1616H16 L] L] 16 16 100 16 20 36 VB**1604**
SVJBR/L2020K16 L] L] 20 20 125 20 25 41 VB**1604**
SVJBR/L2525M16 L] L] 25 25 150 25 32 41 VB**1604**
c SVJBR/L3225P16 L] L] 32 25 170 32 32 41 VB**1604**
® Ex stock © On demand
# With internal cooling
g’ Spare parts
= Insert VB**1102% VB**1604**
o h 12-25 16-32
v S 160M2.5%6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
P | Screw (shim) SM5x8.65XA
D - Shim V16BS
‘,/ Wrench (screw) WTO7IP WT15IP
= 5 | Wrench (shim) WH35L
23
£ E
(W] e
RS
= Insert
Finishing Medium Cut Roughing PCBN/PCD
E A140 Al42 A143 A157
x
]
Y
£
Systemcode . A194 Gradeselection *  A40 Technicalinfo *  A447 Cutting data A324
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o«
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External tool holders General turning

VB** holder (external) S-Clamping

SVABR/L Kr: 90°

L
Right hand style
Stock Dimensions [mm] Inserts
Article ok
R|L a b L h s e BB
SVABR/L1010F11 e o 10 10 80 10 VB**1102*
SVABR/L1616H16 e O 16 16 100 16 16.5 28 VB**1604**
SVABR/L2020K16 e O 20 20 125 20 205 28 VB**1604**
SVABR/L2525M16 e 25 25 150 25 255 28 VB**1604**
e Ex stock © On demand
¢ With internal cooling
Spare parts
Insert VB**1102%* VB**1604**
h 10 16-32
v Sersui 160M2.5x6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
P | screw (shim) SM5x8.65XA
— Shim V16BS
>/ Wrench (screw) WTO7IP WT15IP
¢ | wrench (shim) WH35L
Insert
@ — = - = : [
Finishing Medium Cut Roughing PCBN/PCD
A140 Al142 Al143 A157
Systemcode * A194 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324

>
” A241

Turning

Milling

N

Drilling

O

Technical
Information

Index



A

Turning

Milling

C

Drilling

O

Technical
Information

Index

Genera I turni ng External tool holders

VB** holder (external)

SVVBN Kr: 72°30'

S-Clamping

h l a
st @ b
4/; ESOI <
L
Dimensions [mm] Inserts
Article sk | Stock
a b L h 3 e —t i
SVVBN1212F11 L] 12 12 80 12 6 27 VB**1102**
SVVBN1616H11 [ 16 16 100 16 8 27 VB**1102**
SVVBN2020K11 ® 20 20 125 20 10 30 VB**1102**
SVVBN1616H16 [ 16 16 100 16 8 33 VB**1604*
SVVBN2020K16 [ 20 20 125 20 10 33 VB**1604**
SVVBN2525M16 ® 25 25 150 25 125 38 VB**1604**
® Ex stock o On demand
¥ With internal cooling
Spare parts
Insert VB**1102%* VB**1604%**
h 16-32
v i 160M2.5%6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
Screw (shim) SM5x8.65XA
— Shim V16BS
\,/ Wrench (screw) WT15IP
¢ | Wrench (shim) WH35L
Insert
ﬁ *— £ = A2 [
Finishing Medium Cut Roughing PCBN/PCD
A140 A142 A143 A157
Systemcode . A194 Gradeselection *  A40 Technicalinfo *  A447 Cutting data

A242

o«

2CCCT



External tool holders General turning

VC** holder (external) S-Clamping

SVVCN Kr: 72°30'

h | a
St_ﬁ b
73"30‘ i
L
Dimensions [mm] Inserts
Article sz | Stock
a b L h 5 e —_—
SVVCN1212F11 L] 12 12 80 12 6 27 VC**1103**
SVVCN1616H11 [ ] 16 16 100 16 8 27 VC**1103**
SVVCN2020K11 [ ] 20 20 125 20 10 30 VC**1103**
SVVCN1212M11 [ ] 12 12 150 12 6 27 VC**1103*
SVVCN2525M11 [ ] 25 25 150 25 12.5 38 VC**1103**
SVVCN1616H16 [ ] 16 16 100 16 8 33 VC**1604**
SVVCN2020K16 [ ] 20 20 125 20 10 33 VC*1604**
SVVCN2525M16 [ ] 25 25 150 25 12.5 38 VC*1604%*
@ Ex stock © On demand
“¥ With internal cooling
Spare parts
Insert VC**1103%* VC**1604%*
h 12-25 16-32
w S 160M2.5x6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
P | screw (shim) SM5X8.65XA
— Shim V16B5C
;/ Wrench (screw) WTO7IP WT15IP
¢ | wrench (shim) WH35L
Insert
o e S5 -
Finishing Medium Cut Alum Machining PCBN/PCD
A135 A138 Al136 A158

Systemcode * A194 Grade selection . A40 Technicalinfo » A447 Cutting data A324
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Genera I turni ng External tool holders

VC** holder (external)

SVJCR/L Kr:93°

S-Clamping

e a
g
s b
)
939
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article H
R L a b L h 5 e —
SVJCR/L1010E11 L] 10 10 70 10 12 22 VC**1103**
SVICR/L1212F11 L] L] 12 12 80 12 16 27 VC**1103**
SVJCR/L1616H11 L] L] 16 16 100 16 20 27 VC*1103**
SVIJCR/L2020K11 L] L] 20 20 125 20 25 27 VC*1103**
SVICR/L2525M11 L] L] 25 25 150 25 32 27 VC*1103**
SVICR/L1616H16 L] L] 16 16 100 16 20 36 VC*1604%*
SVICR/L2020K16 L] L] 20 20 125 20 25 41 VC*1604%*
SVICR/L2020M16 L] L] 20 20 150 20 25 41 VC*1604%*
SVICR/L2525M16 L] L] 25 25 150 20 32 41 VC*1604%*
SVIJCR/L3225P16 o] o] 32 25 170 32 32 41 VC*1604%*
® Ex stock © On demand
* With internal cooling
Spare parts
Insert VC**1103%* VC**1604**
h 10-25 16-32
v i 160M2.5%6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
P | Screw shim) SM5x8.65XA
— Shim V16B5C
‘,/ Wrench (screw) WTO7IP WT15IP
| Wrench (shim) WH35L
Insert
== === < ——
Finishing Medium Cut Alum Machining PCBN/PCD
A135 A138 Al136 A158
Systemcode  A194 Grade selection * A40 Technicalinfo *  A447 Cutting data A324

A244

e

2CCCT



External tool holders General turning

SC** steel boring bar

SSBCR/L Kr: 75°

S-Clamping

"/?5
& L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R L a b L h 5 e
SSBCR/L1212F09 12 12 80 12 11 16 SCH0913**
SSBCR/L1616H09 16 16 100 16 13 16 SC*0913**
SSBCR/L2020K12 20 20 125 20 17 25 SC**1204**
@ Ex stock © On demand
& With internal cooling
Spare parts
Insert SC**Q9T3** SCH**Q9T3** SC**1204**
h 12 16 20
v et 160M3.5x8 160M3.5x8
(2.7 Nm) (2.7 Nm)
@ et 160M4x11X
(3.4 Nm)
w Screw (shim) SM5x8.65XA SMEx10XA
- | Shim S09BS S128BS
;/ Wrench (screw) WT15IP WT15IP WT15IP
( Wrench (shim) WH35L WH40L
Insert
- -_— \— H‘
Finishing Medium Cut Roughing Alum Machining
A120 A121 A122 A122
Systemcode * A194 Grade selection . A40 Technicalinfo » A447 Cutingdata . A324
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Genera I turni ng External tool holders

SC** steel boring bar

SSDCN Kr: 45°

S-Clamping

h a
S
@ :
s
e
L
Right hand style
Dimensions [mm] Inserts
Article sk | Stock
a b L h 5 3
SSDCN1212F09 L] 12 12 80 12 6 15.5 SC**09T73**
SSDCN1616H09 L] 16 16 100 16 8 155 SCH*09T13**
® Ex stock © On demand
: With internal cooling
Spare parts
Insert SCH*Q9T3** SC**Q9T3**
h 12 16
v Screw 160M3.5x8 160M3.5x8
(2.7 Nm) (2.7 Nm)
w Screw (shim) SM5x8.65XA
- Shim S09BS
*,,/ Wrench (screw) WT15sIP WT15IP
¢ | Wrench (shim) WH35L
Insert
B = | =
| | | /§
[p— || _—_—
Finishing Medium Cut Roughing Alum Machining
A120 Al121 A122 A122
Systemcode » A194 Gradeselection *  A40 Technicalinfo . A447 Cuttingdata * A324

A246

o«



External tool holders @ @N eral tu rning

SC** steel boring bar

SSKCR/L Kr: 75°

S-Clamping

L
Right hand style
Stock Dimensions [mm]
Article ok
R L a b L h 5 e
SSKCR/L1616H09 e o 16 16 100 16 20 13 SC**09T3**
® Ex stock © On demand
= With internal cooling
Spare parts
Insert SCH*Q9T3**
h 16

v S 160M3.5x8

(2.7 Nm)
P | screw (shim) SM5X8.65XA
@ Shim S09B5
;/ Wrench (screw) WT15IP
¢ | wrench (shim) WH35L

= o)
|| |l
Finishing Medium Cut Roughing Alum Machining
A120 A121 A122 A122

Turning

Milling

N

Drilling

O

Technical
Information

Index

Systemcode » A194 Grade selection »  A40 Technicalinfo  A447 Cuttingdata  A324
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Genera I turni ng External tool holders

SC** steel boring bar

SSSCR/L Kr: 45°

S-Clamping

h H a
s @ b
452
8 L
Right hand style
Stock Dimensions [mm] Inserts
Article i3
R|L a b L h 5 e
SSSCR/L1616H092 L] 16 16 100 16 17 17 SC**Q9T3**
SSSCR/L2020K12 L] 20 20 125 20 21 21 SC*=1204*
® Ex stock © On demand
: With internal cooling
Spare parts
Insert SCH*Q9T3** SC**¥1204%*
h 16 20
v Screw 160M3.5x12
(2.7 Nm)
@ Screw 160M4x11X
(3.4 Nm)
P | Screw (shim) SM6x10XA
- Shim S12BS
*,/ Wrench (screw) WT15sIP WT15IP
¢ | Wrench (shim) WH40L
5 5\ T e |
Y ) G
== |
Finishing Medium Cut Roughing Alum Machining
Al120 A121 A122 A122

Systemcode » A194

A 248

Gradeselection *  A40

Technicalinfo *  A447 Cuttingdata * A324

o«



External tool holders General turning

TC** holder (external)

STACR/L Kr:90°

S-Clamping

h a
s b
" o0
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk

R L a b L h 5 e A

STACR/L1212F11 e o 12 12 80 12 125 14 TC*1102%*

® Ex stock © On demand
= With internal cooling
Spare parts
Insert TC**1102**
h 12
v S 160M2.5x6.5
(1.0 Nm)
y/ Wrench (screw) WTO7IP
Insert
A a | & | a
Finishing Medium Cut Roughing Alum Machining PCBN/PCD
A127 A129 A131 Al56
Systemcode » A194 Gradeselection »  A40 Technicalinfo » A447 Cuttingdata » A324
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Turning

Milling

Genera I turni ng External tool holders

TC** holder (external) S-Clamping

STFCR/L Kr:91°

N

Drilling

O

Technical
Information

Index

s|s1{e> P
e s
L /
Right hand style
Stock Dimensions [mm] Inserts
Article i3
R | L a b L h 5 e A
STFCR/L1212F11 L] o 12 12 80 12 16 14 TC¥*1102%
STFCR/L1616H11 L] o] 16 16 100 16 20 14 TC¥*1102%
STFCR/L1616H16 ° (o] 16 16 100 16 20 19 TC**16T3**
STFCR/L2020K16 [ ] L] 20 20 125 20 25 19 TC**16T3**
e Ex stock © On demand
% With internal cooling
Spare parts
Insert TC**1102%* TC**16T3%**
h 12-16 16-20
v Screw 160M2.5%6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
P | Screw (shim) SM5x8.65XA
a Shim T16BS
3,/ Wrench (screw) WTOZIP WT15IP
¢ | Wrench (shim) WH35L
Insert
A,
A | A | & | & = &
—_— ' =
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A127 A128 A129 A1 A129 Al156

Technicalinfo * A447 Cuttingdata * A324

o«

2CCCT

Systemcode » A194 Gradeselection *  A40
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External tool holders General turning

TC** holder (external) S-Clamping
STGCR/L Kr:91°
—
h a
=
s b
(-)
o1/
<& | L
Right hand style
Stock Dimensions [mm] Inserts
Article ok
R L a b L h 5 e &
STGCR/L0808D09 o 0 8 8 60 8 10 1 TC**0902**
STGCR/L1010E09 e O 10 10 70 10 12 1 TC**0902**
STGCR/L1212F11 e o 12 12 80 12 16 14 TCH*1102%*
STGCR/L1616H11 e 16 16 100 16 20 16 TCH*1102%*
STGCR/L2020K16 e o 20 20 125 20 25 21 TC**16T3%*
STGCR/L2525M16 e o 25 25 150 25 25 21 TC**16T3%*
e Ex stock © On demand
#= With internal cooling
Spare parts
Insert TC**Q902** TC**1102%* TC**16T3**
h 8-10 12-16 20-25
v S 160M2.2x5.5 160M2.5%6.5 160M3.5x12
(0.8 Nm) (1.0 Nm) (2.7 Nm)
P | screw (shim) SM5x8.65XA
a8 Shim T168S
;-/ Wrench (screw) WTO6IP WTO7IP WT15IP
¢ | wrench (shim) WH35L
Insert
V-N A Y-\ L, & o
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
Al126 A128 A129 Al131 A129 A156
Systemcode * A194 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324
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Milling
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Genera I turni ng External tool holders

TC** holder (external) S-Clamping

STTCR/L Kr:60°

h | a
s| / b
(]
60
= L
Right hand style
Stock Dimensions [mm] Inserts
Article i3
R|L a b L h 5 e A
STTCR/L1616H11 16 16 100 16 13 14 TC*1102**
STTCR/L1616H16 L] 16 16 100 16 13 19 TC**16T3**
STTCR/L2020K16 e o 20 20 125 20 17 19 A GRS
® Ex stock © On demand
¥ With internal cooling
Spare parts
Insert TC**1102%* TC**16T3**
h 16 16-20
v SEiv 160M2.5x6.5 160M3.5x12
(1.0Nm) (2.7 Nm)
P | Screw (shim) SM5x8.65XA
a Shim T16BS
y/ Wrench (screw) WTO7IP WT15IP
| Wrench (shim) WH35L
Insert
A | A | A | & | A &
i) =i,
Finishing Medium Cut Roughing Alum Machining CastIron PCBN/PCD
A127 A128 A129 A131 A129 A156

Systemcode » A194 Grade selection ©  A40

A 252

Technicalinfo . A447

Cuttingdata * A324



External tool holders General turning

WC** holder (external) S-Clamping
SWACR/L Kr:90°
h
I -
() Sl (o
07
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article ok
R L a b L h 5 e [f_'_ )
SWACR/L1010E04 e O 10 10 70 10 105 10 WCH*0402%*
SWACR/L1212F04 [ ] 12 12 80 12 12 14 WC*0402**
SWACR/L1616H06 L[] 16 16 100 16 165 20 WCH*06T3**
SWACR/L2020K08 [ ] 20 20 125 20 205 24 WC**0804**
e Ex stock © On demand
¢ With internal cooling
Spare parts
Insert WC**0402%* WC**06eT3** WC**0804**
h 10-12 16 20
v Sersui 160M2.5x6.5 160M3x7 160M3.5x12
(1.0 Nm) (1.8 Nm) (2.7 Nm)
3/- Wrench (screw) WTO7IP WT10IP WT15IP
Insert
[
Medium Cut
Al44
Systemcode  A194 Grade selection . A40 Technicalinfo + A447 Cutingdata . A324
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Genera I turni ng External tool holders

A RC** holder (external) S-Clamping
SRDCN
{=)]
£ a
=
=
'_
b
B Dimensions [mm)] Inserts
Article se | Stock
a b L h 5 = \ () / \ () /
o SRDCN1616H08 o 16 16 100 16 8 16 RCGX0803MO RCMTO803MO
c
:é SRDCN2020K08 L] 20 20 125 20 10 16 RCGX0803MO RCMTO803MO
= SRDCN2020K12 . 20 20 125 20 10 35 RCGX1204MO RCMT1204MO
SRDCN2525M12 L] 25 25 150 25 125 35 RCGX1204MO RCMT1204MO
SRDCN3225P12 . 32 25 170 32 125 35 RCGX1204MO RCMT1204MO
SRDCN2020K10 . 20 20 125 20 10 25 RCMT10T3MO
SRDCN2525M10 L] 25 25 150 25 125 25 RCMT10T3MO
C SRDCN3225P16 . 32 25 170 32 125 35 RCMT1606MO
SRDCN3232P16 L] 32 32 170 32 16 40 RCMT1606MO
SRDCN4040516 ] 40 40 250 40 20 50 RCMT1606MO
SRDCN4040520 ° 40 40 250 40 20 50 RCMT2006MO
E’ ® Ex stock o On demand
= =k With internal cooling
O
Spare parts
Insert RCGX0803MO RCGX1204MO RCMT10T3MO RCMT1606MO RCMT2006MO
h 16-20 20-32 20-25 32-40 40
v Screw 160M3 =7 160M3.5x12 160M3.5x10 143M6*16
D (1.8 Nm) (2.7 Nm) (2.7 Nm) (9.1 Nm)
Q S 160M4x15X
(3.4 Nm)
[ Screw (shim SM5xB.65XA SMEx10XA
= 5 @ ( )
-
e b i
£E & Shim R12B5 R16BS
RS
= 3/ Wrench (screw) WT10IP WT15IP WT15IP WT15IP
) Wrench (screw) WT25IT
E " Wrench (shim) WH35L WH40L
Insert
g & | ©
Y
£
Alum Machining Cast Iron
Al118 A118
System code A194 Grade selection * A40 Technical info A447 Cutting data A324
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External tool holders General turning

RC** holder (external) S-Clamping

SRGCR/L
h T a
s b
T L
Right hand style
Stock Dimensions [mm)] Inserts
Article ke P P
R|L a b L h s \ . / \. {
SRGCR/L1616H08 L] ° 16 16 100 16 20 RCGX0803MO-LH RCMT0803MO
SRGCR/L2020K12 L] o] 20 20 125 20 27 RCGX1204MO RCMT1204MO
SRGCR/L2525M12 L] (o] 25 25 150 25 32 RCGX1204MO RCMT1204MO
SRGCR/L2525M10 ] o 25 25 100 25 32 RCMT10T3MO
SRGCR/L2020K10 L] o 20 20 125 20 25 RCMT10T3MO
® Ex stock © On demand
s With internal cooling
Spare parts
Insert RCGX0803MO-LH RCGX1204MO RCMT10T3MO
h 16 20-25 16-25
v et 160M3.5x10 160M3.5x12 160M3.5x10
(2.7 Nm) (2.7 Nm) (2.7 Nm)
Y | screw (shim) SM5x8.65XA
@ Shim R12BS
;/ Wrench (screw) WT15IP WT15IP WT15IP
| wrench (shim) WH35L
Insert

Alum Machining

Cast Iron

Al118 A118

Systemcode * A194

Grade selection . A40

Technicalinfo » A447

Cuttingdata » A324

Turning

Milling

A

Drilling

O

Technical
Information

Index



Genera I turni ng External tool holders

KNUX** holder

A

CKINR/L Kr:93°

C-Clamping

|
o h i a
£
&
-
= > b
s
IRCEY
&
L
Right hand style
B Stock Dimensions [mm] Inserts
Article i3
R|L a b L h s e —r4
— CKJNL2525M16 L] 25 25 150 25 32 32 KNUX1604%*¥L
;C— CKJNL3232P16 L] 32 32 170 32 40 32 KNUX1604**L
E CKJNL4040R16 ° 40 40 200 40 50 32 KNUX1604%*¥L
CKJNR2525M16 [ ] 25 25 150 25 32 32 KNUX1604**R
CKJNR3232P16 [ ] 32 32 170 32 40 32 KNUX1604**R
CKJNR4040R16 o 40 40 200 40 50 32 KNUX1604**R
® Ex stock © On demand
C  With internal cooling
Spare parts
Insert KNUX1604**L KNUX1604**R
o h 25-40 25-40
c
= = Clamp ceL1T C6R1T
o
& | Dowelpin P0O515 P0O515
W Screw (clamp) CM6x25A CM6x25A
P (7.0 Nm) (7.0 Nm)
D w Screw (shim) SM3x10B SM3x10B
—r Shim K16CC
= Z.- Shim K16CCL
= 0
Sz
C -
S | SPR1 SPR1
E g @ pring (clamp)
]
= Spring (dowel
= @ o) SPR2 SPR2
¢ |Wrench (clamp) WH40L WH40L
E r’ Wrench (shim) WH20L WH20L
Insert
=
= -—
£
Finishing
A100
Systemcode . A194 Gradeselection *  A40 Technicalinfo *  A447 Cutting data A324

A 256

o«

2CCCT



External tool holders General turning

KNUX** holder  C-Clamping

CKNNR/L Kr: 63°

s

==
h ‘F‘ .
|63°

Right hand style

Turning

Milling

Stock Dimensions [mm)] Inserts
Article B
R|L a b L h 5 =74
CKNNL2525M16 ° 25 25 150 25 143 KNUX1604%*L
CKNNL3232P16 ) 32 32 170 32 16.8 KNUX1604**L
CKNNR2525M16 ° 25 25 150 25 143 KNUX1604%*R
® Ex stock © On demand
& With internal cooling
Spare parts
Insert KNUX1604**L KNUX1604**R
h 25-32 25-32
[ Clamp ceL1T C6R1T
& | Dowelpin PO515 P0O515
0’ P CM6x25A CM6x25A
P (7.0 Nm) (7.0 Nm)
W Screw (shim) SM3x10B SM3x10B
—— Shim K16CC
e Shim K16CCL
@ Spring (clamp) SPR1 SPR1
@ Sprlng_(dowel SPR2 SPR2
pin)
 |Wrench (clamp) WH40L WH40L
( Wrench (shim) WH20L WH20L
Insert
Finishing
A100
Systemcode » A194 Grade selection Technicalinfo » A447 Cutingdata . A324

A
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Genera I turni ng External tool holders

A 258

o«

2CCCT

A CN** holder (external) C-Clamping
CCLNR/L Kr: 95°
= e h a
£ g
-
3 ’
2 b
b 5 /
" les:
e L
Right hand style
B Stock Dimensions [mm] Inserts
Article E
] W] m
o CCLNR/L2020K12 o] o 20 20 125 20 27 32 CNGN1204** CNGN1207**
LC— CCLNR/L2525M12 o] L] 25 20 100 25 27 36 CNGN1204%* CNGN1207**
E CCLNR/L2525M16 (o] o 25 25 150 25 32 36 CNGN1604** CNGN1606**
CCLNR/L3225P16 (o] o 32 25 170 32 32 36 CNGN1604** CNGN1606**
e Ex stock © On demand
% With internal cooling
C Spare parts
Insert CNGN1204%* CNGN1207%* CNGN1604%* CNGN1606%*
h 20-25 20-25 25-32 25-32
o Clamp CIRC C1RC C2RC C2RC
o
é w Serew (g CM6x30B CM6x30B CM8x30B CM8x30B
E P (7.0 Nm) (7.0 Nm) (10.2 Nm) (10.2 Nm)
W Screw (shim) 5M3x10B S5M3x10B SM4x12B SM4x12B
o Shim C12CC-04 C12CC-07 C16CC-04 C1eCC-06
D @ Spring SPR1 S5PR1 SPR3 SPR3
r’ Wrench (clamp) WH40L WH40L WHS50L WHS50L
= r’ Wrench (shim) WH20L WH20L WH30L WH30L
w©™ O
=
£E
FRe) Insert
@
-E
PCBN/PCD
E A159
=
[
©
£
Systemcode » A194 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324



External tool holders General turning

Turning

Milling

A

Drilling

O

Technical
Information

Index

TN** holder (external) C-Clamping
CTINR/L Kr:93°
h a
b
-1
93°
¢
L
Right hand style
Stock Dimensions [mm] Inserts
Article 3K
R| L a b L h 5 E
[=——] ===
CTJNR/L2020K16 (o] (o] 20 20 125 20 25 30 TNGN1604* TNGN1607*
CTJNR/L2525M16 o] o] 25 25 150 25 32 30 TNGN1604** TNGN1607*
® Ex stock © On demand
s With internal cooling
Spare parts
Insert TNGN1604%* TNGN1607%*
h 20-25 20-25
oS Clamp CIRC C1RC
w S fckiii) CMex30B CM6x30B
P (7.0 Nm) (7.0 Nm)
W Screw (shim) SM3x10B SM3x10B
V=% Shim T16CC-04 T16CC-07
@ Spring SPR1 SPR1
¢ |Wrench (clamp) WH40L WH40L
( Wrench (shim) WH20L WH20L
Insert
=
Medium Cut
A186
Systemcode * A194 Grade selection . A40 Technicalinfo » A447 Cuttingdata » A324
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Drilling
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Genera I turni ng External tool holders

DN** holder (external)

CDJNR/L Kr: 93°

C-Clamping

_/
(=

93,
L
Right hand style
Stock Dimensions [mm] Inserts
Article E , .
R L a b L h 5 e / /
CDJNR/L2525M15 e o 25 25 150 25 32 32 DNGN1504** DNGN1507**
CDJNR/L3225P15 o 32 25 170 32 32 32 DNGN1504** DNGN1507**
® Ex stock © On demand
: With internal cooling
Spare parts
Insert DNGN1504%* DNGN1507%*
h 25-32 25-32
~ Clamp CIRC CIRC
f S () CM6x30B CM6x308B
P (7.0 Nm) (7.0 Nm)
W Screw (shim) SM3x10B 5M3x10B
V- 4 Shim D15CC-04 D15CC-07
Q} Spring SPR1 SPR1
¢ |Wrench (clamp) WH40L WH40L
¢ | Wrench (shim) WH20L WH20L
Insert
Medium Cut
A180
Systemcode » A194 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata * A324

A 260
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External tool holders General turning

TN** holder (external) C-Clamping

CTUNR/L Kr:93°

Turning

Milling

h a
E__@\ b
s
(v |2
£ L
Right hand style
Stock Dimensions [mm] Inserts ‘
Article 3K
R| L a b L h 5 E
=] =]
CTUNR/L2525M16 (o] (o] 25 25 150 25 32 27 TNGN1604** TNGN1607*
® Ex stock © On demand
= With internal cooling
Spare parts
Insert TNGN1604%* TNGN1607%*

h 20-25 20-25
~ Clamp CIRC CIRC
ﬁ Siow (L) CM6x30B CM6x30B

p (7.0 Nm) (7.0 Nm)

W Screw (shim) SM3x10B SM3x10B
=N Shim T16CC-04 T16CC-07
@ Spring SPR1 SPR1
¢ [wrench (cdamp) WH40L WH40L
( Wrench (shim) WH20L WH20L

Insert

—
Medium Cut

A186

Systemcode * A194

Grade selection . A40

Technicalinfo » A447

Cuttingdata » A324

A

Drilling

O

Technical
Information

Index



A

Turning

Milling

N

Drilling

O

Technical
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Genera I turni ng External tool holders

SN** holder (external)

CSKNR/L Kr: 75°

C-Clamping

’ a
b
(75
L
Right hand style
Stock Dimensions [mm] Inserts
Article E
2l a b L h 3 e
== ==
CSKNR/L2020K12 o] o 20 20 125 20 25 25 SNGN1204* SNGN1207**
CSKNR/L2525M12 o o 25 25 170 25 32 25 SNGN1204* SNGN1207**
CSKNR/L3225P12 (o] o 32 25 170 32 32 25 SNGN1204* SNGN1207**
CSKNR/L3225P15 s} o 32 25 170 32 32 30 SNGN1507**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert SNGN1204** SNGN1207** SNGN1507**
h 20-32 20-32 32
o Clamp C1RC CIRC C2RC
y Serew (g CM6x30B CM6x30B CM8x30B
P (7.0 Nm) (7.0 Nm) (10.2 Nm)
W Screw (shim) S5M3x10B SM3x10B SM4x12B
Q‘-ﬁ Shim $12CC-04 512CC-07 S15CC-07
@ Spring SPR1 SPR1 SPR3
r’ Wrench (clamp) WH40L WH40L WH50L
¢ | Wrench (shim) WH20L WH20L WH30L
Insert
o .
Cast Iron PCBN/PCD
A77 A160
Systemcode » A194 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324
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External tool holders General turning

SN** holder (external) C-Clamping
CSRNR/L Kr: 75°
h a
| L@\ b
755
L
Right hand style
Stock Dimensions [mm] Inserts ‘
Article 3K
R | L a b L h 5 e
U -
CSRNR/L2020K12 (o] (o] 20 20 125 20 22 32 SNGN1204** SNGN1207*
CSRNR/L2525M12 o =} 25 20 100 25 27 32 SNGN1204** SNGN1207*
CSRNR/L3225P12 o (o] 32 25 170 32 27 32 SNGN1204%* SNGN1207**
CSRNR/L3225P15 5] 32 25 170 32 32 40 SNGMN1507**
CSRNR/L4040R15 o] (o] 40 40 200 40 43 40 SNGN1507**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert SNGN1204%* SNGN1207** SNGN1507%*
h 20-32 20-32 32-40
- Clamp CIRC CIRC C2RC
@ Seveveicling) CM6x30B CM6x30B CM8x30B
P {7.0 Nm) (7.0 Nm) (10.2 Nm)
w Screw (shim) SM3x10B SM3x10B SM4x12B
e Shim $12CC-04 512CC-07 S15CC-07
@ Spring SPR1 SPR1 SPR3
( Wrench (clamp) WH40L WH40L WH50L
( Wrench (shim) WH20L WH20L WH30L
Insert
=i .
Cast Iron PCBN/PCD
A77 A160
Systemcode » A194 Gradeselection »  A40 Technicalinfo » A447 Cutingdata . A324
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Genera I turni ng External tool holders

A264

o«

2CCCT

A RN** holder (external) C-Clamping
CRDNN
& _
£ ‘ h a
i
S
; L3
'_
s
5 b
e
L
B Dimensions [mm] Inserts
Article s | Stock
a b L h s e
o CRDNN2020K12 8] 20 20 125 20 10 32 RNGN1204** RNGMN1207*
c
g CRDNN2525M12 o 25 25 150 25 125 32 RNGN1204** RNGN1207**
= CRDNN3225P12 (o] 32 25 170 32 125 32 RNGN1204** RNGN1207**
CRDNN3232P15 o 32 32 170 32 175 40 RNGN1507**
CRDNN4040R15 o} 40 40 200 40 20 40 RNGN1507**
® Ex stock © On demand
C s With internal cooling
Spare parts
Insert RNGN1204%* RNGN1207** RNGN1507%*
h 20-32 20-32 32-40
o
€ -~ Clamp CIRC CIRC C2RC
E
o CMex30B CM6x308B CM8x30B
é Screw (clamp) (7.0 Nm) (7.0 Nm) (10.2 Nm)
W Screw (shim) SM3x10B SM3x10B SM4x12B
ﬁ Shim R12CC-04 R12CC-07 R15CC-07
D @ Spring SPR1 SPR1 SPR3
r’ Wrench (clamp) WH40L WH40L WH50L
=5
S = € | Wrench (shim) WH20L WH20L WH30L
£ E
¥ 5
@
= E
Insert
E PCBN/PCD
Al162
x
]
o)
£
Systemcode . A194 Gradeselection *  A40 Technicalinfo *  A447 Cutting data A324



External tool holders General turning

SN** holder (external)

CSDNN Kr: 45°

C-Clamping

)
[
L
Dimensions [mm] Inserts
Article s | Stock
b L h s e
. .
CSDNN2020K12 20 125 20 10 35 SNGN1204%* SNGN1207**
CSDNN2525M12 25 150 25 125 30 SNGN1204** SNGN1207**
CSDNN3225P12 25 170 32 125 35 SNGN1204** SNGN1207**
® Ex stock © On demand
:k With internal cooling
Spare parts
Insert SNGN1204%* SNGN1207%*
h 20-32 20-32
~ Clamp CIRC CIRC
w Sevowiciamp) CM6x30B CM6x30B
p (7.0 Nm) (7.0 Nm)
W Screw (shim) SM3x10B SM3x10B
W Shim $12CC-04 $12CC-07
@ Spring SPR1 SPR1
¢ |wrench (clamp) WH40L WH40L
( Wrench (shim) WH20L WH20L
Insert
_—_— .
Cast Iron PCBN/PCD
A77 Al160
Systemcode * A194 Grade selection . A40 Technicalinfo » A447 Cutingdata . A324
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Genera I turni ng External tool holders

CN** holder (external)

JCLNR/L Kr: 95°

J-Clamping

L
Right hand style
Stock Dimensions [mm] Inserts
Article i3
R|L a b L h 5 e S
-_—
JCLNR/L2020K12 o o 20 20 125 20 29 32 CNGX1207**
JCLNR/L2525M12 o] o] 25 25 150 25 32 32 CNGX1207**
® Ex stock © On demand
: With internal cooling
Spare parts
Insert CNGX1207%*
h 20-25
Lal Clamp C1RJ
& Screw (clamp) CMG>308
P (7.0Nm)
¥ | Screw (shim) SM3x10B
<& Shim C12CC07
Q} Spring SPR1
( Wrench (clamp) WH40L
¢ | Wrench (shim) WH20L
Insert
-
Medium Cut
A178
Systemcode » A194 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata * A324
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External tool holders

General turning

DN** holder (external) J-Clamping
JDIJNR/L Kr:93°
» h a
‘ s S| b
D)
" .
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R L a b L h 5 e \/
JDJNR/L2525M15 L] 25 25 150 25 3z 38 DNGX1507**
JDJNR/L3225P15 o 32 25 170 32 32 38 DNGX1507**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert DNGX1507#*
h 25-32
£ Clamp CI1RJ
@ Screw (clamp) GHGADG
(7.0 Nm)
W | Screw (shim) SM3x10B
& Shim D15CC-07
@ Spring SPR1
( Wrench (clamp) WH40L
¢ | wrench (shim) WH20L
Insert
-
Medium Cut
A181
Systemcode »  A194 Grade selection »  A40 Technicalinfo » A447 Cuttingdata » A324
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Genera I turni ng External tool holders

SN** holder (external)

JSDNN Kr: 45°

J-Clamping

a
“ ‘ il e b
75"
e
L
Dimensions [mm] Inserts
Article sk | Stock %,
a b L h 5 e o
[
JSDNN2020K12 20 20 125 20 10 40 SNGX1207**
JSDNN2525M12 o] 25 25 150 25 125 40 SNGX1207**
JSDNN3225P12 o 32 25 170 32 125 40 SNGX1207**
® Ex stock © On demand
¥ With internal cooling
Spare parts
Insert SNGX1207%*
h 20-32
q Clamp C1RJ
f Screw (clamp) CNOERt
P (7.0Nm)
¥ | Screw (shim) SM3x10B
w Shim $12CC-07
@ Spring SPR1
( Wrench (clamp) WH40L
¢ | Wrench (shim) WH20L
Insert
a4
[
Medium Cut
A183
Systemcode » A194 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata * A324
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External tool holders General turning
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Ge neral tu rni ng ISO code - external tool holders — Swiss turning

C

L

N

L 25 25 M

12

1 2 3 4 5 6 7 8 9 10 11
Clamping system Insert shape
Code Description :
c
S Knee lever clamping EE}
D
R O
S
T A
v
’
1 2
Tool holder type and entering angle Clearance angle
50°
o0 75° 43 o0 B ! C
5 - L———?n
A B C D E
90° 75"
N N S = =
F G H J K
g5° 17530 6230
50° 63"
o N | -
I AT AT o B AN R =
L M N (o] P
107°30' 90°
T 0 0
Q R S T U
no;ﬁ ﬁl ;15
v w X
3 4

A270

<CC:CT




ISO code - external tool holders — Swiss turning Gen eral turn ing

Cutting direction Shank height h [mm] Shank width b [mm]
C ] =D
R Code ‘ h Code | b
12 12 12 12
| 16 16 16 16
oy 20 20 20 20
25 25 25 25
32 32 32 32
? 40 40 40 40
A 50 50 50 50
N
5 7
Holder length L [mm] Cutting edge length | [mm]
L Insert shape
=T | Q
Tremi] Q Q @ l—_T‘ é lg ]
Code L C D R S T v W
H 100 5,56 09
K 125 6,35 06 07 1
M 150 9,525 09 11 09 09 16 16 06
[ 170 12,7 12 15 12 12 22 22 08
Q 180 15,875 16 19 15 15 27
R 200 19,05 19 19 19 33
S 250 254 25 25 25 44
T 300 32 32
8 9

Swissturning

With inner cooling

10

11

v A271
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Ge neral turn i ng External tool holders — Swiss turning

CC** holder

SCACR/L-SC Kr:90°

S-Clamping

T
® s i
90°
e
L
Stock Dimensions [mm] Inserts
Article -3 @ -
R|L a b L h h, s L, e M E
SCACR/L1212M09-5C K e 12 12 150 12 17 12 15 25 M8Xx1 0.14 CC¥ 0913
SCACR/L1616H09-5C K ooe L] 16 16 100 16 21 16 15 28 MBX1 o CC*p913**
® Ex stock o On demand
“ With internal cooling
Spare parts
Insert CCH*Q9T3**
h 12-16
v S 160M3.5x8
(2.7 Nm)
> vl Wrench WT15IP
Insert
3 5 n— =
§ 'R o (W) o/ -
= —— By
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A102 A106 A107 A108 A107 A154
Systemcode » A270 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324
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External tool holders — Swiss turning Gen eral turn ing

CC** holder

SCLCRA-5C. Kr:95°

S-Clamping

i 7T H,
iy
i M
® 1 -
; 4 L{’;’"":'- X
o7 L
L
Stock Dimensions [mm] Inserts
Article e @ y
RiL] al|lb |l L] h]n|s|L|le]|m 2
SCLCR/L1010F06-S 10 10 80 10 10 10 0.06 CC**0602%*
SCLCR/L1212F09-5C X e e 12 12 80 12 17 12 15 25 Ms8X1 0.07 CC*0913**
® Ex stock © On demand
*= With internal cooling
Spare parts
Insert CC**0602%* CC**09T3**
h 10 12
w S 160M2.5x6.5 160M3.5x8
(1.0 Nm) (2.7 Nm)
;/ Wrench WTO7IP WT15IP
Insert
o D @/ (5 o/ =)
§ _ -_ . — -
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A102 A106 A107 A108 A107 A154
System code * A270 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324
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Ge neral tu rning External tool holders — Swiss turning

DC** holder

S-Clamping

SDACR/L-SC Kr: 90°

™ WL

M
" * LB
© er @; =0
90° L
e L1
E
Stock Dimensions [mm] Inserts
Article e
Rl{L| a | b | L] h || s|[L]|e|mMm @ 4
SDACR/L1212M07-SC 3 12 12 150 12 17 12 15 25 M8X1 0.15 DC*0702**
SDACR/L1616K11-5C Wooe e 16 16 125 16 21 16 15 30 MsX1 0.21 DC**1113**
SDACR/L1212M11-SC e e 12 12 150 12 17 12 15 30 MsX1 0.14 DC**1113**
® Ex stock © On demand
¥ With internal cooling
Spare parts
Insert DC**Q702%* DC**71173%*
h 12 12-16
v Screw 160M2.5x6.5 160M3.5x8
(1.0 Nm) (2.7 Nm)
5/ Wrench WTO7IP WT15IP
Insert
Finishing Medium Cut Roughing Alum Machining CastlIron PCBN/PCD
A112 Al114 A115 A115 A115 A155
Systemcode .~ A270 Grade selection *  A40 Technicalinfo *  A447 Cutting data A324
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External tool holders — Swiss turning Gen eral turn ing

DC** holder

S-Clamping

SDHCR/L-SC Kr: 107°30'

h1 h r;: T Ha
5|
M
4 o
) 5 o “Tib
107°30' L]
£ L
Dimensions [mm] Inserts
Article s | Stock
a b L h h; 5 L, e M ﬂ
SDHCR/L2020K11-5C b o 20 20 125 20 25 20 15 30 MBX1 035 DC*1113*
SDHCR/L2525M11-5C b L 25 25 150 25 30 25 15 35 M8X1 0.66 DC*1113**
® Ex stock © On demand
*= With internal cooling
Spare parts
Insert DC**11T3%*
h 20-25
w S 160M3.5x8
(2.7 Nm)
e Wrench WT1SIP
Insert
&ry & & a7 s/ -/
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
Al12 Al14 A115 A115 A115 A155
System code A270 Grade selection A40 Technicalinfo » A447 Cutting data A324
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Ge neral turn i ng External tool holders — Swiss turning

DC** holder S-Clamping

SDJCR/L-SC Kr: 93°

h1 1
o O
q I
@
1478
93°
£ L
Stock Dimensions [mm] Inserts
Article e
Rl{L| a | b | L] h || s|[L]|e|mMm @ 4
SDJCR/L1212H07-5C i3 12 12 100 12 17 12 15 25 M8Xx1 0.1 DC**0702**
SDJCR/L1212H11-5C B L] L 12 12 100 12 17 12 15 30 Mm8X1 0.1 DC**11T3**
SDJCR/L1616K11-5C #oe L] 16 16 125 16 21 16 15 30 Mmsx1 021 DC*™ 1113
® Ex stock © On demand
¥ With internal cooling
Spare parts
Insert DC**0702%* DC**11T3%*
h 12 12-16
v Screw 160M2.5%6.5 160M3.5x8
(1.0Nm) (2.7 Nm)
5,./ Wrench WTO7IP WT15IP
Insert
ey Y, ay &y «/ -/
Finishing Medium Cut Roughing Alum Machining CastlIron PCBN/PCD
Al12 Al114 A115 A115 A115 A155
Systemcode . A270 Gradeselection *  A40 Technicalinfo *  A447 Cutting data A324

A276

o«

2CCCT



External tool holders — Swiss turning

General turning

DC** holder S-Clamping

SDNCN-SC Kr: 62°30'

@7 5 @; %
62°30'
e L
L
1
Dimensions [mm] Inserts
Article s | Stock
a b L h h; 5 L, e M g
12 150 12 17 6 15 30 MBX1 0.14 1B i & f B Jakad

SDNCN1212M11-5C

s ® 12

® Exstock © On demand

= With internal cooling

Spare parts
Insert DC**11T3%*
h 12
v _— 160M3,5x8
(2.7 Nm)
- Wrench WT15IP
Insert
& | & - a7 o/ y
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
Al112 Al14 Al115 A115 A115 A155
System code * A270 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324

A277
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Ge neral tu rning External tool holders — Swiss turning

VC** holder S-Clamping

SVACR/L-SC Kr: 90°

"W

e
L
Stock Dimensions [mm] Inserts
Article e @
R L a b L h h, s Ly e M ——
SVACR/L1212H11-5C e L] 12 12 100 12 17 12 15 30 Mmsxi1 0.1 VC**1103**
® Ex stock o On demand
% With internal cooling
Spare parts
Insert VC**1103%*
h 12
v — 160M2.5%6.5
(1.0 Nm)
- Wrench WTO7IP
Insert
- lﬁ — ,“.
Finishing Alum Machining
A135 Al136
Systemcode .~ A270 Grade selection *  A40 Technicalinfo *  A447 Cutting data A324

A278
zcc.cTt



External tool holders — Swiss turning Gen eral turn ing

VC** holder

SVJCR/L-SC Kr: 93°

S-Clamping

R o]
* L

Stock Dimensions [mm] Inserts
Article e @
R L a b L h h, 5 L, e M ———
SVJCR/LOB08H11-5 8 8 100 8 8 22 0.044 VC**1103**
SVJCR/L1212H11-5C ® 12 12 100 12 17 12 15 30 M™MsX1  0.095 VC**1103**
SVJCR/L1616K11-5C 3 L[] 16 16 125 16 21 16 15 30 Msxi 0.2 VC**1103**
® Ex stock © On demand
:k With internal cooling
Spare parts
Insert VC**1103%*
h 8-16
v Screw 160M2.5x6.5
(1.0 Nm)
o Wrench WT07IP
Insert
o s,
Finishing Alum Machining
A135 Al136
System code * A270 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324

A279
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General turning Boring bars overview

Boring bars

Application Workpiece
Longitljldinal Facing Undercut Contouring Profiling Stable Unstable
turning
Boring bar - . — i —_ T Page
L A | J — U0 |: ——
s o bl S o ] ‘& q h—
= R | EB.—H ‘:_. | I ‘_
PDSNR/L .
: ] @ o @ ® A286
62°30' .
PCLNR/L ‘égﬁ“
® ) ® o A284
95° (e
PDUNR/L /
@ o o ® O A287
93° (=
P PSKNR/L
@ ® A289
75
PTFNR/L
® ® A290
91° /
PWLNR/L -
P @ ° A291
950 /
SCFCRI/L
® ® o A310
900 AP
SCLCR/L /
® ) ® A293
95° \/
SCLPR/L f‘f
@ @ ® O A306
95° @/
SDQCR/L /
@ o o ° o A295
107°30' /
SDQPR/L /
@ o o ® o} A307
s 107°30' 2
SDUCR/L P
@ 0 o ® O A296
930 -
SDUPR/L /
gge \y/ ® o [ ] o A308
SDZCR/L ;
0 ® A297
95°
o
SSKCR/L
@ ° A298
75° [

® Recommended

A280 ”

zcc-CcT



Boring bars overview Gen eral turn ing

Boring bars
Application Workpiece
Longitijldinal Facing Undercut Contou[ing Proﬁling Stable Unstable
turning
Boring bar — = 7 z S 7 Page
= = e e
T : : -
= i = (L
STFCR/L /
A300
91° \/ e
STUPR/L /
] A309
93° \/
SVQBR/L /
° ° Py A304
107°30' /
S SVQCR/L \/
; @ A302
107°30° ¢ /
SVUBR/L (/
. A305
93° \: / 2 @] 8]
SVUCR/L
93° \.\/// @ o = A303
SCLPR/L _
" o ® A312
950 V
SDQPR/L _
® o o A314
107°30' |,
& | soupRL _
= ) X ® A316
-E 93 J
2
> | sTupRL >
< - ° A318
El o g
SVQCR/L / < e ° A321
10730 |5 /
SVUCR/L
93° \a/ ® ® ® A322

@ Recommended

A281
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General turning ISO-Code - boring bars

S 16 R - S D U C

R 07

H 100
125
150
160
180
200
250
300
350
400

S Screw clamping

Cods ‘ L P Knee lever clamping EE}

< CHw®m»mpODZ=T R

1 2 3 4 5 6 7 8 9
Shank type Shank diameter d [mm)]
Code Description >
A Steel shank (1C)
€ Solid carbide shank
E Solid carbide shank (IC) Code d
S Steel shank 16 16
X Special application 20 20
25 25
32 32
40 40
50 50
1 2
Clamping system Clamping system Insert shape
m Code Description
c :

Tool holder type and entering angle

Clearance angle

TR DD E O
%% %1 ﬁj Zﬁ Y: E
D FR o0 B
AN

-
~~-(° 1"

A282

<CC:CT




ISO-Code - boring bars General turn ing

Cutting direction

Cutting edge length | [mm]

Insert shape
1.C
o | @R IH | A L4
-} — — | | I— 1
C D R 5 T Vv W
L 5,56 09
6,35 06 07 11
9,525 09 11 09 09 16 16 06
12,7 12 15 12 12 22 22 08
15,875 16 19 15 15 27
19,05 19 19 19 i3
R 254 25 25 25 44
32 32
8 9

CC.CT

A283
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General turning  soring bars

CN** steel boring bar  P-Clamping

A

PCLNR/L Kr:95°

p=—

Turning

i
5 eI
L
Right hand style
B Stock Dimensions [mm] Inserts
Article ok

R| L | eod L h S e Disia 5]

— S16M-PCLNR/LO9 e o 16 150 15 11 28 20 12 CN**0903**
;C— S16R-PCLNR/LO9 e o 16 200 15 11 28 20 -12 CN**0903**
E S20Q-PCLNR/LO9 ® o 20 180 18 13 31 25 -1 CN**0903**
$20S-PCLNR/LO9 e o 20 250 18 13 31 25 -11 CN**0903**
$25Q-PCLNR/L0O9 0 © 25 180 23 17 35 32 -10 CN**0903**
S25T-PCLNR/LO9 e O 25 300 23 17 35 32 -10 CN**0903**
$25Q-PCLNR/L12 o o 25 180 23 17 40 32 12 CN**1204**
C S25T-PCLNR/L12 o o 25 300 23 17 40 32 -12 CN**1204**
S32R-PCLNR/L12 e 32 200 30 22 50 44 -10 CN**1204**
S32U-PCLNR/L12 e o 32 350 30 22 50 44 -10 CN**1204**
S40S-PCLNR/L12 o e 40 250 37 27 55 54 -10 CN**1204**
g’ S40V-PCLNR/L12 e o 40 400 37 27 55 54 -10 CN**1204**
:?:_ S50S-PCLNR/L12 o o 50 250 47 35 56 63 -10 CN**1204**
o S50W-PCLNR/L12 e o 50 450 47 35 56 63 -10 CN**1204**
A25R-PCLNR/L12 ¥ e e 25 200 24 17 40 32 =]z CN**1204**
A32S5-PCLNR/L12 e e 32 250 31 22 50 44 -10 CN**1204**
S50S-PCLNR/L19 o o 50 250 47 35 63 63 -10 CN**1906**
S50W-PCLNR/L19 e O 50 450 47 35 63 63 -10 CN**1906**
D ® Ex stock © On demand
# With internal cooling
55
g 5
o=
E
3
=
Systemcode . A282 Grade selection * A40 Technicalinfo *  A447 Cuttingdata ~ A324

&>
A284 ”

2CCCT



General turning

Boring bars
CN** steel boring bar
Spare parts
Insert CN**0903#* CN**1204%* CN**1204%* CN**1906%*
od 16-25 25 32-50 50
B | Kneelever 13C L4A L4 L6
G” —— LEM5x12B
(4.0 Nm)
G” LEM8x21 LEM8x21 LEM10x27
3 Screw
(10.2 Nm) (10.2 Nm) (16.6 Nm)
' Shim pin (shim) SP4 SP6

E Shim C19AP
= Shim C12APB

Wrench WH20L WH25L WH30L WH40L

Insert

IO = f () }
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A45 A4S A46 A53 A53 A148
System code * A282 Grade selection Ad0 Technicalinfo » A447 Cutting data A324

A285
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General turning  soring bars

DN** steel boring bar

PDSNR/L Kr: 62°30

P-Clamping

«® s I ©
f
‘ 62301 L
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
Rl{L|ed | L | n s | e f | D | © A
S32R-PDSNR/L15-3 o] o] 32 200 30 22 45 85 40 -11 DN**1504**
S40V-PDSNR/L15-3 . 40 400 37 27 43 94 50 -11 DIN**1504**
A325-PDSNR/L15-3 * o o] 32 250 3 22 45 8.5 40 -1 DN*#1504**
S32R-PDSNR/L15 L] L 32 200 30 22 45 85 40 -11 DN**1506**
S32U-PDSNR/L15 L] L] 32 350 30 22 45 8.5 40 -11 DN**1506%*
S405-PDSNR/L15 o] o] 40 250 37 27 43 9.4 50 -1 DN**1506%
S40V-PDSNR/L15 o] o 40 400 37 27 43 94 50 -11 DN**1506**
A325-PDSNR/L15 e L] 32 250 3 22 45 85 40 -11 DN**1506%
® Ex stock 0 On demand
# With internal cooling
Spare parts
Insert DN**1504** DN**1506%*
od 32-40 32-40
b Knee lever L4 L4B
@Q i LEM8x21 LEM8x21
(10.2 Nm) (10.2 Nm)
B | shim pin (shim) P4 sp4
& Shim D15AP D15AP
| Wrench WH30L WH30L
Insert
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A55 A55 AS56 A60 A1 A149
System code A282 Grade selection *  A40 Technicalinfo *  A447 Cutting data A324

A 286



Boring bars

General turning

DN** steel boring bar

PDUNR/L Kr:93°

P-Clamping

Right hand style

Stock Dimensions [mm)] Inserts
Article sk
R{L|ed | L | h | s e | Du | © Ay
S$20Q-PDUNR/L11 L] o 20 180 18 13 30 25 -16 DIN**1104%*
S$205-PDUNR/L11 L] L] 20 250 18 13 30 25 -16 DN**1104**
S25Q-PDUNR/L11 L] L] 25 180 23 17 35 32 -13 DN**1104**
S25T-PDUNR/L11 ] [ ] 25 300 23 17 35 32 -13 DN**1104%*
S32R-PDUNR/L11 o] o 32 200 30 22 40 40 -16 DN**1104**
S32U-PDUNR/L11 ] [] 32 350 30 22 40 40 -16 DN**1104%*
S32R-PDUNR/L15-3 o o 32 200 30 22 50 40 -16 DN**1504**
S32U-PDUNR/L15-3 L] L] 32 350 30 22 50 40 -16 DN**1504**
S405-PDUNR/L15-3 o o 40 250 37 2, 50 50 -11 DIN**1504%*
S40V-PDUNR/L15-3 L] ° 40 400 37 27 50 50 -11 DN**1504**
A325-PDUNR/L15-3 X e L] 32 250 n 22 50 40 -16 DN**1504**
S32R-PDUNR/L15 o] o 32 200 30 22 50 40 -16 DN**1506**
S32U-PDUNR/L15 [ ] L] 32 350 30 22 50 40 -16 DN**1506%*
S405-PDUNR/L15 o] o] 40 250 37 27 50 50 -1 DN**1506%*
S40V-PDUNR/L15 ] L] 40 400 37 27 50 50 -11 DN**1506%*
A32S-PDUNR/L15 oo [] 32 250 n 22 50 40 -16 DN**1506**
® Exstock © On demand
#= With internal cooling
Spare parts
Insert DN**1104%* DN**1104%* DN**1504** DN**1506%*
od 20-25 32 32-40 32-40
B | Kneelever 13D 13 L4 148
qﬁ Setui LEM5x12B LEM6x17
’ (4.0 Nm) (7.0 Nm)
w S LEM8x21 LEME8x21
: (10.2 Nm) (10.2 Nm)
- Shim pin (shim) SP3 5P4 SP4
- Shim D11AP D15AP D15AP
( Wrench WH20L WH25L WH30L WH30L
System code A282 Grade selection A40 Technical info A447 Cutting data A324

A287
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General turning  soring bars

DN** steel boring bar

Insert
_ ‘i_./f g P4 -/ @ ’
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A55 A55 A56 AB0 AB1 A149
Systemcode » A282 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324

A 288

o«

2CCCT



Boringbars  General turning

SN** steel boring bar  P-Clamping

PSKNR/L Kr: 75°

Right hand style

Stock Dimensions [mm)] Inserts
Article sk =t
R{L| ed | L h s e | D | ® 5 -~ a
$25Q-PSKNR/L12 o ° 25 180 23 17 42 32 -12 SN**1204**
S25T-PSKNR/L12 L] o] 25 300 23 17 42 32 -12 SN**1204**
S32R-PSKNR/L12 (o] (o] 32 200 30 22 45 44 -10 SN**1204**
S32U-PSKNR/L12 ] [ ] 32 350 30 22 45 44 -10 SN**1204**
S40S-PSKNR/L12 o] o 40 250 37 27 50 54 -10 SN**1204**
S40V-PSKNR/L12 ] o 40 400 37 27 50 54 -10 SN**1204**
A25R-PSKNR/L12 woooe L] 25 200 24 17 42 32 -12 SN**1204**
A325-PSKNR/L12 L L] 32 250 3 22 50 44 -12 SN**1204**
® Ex stock © On demand
* With internal cooling
Spare parts
Insert SN**1204%* SN**1204%*
od 25 32-40
b Knee lever L4A L4
ep Screw LEMB8x21
- {(10.2 Nm)
‘@ Screw LEM6x13.4A
(7.0 Nm)
. Shim pin (shim) SP4
s Shim S12APB
—
| Wrench WH25L WH30L
Insert
[~ - - | o ’
= =
Finishing Medium Cut Roughing Castlron PCBN/PCD
A63 ABS A68 A74 A150
System code * A282 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324

&>

” A289

2CC-CT
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General turning  soring bars

PTFNR/L Kr:90°

TN** steel boring bar

P-Clamping

5 5
=
-
P h
s igoe o
e B L ad
Right hand style
B Stock Dimensions [mm] Inserts
Article ok
R|L| ed L h s = Drin 5] : - :
o S16M-PTFNR/L11 o o 16 150 15 11 28 20 -14 TN**1103**
é S16R-PTFNR/L11 ° L] 16 200 15 11 28 20 -14 TN**1103**
E S20Q-PTFNR/L11 ° L] 20 180 18 13 3 25 -12 TN**1103**
S205-PTFNR/L11 ° L] 20 250 18 13 3 25 -12 TN**1103**
$25Q-PTFNR/L11 (o] o 25 180 23 17 35 32 -10 TN**1103**
S25T-PTFNR/L11 o o 25 300 23 17 35 32 -10 TN**1103**
S$25Q-PTFNR/L16 o o] 25 180 23 17 42 32 -12 TN**1604**
C S25T-PTFNR/L16 ° L] 25 300 23 17 42 32 -12 TN**1604**
S32R-PTFNR/L16 o] o] 32 200 30 22 50 44 -10 TN**1604**
S32U-PTFNR/L16 L] ° 32 350 30 22 50 44 -10 TN**1604**
S40S-PTFNR/L16 o] o] 40 250 37 27 55 54 -10 TN**1604**
E‘i S40V-PTFNR/L16 ° L] 40 400 37 27 55 54 -10 TN**1604**
= A25R-PTFNR/L16 b ° o 25 200 24 17 40 32 -12 TN**1604**
[
o A32S-PTFNR/L16 b ° L] 32 250 3 22 50 44 -10 TN**1604**
@ Ex stock © On demand
# With internal cooling
Spare parts
D Insert TN#**1103%* TN**1604%* TN**1604%**
od 16-25 25 32-40
- b Knee lever L2 L3B L3
® 2 LEM5x9B LEM5x12B LEM6x17
L e -
g @@ IR (4.0 Nm) (4.0 Nm) (7.0Nm)
%5
i = ‘ Shim pin (shim) SP3
-—= Shim T16APB
| Wrench WH20L WH20L WH25L
Insert
x - Lo\ @ fa, = e
=4 | — == o = £ 4
= Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A78 A79 AB1 AB4 ABB A151
System code A282 Grade selection *  A40 Technical info Ad447 Cutting data A324

A290




Boringbars  General turning

WN** steel boring bar  P-Clamping

PWLNR/L Kr: 95°

Right hand style

Stock Dimensions [mm)] Inserts
Article sk
R|{L| ed L h s e | Dun| © é
S16M-PWLNR/LO6 L] L] 16 150 15 1 25 20 -13 WN**0604**
S16R-PWLNR/LO6 o] 16 200 15 1 25 20 -13 WN**0604**
S20Q-PWLNR/LO6 L] L] 20 180 18 13 35 25 -13 WN**0604**
S20S-PWLNR/LO6 ] 20 250 18 13 35 25 -13 WN**0604**
525Q-PWLNR/LO6 o] o 25 180 23 17 35 32 -13 WN**0604**
S25T-PWLNR/LO6 o 25 300 23 17 35 32 -13 WN**0604**
S20Q-PWLNR/LO8 [ ] L] 20 180 18 13 32 25 -13 WN**0804**
S205-PWLNR/LO8 L] 20 250 18 13 32 25 -13 WN**0804**
S25Q-PWLNR/LO8 ® o 25 180 23 17 45 32 -13 WN**0804**
S25T-PWLNR/LOS L] ° 25 300 23 17 45 32 -13 WN**0804**
S32R-PWLNR/LO8 L] L] 32 200 30 22 50 40 -15 WN**0804**
S32U-PWLNR/LO8 [ ] L] 32 350 30 22 50 40 -15 WN**0804**
® Ex stock © On demand
*£ With internal cooling
Spare parts
Insert WN**0604** WN**0804** WN**0B804%*
od 16-25 20-25 32
B | Kneelever L3B L4A L4
G” i LEM5x12B
(4.0 Nm)
Gp et LEM8x21
(10.2 Nm)
‘@ et LEMBx13.4A
(7.0 Nm)
B |shim pin (shim) P4
-3 Shim WOBAP
Wrench WH20L WH25L WH30L
Systemcode = A282 Grade selection .~ A40 Technicalinfo ~ A447 Cuttingdata = A324

A291
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General turning  soring bars

WN** steel boring bar
Insert
PN N A &
-_— e S s |
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A95 A94 A97 A98 A98 A153
Systemcode » A282 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata * A324

A292

o«

2CCCT



Boringbars  General turning

CC** steel boring bar

SCLCR/L Kr: 95°

S-Clamping

Right hand style

Dmin

Stock Dimensions [mm] Inserts

e " R|L od L h 5 L, e D e F

—-—
SO8K-SCLCR/LD6 e o 8 125 7 5 14 14 10 -15 o602
S10K-SCLCR/LO6 e o 10 125 7 5 14 14 10 -15 CC*0602**
S10M-SCLCR/LO6 e o 10 150 9 6 14 14 12 -13 CC*0602**
S12M-SCLCR/LO6 e o 12 150 11 9 25 25 16 -10 CC**0602**
AO8F-SCLCR/LO6 ¥ e e 8 80 7.5 5 14 14 10 -15 CC*0602**
A10H-SCLCR/LO6 ¥ e e 10 100 9.5 6 14 14 12 -13 CC*0e02**
A12K-SCLCR/L06 ¥ e e 12 125 115 9 25 25 16 -10 CC**0602**
S12M-SCLCR/L09 e e 12 150 11 9 25 25 16 -10 CC**09T3**
S16M-SCLCR/LO9 e O 16 150 15 1 325 325 20 -12 CC*09T13**
S16R-SCLCR/L0O9 e e 16 200 15 1 325 325 20 -12 CC**09T3**
$20Q-SCLCR/L09 e e 20 180 18 13 38 38 25 -8 CC**Q9T3**
S$205-SCLCR/LO9 e 20 250 18 13 38 38 25 -8 CCH*0913**
$25Q-SCLCR/LO9 ® O 25 180 23 17 45 45 32 -6 CCH09T3**
$25T-SCLCR/LO9 e @ 25 300 23 17 45 45 32 -6 CCH09T3**
A12K-SCLCR/LO9 e e 12 125 115 9 25 25 16 -10 CC*09T3**
A16M-SCLCR/LO9 X e e 16 150 155 1 325 325 20 -12 CC*0913**
A20Q-SCLCR/L09 K e e 20 180 19 13 38 38 25 -8 CCH0913%
A25R-SCLCR/LO9 ¥ e e 25 200 24 17 45 45 32 -6 CC*¥*0913**
$25Q-SCLCR/L12 e O 25 180 23 17 45 45 32 -6 CC* 1204
S25T-SCLCR/L12 e e 25 300 23 17 45 45 32 -6 CC**1204*
S32R-SCLCR/L12 L] 32 200 30 P 50 50 40 -10 CC¥*1204*
S32U-SCLCR/L12 [ ] 32 350 30 22 50 50 40 -10 CC**1204*
S405-SCLCR/L12 o 40 250 37 27 60 60 50 -8 CC**1204%
S40V-SCLCR/L12 [ ] 40 400 37 27 60 60 50 -8 CC**1204*
A25R-SCLCR/L12 3 25 200 24 17 45 45 32 -6 CC¥*1204*
A325-SCLCR/L12 * 32 250 3 22 50 50 40 -10 CC**1204%

® Exstock © On demand
* With internal cooling
System code A282 Grade selection A40 Technical info A447 Cutting data A324

A293
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General turning  soring bars

A

CC** steel boring bar

Spare parts
Insert CC**0602** CC**Q9T3** CC**Q9T3** CC**1204%* CC**1204%*
od 8-12 12-20 25 25 32-40
v Screw I60M2.5x5.5 160M3.5x8 I60M3.5x10
o (1.0 Nm) (2.7 Nm) (2.7 Nm)
j=
= @ Screw 160M4x11X 160M4x11X
l‘g' (3.4 Nm) (3.4 Nm)
@ Screw (shim) SM6X10XA
[ » | Shim C128s
B < | Wrench (screw) WTO7IP WT151P WT15IP WT15IP WT151P
¢ | Wrench (shim) WH40L
(7]
£
= Insert
= . _ . 3 ~
E D @ G Y, 69
_— [ — |
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A102 A106 A107 A108 A107 A154
(@]
£
E
o
(=
© C
Q3
£E
Y 5
L7}
=
=
U
=S|
£
Systemcode » A282 Grade selection *  A40 Technicalinfo > A447 Cutting data A324

A294

e
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Boringbars  General turning

DC** steel boring bar

SDQCR/L Kr:107°30'

3

Right hand style

S-Clamping

Turning

Milling
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Drilling
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Stock Dimensions [mm] Inserts
Article sk

R|L|ad | L h s | L | e |Du| ® 4
S10M-SDQCR/LO7 e o 10 150 9 7 20 20 13 -8 DC**0702**
S$12M-SDQCR/LO7 e o 12 150 1 9 22 22 16 -8 DC**0702*
S$16M-SDQCR/LO7 o e 16 150 15 1 27 27 20 -6 DC**0702%
$16Q-SDQCR/LO7 e o 16 180 15 11 27 27 20 -6 DC**0702%*
S16R-SDQCR/LO7 e e 16 200 15 1 27 27 20 -6 DC**0702%*
A10H-SDQCR/L07 ¥ e e 10 100 9.5 7 20 20 13 -8 DC**0702*
A12K-SDQCR/LO7 ¥ e e 12 125 115 9 22 22 16 -8 DC**0702%*
$20Q-SDQCR/L11 e O 20 180 18 13 32 32 25 -6 DC**1173*
$20S-SDQCR/L11 e @ 20 250 18 13 32 32 25 -6 DC*1113**
$25Q-SDQCR/L11 e O 25 180 23 17 32 32 32 -6 DC*1173**
S$25T-SDQCR/L11 e e 25 300 23 17 32 32 32 -6 DC¥*1173*
A16M-SDQCR/L11 ¥ e e 16 150 155 11 27 27 20 -6 DC*1173**
A20Q-SDQCR/L11 e e 20 180 19 13 32 32 25 -6 DC**1113**
A25R-SDQCR/L11 R Oe e 25 200 24 17 32 32 32 -6 DC**1173*

® Exstock © On demand
% With internal cooling
Spare parts
Insert DC**0702** DC**0702%* DC**11T3** DC**11T3** DC**11T3%*
od 10 12-16 16-20 20 25

w et 160M2.5%5.5 160M2.5%6.5 I60M3.5x8 160M3.5x8 160M3.5x10

(1.0 Nm) (1.0 Nm) (2.7 Nm) (2.7 Nm) (2.7 Nm)

\,/ Wrench (screw) WTO7IP WTO?IP WTI15IP WT15IP WT15IP

Insert
&ry | & & a7 s/ -/
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
Al112 Al114 Al115 Al15 Al15 A155
System code A282 Grade selection A40 Technical info A447 Cutting data A324

A295




A

Turning

Milling

N

Drilling

O

Technical
Information

Index

General turning  soring bars

DC** steel boring bar

SDUCR/L Kr: 93°

S-Clamping

T ]
h Dmin
~=/! Ty
s fel J— \$a
H

A 296

Right hand style
Stock Dimensions [mm] Inserts
Article b
RlL]| ed | L h s L | e |Du | © 4
S10M-SDUCR/LO7 ] L] 10 150 9 7 = 0 13 -8 DCH*0702**
S12M-SDUCR/LO7 [ ] L] 12 150 11 9 22 22 16 -8 DC**0702**
S16M-SDUCR/LO7 [ ] L] 16 150 15 11 27 27 20 -6 DCH*p702**
S16R-SDUCR/LO7 ] L] 16 200 15 11 27 27 20 -6 DC**0702**
A10H-SDUCR/LO7 X e L] 10 100 9.5 7 = 0 13 -8 DC**0702**
A12K-SDUCR/LO7 b3 [ ] L] 12 125 115 9 22 22 16 -8 DC**0702**
A16M-SDUCR/LO7 e L] 16 150 155 11 27 27 20 -6 DC**0702**
$20Q-SDUCR/L11 [ ] L] 20 180 18 13 40 40 25 -6 DC=*11T3**
$205-SDUCR/L11 L] L] 20 250 18 13 40 40 25 -6 D 1113
$25Q-SDUCR/L11 ] o 25 180 23 17 46 46 32 -6 DC*11T3**
S25T-SDUCR/L11 L] L] 25 300 23 17 46 46 32 -6 DC**11T3**
A20Q-SDUCR/L11 3k ] L] 20 180 19 13 40 40 25 -6 DC**11T3**
A25R-SDUCR/L11 e L] 25 200 24 17 46 46 32 -6 DC*N1T13*
® Ex stock © On demand
“ With internal cooling
Spare parts
Insert DC**0702%* DC**11T3**
ed 20-25
v Screw 160M2.5x5.5 160M3.5x8
(2.7 Nm)
o Wrench WT15IP
Insert
&7 a7 L, Z &/ =/
Finishing Medium Cut Roughing Alum Machining Cast lron PCBN/PCD
All2 Al14 A115 A115 A115 A155
System code A282 Grade selection *  A40 Technical info Ad447 Cutting data A324



Boringbars  General turning
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DC** steel boring bar  S-Clamping
SDZCR/L Kr: 85°
Dmin
‘ s - liz [ \ /i
€ . ed 8
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R|L|ad | L h s e f | D | ® 4
$25Q-SDZCR/L11 L[] 25 180 23 17 30 6.9 32 -6 DC¥*1173*
S25T-SDZCR/L11 e o 25 300 23 17 30 6.9 32 -6 DC*1173*
S32R-SDZCR/L11 o 32 200 30 22 39 84 40 -6 DC*1173*
S$32U-SDZCR/L11 e o 32 350 30 22 39 84 40 -6 DC**11T73**
S405-SDZCR/L11 o e 40 250 37 27 47 9.4 50 -4 DC**1113**
S40V-SDZCR/L11 e e 40 400 37 27 47 9.4 50 -4 DC**1173*
A25R-SDZCR/L11 ¥ e e 25 200 24 17 30 45 32 -6 DC**1113**
A325-SDZCR/L11 ¥ oe e 32 250 31 22 39 6 40 -6 DC¥*1173*
® Ex stock © On demand
* With internal cooling
Spare parts
Insert DC**11T73** DC*¥*11T3%*
od 25 32-40
w S 160M3.5x10 160M3.5x12
(2.7 Nm) (2.7 Nm)
P | screw (shim) SM5x8.65XA
& Shim D11BS
;/ Wrench (screw) WT15IP
¢ | wrench (shim) WH35L
Insert
& &Y R/ (/4 =/ | o/
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
Al112 Al14 Al115 Al15 Al15 A155
Systemcode = A282 Grade selection .~ A40 Technicalinfo » A447 Cuttingdata = A324

A297




General turning  soring bars

SC** steel boring bar  S-Clamping

A

SSKCR/L Kr: 75°

on =] 1
E o=t Dmin
5 b o
= £ T T———0oo! ™
N omms == ie— !
@ ed o
L
Right hand style
B Stock Dimensions [mm] Inserts
Article ok
R | L aod L h 5 = Drmin 5] B
o S12M-SSKCR/LO9 e L] 12 150 1 9 26 16 -10 SC*09T73*
é S16M-SSKCR/L09 o o 16 150 15 11 325 20 -1 SC*09T73*
E S16R-SSKCR/L09 (o] (o] 16 200 15 11 325 20 -1 SC*09T73*
$20Q-SSKCR/LO9 o o 20 180 18 13 345 25 -6 SC**09T73*
$20S5-SSKCR/L09 ° o 20 250 18 13 345 25 -6 SC**09T73*
A12K-SSKCR/LO9 3 L] o 12 125 1 9 26 16 -10 SC*09T73*
A16M-SSKCR/L09 3 L] =] 16 150 15 11 325 20 -1 SC*09T73*
C A20Q-SSKCR/L0O9 £ ° o] 20 180 19 13 345 25 -6 SC**09T73*
$25Q-SSKCR/L12 o] o 25 180 23 17 36.3 32 -8 SC*1204%
S25T-SSKCR/L12 e o] 25 300 23 17 36.3 32 -8 SC*1204%
S32R-SSKCR/L12 o] o] 32 200 30 22 435 40 -10 SC**1204*
g’ S$32U-SSKCR/L12 L] 32 350 30 22 435 40 -10 SC**1204*
= A25R-SSKCR/L12 x ° o 25 200 24 17 413 32 -8 SC*1204%
o
o A325-SSKCR/L12 b L 32 250 3 22 428 40 -10 SC**1204*
® Ex stock o On demand
# With internal cooling
Spare parts
D Insert SC**09T3** SC**1204%* SC**1204**
od 12-20 25 32
w — 160M3.5x8
= (2.7 Nm)
™ O s 160M4x11X 160M4x11X
L =
cg Q ICrew (3.4 Nm) (3.4 Nm)
€=
U = :
8 P | screw (shim) SM6x10XA
- Shim $128BS
),/ Wrench (screw) WT15IP WT15IP WT15IP
E ¢ | Wrench (shim) WH40L
x
]
o)
=
System code A282 Grade selection *  A40 Technical info Ad447 Cutting data A324
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Boringbars  General turning
SC** steel boring bar
Insert
3 ] f ] r " e
o o G
|| "
Finishing Medium Cut Roughing Alum Machining
A120 A121 A122 A122
Systemcode » A282 Grade selection *  A40 Technicalinfo > Ad47 Cuttingdata » A324
e
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General turning  soring bars

STFCR/L Kr:91°

TC** steel boring bar

S-Clamping

A 300

Right hand style
Stock Dimensions [mm] Inserts
Article ok
R | L aod L h 5 = Drmin 5] é
S12M-STFCR/L11 e L] 12 150 1 9 30 16 -10 TC¥*1102%
S16M-STFCR/L11 o L] 16 150 15 11 35 20 -6 TC¥*1102%
S16R-STFCR/L11 ° L] 16 200 15 11 35 20 -6 TC¥*1102%
$20Q-STFCR/L11 o o] 20 180 18 13 36 25 -3 TC¥*1102%
S$205-STFCR/L11 ° L] 20 250 18 13 36 25 -3 TC¥*1102%
A12K-STFCR/L11 s L] ° 12 125 115 9 26 16 -10 TC¥*1102%
A16M-STFCR/L11 3 L] L] 16 150 155 11 30 20 -6 TC¥*1102%
A20Q-STFCR/L11 * ° L] 20 180 19 13 36 25 -3 TC¥*1102%
S$25Q-STFCR/L16 ° o] 25 180 23 17 49 32 -6 TC**16T3**
S25T-STFCR/L16 L] ° 25 300 23 17 49 32 -6 TC**16T3**
S32R-STFCR/L16 L] L] 32 200 30 22 50 40 -10 TC**16T3**
S$32U-STFCR/L16 ° L] 32 350 30 22 50 40 -10 TC**16T3**
S40S-STFCR/L16 o o 40 250 37 27 60 50 -8 TC**16T3**
S40V-STFCR/L16 ° L] 40 400 37 27 60 50 -8 TC**16T3**
A25R-STFCR/L16 3 L] L] 25 200 24 17 45 32 -6 TC**16T3**
A32S-STFCR/L16 = L] o] 32 250 3 22 49 40 -10 TC**16T3**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert TC**1102** TC**16T3%** TC*16T3**
od 12-20 25 32-40
w — 160M2.5%6.5 160M3.5x10 160M3.5x12
(1.0 Nm) (2.7 Nm) (2.7 Nm)

P | Screw (shim) SM5x8.65XA
= Shim T16BS
;/ Wrench (screw) WTO7IP WTI15IP WT15IP
| Wrench (shim) WH35L
System code A282 Grade selection *  A40 Technical info Ad447 Cutting data A324



Boringbars  General turning

TC** steel boring bar
Insert
A A A & ala
e
4 L A3 r*‘__ oy
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A127 A128 A129 A131 A129 A156
Systemcode » A282 Gradeselection »  A40 Technicalinfo » A447 Cuttingdata » A324
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General turning  soring bars

VC** steel boring bar

SVQCR/L Kr:107°30'

S-Clamping

Right hand style
Stock Dimensions [mm] Inserts
Article ok
R | L aod L h 5 e Drmin —
$16Q-SVQCR/L11 e L] 16 180 15 13 28 22 VC*1103*
S20R-SVQCR/L11 o 20 200 18 15 32 26 VC**1103**
® Ex stock © On demand
: With internal cooling
Spare parts
Insert VC**1103%*
ed 16-20
v Screw 160M2.5%6.5
(1.0 Nm)
;/ Wrench (screw) WTO7IP
Insert
ﬁ--g = 2 -
Finishing Alum Machining
A135 Al136
Systemcode » A282 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324
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General turning

Boring bars
VC** steel boring bar S-Clamping
SVUCR/L Kr:93°
i Dmin
& - \
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R|L od L h 5 L, e D e —
$16Q-SVUCR/L11 (s} 16 180 15 15 25 25 24 -6 VC**1103*
S20R-SVUCR/L11 [ I ] 20 200 18 17 30 30 28 -4 VC**1103**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert VC**1103%*
od 16-20
v Screw 160M2.5%6.5
(1.0 Nm)
;/ Wrench (screw) WTO7IP
Insert
0 =i
Finishing Alum Machining
A135 A136
System code * A282 Grade selection . A40 Technicalinfo > A447 Cutingdata . A324
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General turning  soring bars

VB** steel boring bar S-Clamping

SVQBR/L Kr:107°30'

‘:ﬂ%l—.
& I i
h Dmin
| : ,i
sl g% ) g
A ¢ p b [
L L
|
Right hand style
Stock Dimensions [mm] Inserts
Article b
R|L| ed L h s e f Drin 5] ek e
S32R-SVQBR/L16 ] L] 32 200 30 22 56 8.4 40 -8 VB**1604**
S32U-SVQBR/L16 [ ] L] 32 350 30 22 56 84 40 -8 VB**1604**
S40V-SVQBR/L16 [ ] L] 40 400 37 27 64 9.4 50 -8 VB**1604**
A325-SVQBR/L16 o o 32 250 3 22 56 84 40 -8 VB**1604**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert VB**1604**
od 32-40
v Screw 160M3.5x12
(2.7 Nm)
P | Screw (shim) SM5x8.65XA
- Shim V16eBS
s/ Wrench (screw) WT15IP
¢ | Wrench (shim) WH35L
Insert
— =L o L
Finishing Medium Cut Roughing PCBN/PCD
A140 Al42 Al43 A157
Systemcode o A282 Gradeselection *  A40 Technicalinfo *  A447 Cutting data A324
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o«
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Boringbars  General turning

VB** steel boring bar S-Clamping
SVUBR/L Kr:93°
i A h Dmin
~ - ! ; iy
® AN AR s R %
ﬁ.ﬁ T L ad Etf

Right hand style

Turning

Stock Dimensions [mm] Inserts
Article sk
R|L | od L h s & f Dz, e —t
S32R-SVUBR/L16 e O 32 200 30 2 49 84 40 -8 VB**1604%
S32U-SVUBR/L16 e o 32 350 30 22 49 8.4 40 -8 VB**1604**
S405-SVUBR/L16 e O 40 250 37 27 56.5 94 50 -8 VB**1604**
S40V-SVUBR/L16 e o 40 400 37 27 56.5 9.4 50 -8 VB**1604*
A32S-SVUBR/L16 e e 32 250 3 22 49 84 40 -8 VB**1604**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert VB**1604**
od 32-40
v et 160M3.5x12
(2.7 Nm)
Screw (shim) SM5x8.65XA
= Shim V16BS
3‘/ Wrench (screw) WT15IP
| wrench (shim) WH35L
Insert
Finishing Medium Cut Roughing PCBN/PCD
A140 A142 Al143 A157
System code * A282 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324
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General turning  soring bars

A 306

CP** steel boring bar  S-Clamping

SCLPR/L Kr:95°

Dmin

4

Right hand style
Stock Dimensions [mm] Inserts
Article ok
R | L aod L h 5 = Drmin 5] @
ST10K-SCLPR/LO6 e L] 10 125 9 17 12 -7 CP**0602%*
S12M-SCLPR/LO6 ° L] 12 150 1 8 20 16 -4 CP**0602%*
S$16Q-SCLPR/LO9 o L] 16 180 15 10 29 20 -4 CP**09T3**
S20R-SCLPR/LO9 o o 20 200 18 13 35 25 -4 CP**09T3**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert CP**0602%* CP**Q9T3%**
od 10-12 20-25
v S 160M2.5%5.5 160M3.5x8
(1.0 Nm) (2.7 Nm)
5'/ Wrench (screw) WTOZIP WT15IP
Insert
B &8 &
Finishing Medium Cut Cast Iron
A110 A110 A110
Systemcode » A282 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata * A324
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Boringbars  General turning

DP** steel boring bar

SDQPR/L Kr:107°30'

S-Clamping

Turning

Milling

A

Drilling

O
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Index

Right hand style
Stock Dimensions [mm)] Inserts
Article sk
Rl L|aed | L h s e | D, | © 4
S10K-SDQPR/LO7 L] ° 10 125 9 7 20 13 -8 DP**0702**
S12M-SDQPR/L07 L] L] 12 150 11 9 22 16 -8 DP**0702**
S16Q-SDQPR/LO7 L] L] 16 180 15 11 27 20 -6 DP*#Q702**
S$16Q-SDQPR/L11 ] [ ] 16 180 15 11 32 20 -6 DPF*11T3**
S20R-SDQPR/L11 o] o 20 200 18 13 33 25 -6 DP**1113**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert DP**0702%* DP**Q702%* DP**11T3**
od 10-12 16 16-20
v 160M2.5%5.5 160M2.5%6.5 160M3.5x8
Screw
(1.0 Nm) (1.0 Nm) (2.7 Nm)

;/ Wrench (screw) WTO7IP WTO7ZIP WT15IP

Insert

Finishing

A7

System code * A282 Grade selection . A40 Technicalinfo » A447 Cuttingdata .~ A324
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General turning  soring bars

DP** steel boring bar  S-Clamping
SDUPR/L Kr: 93°
s : |
. ad
o ~ 1 %ljl-‘
3 R 7
e
L
|
Right hand style
Stock Dimensions [mm] Inserts
Article ok
RIL| ed | L h s e |D., | © 4
S10K-SDUPR/LO7 e L] 10 125 9 9 18 15 -8 DP**0702**
S12M-SDUPR/LO7 ® 12 150 11 9 19 16 -8 DP**0702**
S16Q-SDUPR/LO7 ° ° 16 180 15 11 25 20 -6 DP**0702**
® Ex stock © On demand
¥ With internal cooling
Spare parts
Insert DP**0Q702%* DP**0702%*
od 10-12 16
w SEiv 160M2.5x5.5 I60M2.5x6.5
(1.0Nm) (1.0 Nm)

\,/ Wrench (screw) WTO7IP WTO7IP

Insert

Finishing
A117
Systemcode o A282 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324

A308
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Boringbars  General turning

TP** steel boring bar  S-Clamping A

STUPR/L Kr: 93°

o
=
: y =
3 ¢ é
s 7
a
—— L
I \
Right hand style
Stock Dimensions [mm)] Inserts B
Article sk
R|L od L h s e D e é
S10K-STUPR/LO9 L] ° 10 125 9 6 20 12 -6 TP**0902** =
S12M-STUPR/LOS L] L] 12 150 11 8 22 16 -4 TP**0902** §
S12M-STUPR/L11 L] L] 12 150 1 8 25 16 -4 TP**1103** 5
S16Q-STUPR/L11 ] L] 16 180 15 10 27 20 -3 TP*1103**
® Ex stock © On demand
¢ With internal cooling
Spare parts c
Insert TP**0902%** TP**1103**
od 10-12 12-16
v Sersui 160M2.2x5.5 160M2.5x6.5
(0.8 Nm) (1.0 Nm)
gi
T Wrench WTO7IP WTO7IP =
-
(@]
Insert
Finishing
A133
e
© .©
2%
£E
%0
=
o)
e
£
System code * A282 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324
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CC** steel boring bar  S-Clamping

SCFCR/L Kr:90°
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o«

2CCCT

Stock Dimensions [mm] Inserts
Article ok -
R|L od a b L s e Dy E
S10M-SCFCR/L06525 ° o 10 27 25 150 7 30 13 CC™0602%*
S12P-SCFCR/L06525 ® 12 27 25 170 9 35 16 CC*0e02**
$16Q-SCFCR/L09S525 L] o 16 27 25 180 11 40 20 CCT* 0913
S20R-SCFCR/L09525 L] 20 27 25 200 13 45 25 CC*09713*
S25R-SCFCR/L12525 ° L] 25 27 25 200 17 50 32 CC**1204**
® Ex stock © On demand
s With internal cooling
Spare parts
Insert CC**0602%* CC**Q9T3%** CC**1204**
od 10-12 16-20 25
v Screw 160M2.5x5.5 160M3.5x8 160M5x13
(1.0 Nm) (2.7 Nm) (6.7 Nm)
5,/ Wrench WTO7IP WT15IP WT20IP
Insert
e i ; ; e, ~
g 8 | 8 & &a &
_— = = L
Finishing Medium Cut Roughing Alum Machining Cast lron PCBN/PCD
A102 A106 A107 A108 A107 A154
Systemcode » A282 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata » A324



Boringbars  General turning

CC** steel boring bar  S-Clamping

SCLCR/L Kr: 95°

| e
==

£
i

Dimensions [mm] Inserts
Article sz | Stock [ =
od a b L 5 e Diia E
S10M-SCLCR06520 o 10 22 20 150 30 13 CC**0602**
S12P-SCLCR06520 s} 12 22 20 170 9 35 16 CC*0602*
S$16Q-SCLCR09520 L] 16 22 20 180 11 40 20 CCH*09T13**
S20R-SCLCR09520 L 20 22 20 200 13 60 25 CC0913**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert CC**0602%* CC**Q9T3**
od 10-12 16-20
v Screw 160M2.5%5.5 160M3.5x8
(1.0 Nm) (2.7 Nm)
o Wrench WTO7IP WT15IP
Insert
j 7 - =
) ) L e ] €9
—_— — “ —
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A102 A106 A107 A108 A107 A154
Grade selection . A40 Technicalinfo » A447 Cutingdata . A324
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General turning  soring bars

CP** solid carbide boring bar

SCLPR/L Kr:95°

Right hand style

S-Clamping

h ed ; Dmin

&

Stock Dimensions [mm] Inserts
Article ok
R| L | @ ed h 5 = Ly 5]
C10M-SCLPR/LO6 e o 12 10 2 6 150 17 CP**0602**
C12Q-SCLPR/LO6 e O 16 12 11 8 180 20 CP**0602**
C16R-SCLPR/L09 o o 20 16 15 10 200 29 EE=ggiase
E16R-SCLPR/L0O9 ¥ o o 19 16 15.5 10 200 = -2 CP**09T3**
C205-S5CLPR/LO9 e O 25 20 18 13 250 35 4 CP*0913**
E20S-SCLPR/LOS ¥ o e 24 20 19.5 13 250 = -2 CP**09T3**
® Ex stock o On demand
 With internal cooling
Spare parts
Insert CP**0602%* CP**Q9T3**
od 10-12 16-20
v S 160M2.5x5.5 160M3.5x10
(1.0 Nm) (2.7 Nm)
5/ Wrench (screw) WTOZIP WT15IP
'R J
= —
Finishing Medium Cut Cast Iron
A110 A110 A110
Systemcode » A282 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324
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Boringbars  General turning

CC** solid carbide boring bar  5-Clamping

SCLCR/L Kr: 95°

Right hand style

Turning

Stock Dimensions [mm)] Inserts
Article -3 T
R|L| @D ed h s Ly k5 e §
EOBK-SCLCR/L06-09 e ° 9 8 7.5 5 125 = -12 CC**0602**
EOBK-SCLCR/L06-10 e ® 10 7.5 6 125 = -12 CC**0602**
E10M-SCLCR/LO6 ¥ e L] 12 10 9.5 7 150 = -10 CC**0602*
E12Q-SCLCR/LO6 e L 15 12 11.5 9 180 = -10 CC**0602**
E16R-SCLCR/LO6 kooe [ 18 16 15.5 10 200 = -8 CC**0602**
E12Q-SCLCR/LO9 e [] 15 12 115 9 180 E e CC**0913**
E16R-SCLCR/LO9 e L 18 16 155 10 200 = -10 CC* 0913
E205-SCLCR/LO9 L [ 24 20 19.5 13 250 1 -8 CC**0913**
E25T-SCLCR/LO9 ES ] L 31 25 24 17 300 = -6 CC*0913**
® Exstock © On demand
% With internal cooling
Spare parts
Insert CC**0602%* CC**Q9T3** CC**Q9T3**
od 8-16 12 16-25
w Screw 160M2.5%5.5 160M3.5x8 160M3.5x10
(1.0 Nm) (2.7 Nm) (2.7 Nm)
5/- Wrench (screw) WTO7IP WT15IP WT15IP
Insert
i~ 7 o~ . )
Q ' o W) -] ¢
|| . == B
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A102 A106 A107 A108 A107 A154
System code * A282 Grade selection . A40 Technicalinfo » A447 Cuttingdata .~ A324
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General turning  soring bars

DP** solid carbide boring bar S-Clamping
SDQPR/L Kr: 107°30'
e
N g Dmin
S i @;& 4
-£-|— L1 8
Right hand style
Stock Dimensions [mm] Inserts
Article ok
R|L|@ |ed| h | s | L |L]| e 4
C10M-SDQPR/LO7 e L] 13 10 9 150 20 8 DP**0702
C12Q-SDQPR/LO7 o L 16 12 11 9 180 22 8 DP**0702
C16R-SDQPR/LO7 (o] (o] 20 16 15 11 200 27 6 DP**0702
C16R-SDQPR/L11 o o 20 16 15 11 200 32 6 DP*11T3**
C205-SDQPR/L11 ° o 25 20 18 13 250 33 6 DP*1173*
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert DP**0702 DP**0702 DP**11T3%*
od 10-12 16 16-20
v — 160M2.5%5.5 I60M2.5x6.5 160M3.5x8
(1.0 Nm) (1.0 Nm) (2.7 Nm)

y/ Wrench (screw) WTO7IP WTO7IP WT15IP

Insert

Finishing

Al117

Systemcode » A282 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324
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Boringbars  General turning

DC** solid carbide boring bar  S-Clamping
SDQCR/L Kr:107°30'

Dmin

Right hand style

o

Turning

Milling

A

Drilling
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Stock Dimensions [mm)] Inserts
Article sk
R[L|[@D | ed | h | s | L | L] e 4
EO08K-SDQCR/LO7 e ° 1 8 7.5 6.5 140 = -12 DC**0702**
E10M-SDQCR/L07 e L] 12 10 95 150 = -10 DC**0702*
E12Q-SDQCR/LO7 ¥ e L] 15 12 115 9 180 = -10 DC**0702**
E16R-SDQCR/LO7 e o 18 16 15.5 10 200 = -6 DC**0702%*
E205-SDQCR/LO7 B o 24 20 19.5 13 250 = -4 DC**0702%*
E16R-SDQCR/L11 e [] 18 16 15.5 10 200 E -8 DC**1173*
E20S-SDQCR/L11 e o 24 20 19.5 13 250 = -8 DC**1113**
E25T-SDQCR/L11 - T o] 3 25 24 17 300 = -6 DC¥*1173*
® Ex stock © On demand
* With internal cooling
Spare parts
Insert DC**Q702** DC*¥*11T3%*
od 8-20 16-25
v S 160M2.5%5.5 160M3.5x10
(1.0 Nm) (2.7 Nm)
;/ Wrench (screw) WTO7IP WTI15IP
Insert
7 ; P
ry | &N v | |
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
Al12 Al14 Al115 Al15 Al115 A155
System code * A282 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324
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General turning  soring bars

DP** solid carbide boring bar S-Clamping

SDUPR/L Kr: 93°

Right hand style

Article ok

Stock

Dimensions [mm]

Inserts

@D

od

h 5 L,

L

. 4

C10M-SDUPR/LO7

15

10

9 9 150

18

DP**0702**

C12Q-SDUPR/LO7

16

12

11 9 180

19

(=]

DP**0702**

C16R-SDUPR/LO7

20

16

15 1 200

25

DP**0702**

® Ex stock © On demand

¥ With internal cooling

Spare parts
Insert DP**Q702%**
od 15-20

v SEiv 160M2.5x5.5
(1.0Nm)

Wrench WTO7IP

Insert

&)

Finishing
A117

Systemcode » A282 Gradeselection *  A40

Technical info

Ad447

Cutting data

A324
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Boringbars  General turning

DC** solid carbide boring bar

SDUCR/L Kr: 93°

S-Clamping

Right hand style

Dmin

Stock Dimensions [mm)] Inserts
Article sk
R[L|[@D | ed | h | s | L | L] e 4
E10M-SDUCR/LO7 e o 12 10 9.5 7 150 = -10 DC**0702**
E12Q-SDUCR/LO7 e ® 15 12 115 9 180 = -10 DC**0702**
E16R-SDUCR/LO7 ¥ e o 18 16 15.5 10 200 = -6 DC**0702**
E205-SDUCR/L0O7 * 0 o 24 20 19.5 13 250 = -4 DC**0702**
E16R-SDUCR/L11 B o 18 16 155 10 200 = -8 DC**1113**
E205-SDUCR/L11 e [ 24 20 19.5 13 250 E -8 DC**1173*
E25T-SDUCR/L11 * © o 3 25 24 17 300 = -6 DC*113%*
® Ex stock © On demand
* With internal cooling
Spare parts
Insert DC**0702** DC**11T3%*
od 10-20 16-25
w Setsui 160M2.5%5.5 160M3.5x10
(1.0 Nm) (2.7 Nm)
5/ - Wrench (screw) WTO7IP WT15IP
Insert
& &y i, (4 «/ «/
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
Al112 Al14 Al115 A115 A115 A155
System code * A282 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324
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General turning  soring bars

TP** solid carbide boring bar  S-Clamping

STUPR/L Kr:93°

e —— =1 @’_
% S )

Right hand style

Stock Dimensions [mm] Inserts

Article ok
R|L|@ | ed | h s L, L, 0 &

C10M-STUPR/LO9 o 12 10 9 6 150 20 6 TP**0902**
C12Q-STUPR/LO9 ° L] 16 12 1 8 180 22 4 TP**0902**
C12Q-STUPR/L11 o 16 12 1 8 180 25 4 TP**1103
C16R-STUPR/L11 o o 20 16 15 10 200 27 3 TP**1103
® Ex stock © On demand
% With internal cooling
Spare parts
Insert TP**0902** TP**1103
od 10-12 12-16
v S 160M2.2x5.5 160M2.5x6.5
(0.8 Nm) (1.0 Nm)
;/ Wrench (screw) WTOZIP WTO7IP
Insert
Finishing
A133
Systemcode » A282 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324

e
A318 ”

2CCCT



Boringbars  General turning

TC** solid carbide boring bar ~ S-Clamping
STFCR/L Kr: 90°
1
/ E[j -
) ad Dmin
& SH e @
7 | S
L2
| L1 ‘\
Right hand style
Stock Dimensions [mm)] Inserts
Article sk
R|L| @D ed h s Ly k5 e é

EO8K-STFCR/LO9 X o e 1 8 7.5 6 125 = -12 TC*0902**

E10M-STFCR/LO9 ® o o 12 10 95 150 = -10 TC**0902**

E12Q-STFCR/L11 ¥ o o 15 12 11.5 9 180 - -10 TC*1102%

E16R-STFCR/L11 3 o0 o 18 16 15.5 10 200 = -8 TC*1102%

E20S-STFCR/L11 ® o o 24 20 19.5 13 250 = -8 TC*1102**

E20S-STFCR/L16 * o o 24 20 19.5 13 250 & -8 TC*™16T3**

E25T-STFCR/L16 ¥ o o 3 25 24 17 300 = -6 163
® Ex stock © On demand
* With internal cooling

Spare parts
Insert TC**0902%* TC**1102%* TC**16T3%**
od 8-10 12-20 20-25
v Setsui 160M2.2x5.5 160M2.5x5.5 160M3.5x10
(0.8 Nm) (1.0 Nm) (2.7 Nm)
5/ - Wrench (screw) WTO7IP WTO7IP WT15IP
Insert
VN A 8 & S, &
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A126 A128 A129 A131 A129 A156
System code * A282 Grade selection A40 Technicalinfo » A447 Cuttingdata = A324
e

>
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General turning  soring bars

TC** solid carbide boring bar  S-Clamping

STFPR/L Kr:90°

Right hand style
Stock Dimensions [mm] Inserts
Article ok
R|L|@ | ed | h s L, L, 0 &
ET10M-STFPR/L11 = o o 12 10 9.5 6 150 = -5 TP**1103**
E12Q-STFPR/L11 % o o 15 12 115 8 180 - -4 TP**1103**
E16R-STFPR/L11 % (o] 19 16 15.5 10 200 = -2 TP**1103**
E205-STFPR/L11 ¥ 0 o] 24 20 19 13 250 - -2 TP**1103**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert TP**1103%*
od 10-20
v S 160M3.0x7.0
(1.8 Nm)

;/ Wrench (screw) WTOSIP

Insert

Finishing

A133

Systemcode » A282 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324
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Boringbars  General turning

VC** solid carbide boring bar  S-Clamping
SVQCR/L Kr:107°30'
G ]
D
W8 3 ]
= s : ™
Right hand style
Stock Dimensions [mm)] Inserts
Article sk

R L @D ad h s Ly k5 (2] ———
C16R-SVQCR/L11 o o 22 16 15 13 200 28 -6 VC**1103*
C205-SVQCR/L11 o] o] 26 20 18 15 250 32 -4 VC**1103**

® Ex stock © On demand
s With internal cooling
Spare parts
Insert VC**1103%*
od 16-20
v Screw 160M2.5%6.5
(1.0 Nm)
3‘/ Wrench (screw) WTO7IP
Insert
== g
Finishing Alum Machining
A135 A136
System code * A282 Grade selection . A40 Technicalinfo » A447 Cutingdata . A324
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General turning  soring bars

SVUCR/L Kr: 93°

VC** solid carbide boring bar

S-Clamping

Dmin

A322

o«

2CCCT

Right hand style
Stock Dimensions [mm] Inserts
Article ok
R L | @D od h 5 = Ly 7] =
C16R-SVUCR/L11 o (o] 24 16 15 15 200 25 6 VC*1103**
E16R-SVUCR/L11 % o =} 22 16 15 13 200 = 6.5 VC**1103**
C20S-SVUCR/L11 o ° 28 20 18 17 250 30 4 VC**1103**
E205-SVUCR/L11 ¥ 0 o 27 20 18 13 250 of 6.5 VC**1103**
E25T-SVUCR/L16 £ o o 35 25 23 205 300 = -6.5 VC*1604%*
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert VC**1103%* VC**1604**
od 16-20 25
v — 160M2.5%6.5 160M3.5x10
(1.0 Nm) (2.7 Nm)
y/ Wrench (screw) WTO7IP WT15IP
Insert
%-,' “a"-- _—t—y | -
Finishing Medium Cut Alum Machining PCBN/PCD
A135 A138 Al36 A158

Systemcode » A282 Gradeselection *  A40 Technicalinfo *  A447 Cuttingdata ~ A324



nti Vibration
Boring Bar

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

Vibration amplitude (under same machining conditions)

I
ks

1T
WVVWW":‘”‘V -

Time Temps

Vibration impact

Acceleration caused by
Vibration impact

Acceleration caused by

Steel tool holder Cemented carbide tool holder




General turning Recommended cutting data

Turning insert, negative

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

a
2
Brinell & HC (VD)
Material group Composition / structure / heat treatment hardness g YB6315 YBC152 YBC252
HB £
§ Feed rate [mm] Feed rate [mm] Feed rate [mm]
o = 01 02 06 01 02 06 0,1 04 08
‘E approx. 0,15% C annealed 125 1 500 400 270 500 400 270 480 370 230
‘5 approx. 0,45 % C annealed 190 2 420 340 230 420 340 230 400 310 190
=
Unalloyed steel approx. 0,45 % C tempered 250 3 330 280 200 330 280 200 310 250 160
approx. 0,75% C annealed 270 4 320 270 190 320 270 190 300 240 150
approx. 0,75% C tempered 300 5 280 240 170 280 240 170 260 210 130
P annealed 180 6 400 300 180 400 300 180 380 290 170
tempered 275 7 280 230 150 280 230 150 260 210 140
Low-alloyed steel
tempered 300 8 260 220 150 260 220 150 240 200 140
tempered 350 2 230 190 120 230 150 120 220 180 110
High-alloyed steel and high-alloyed annealed 200 10 360 290 190 360 290 190 310 250 170
tool steel hardened and tempered 325 n 190 | 160 | 130 | 190 | 160 | 130 | 150 | 130 | 100
ferritic/martensitic annealed 200 12
@ martensitic tempered 240 13
£ M Stainless steel
= austenitic quench hardened 180 14
= austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
K Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
= 12% 5i, cannot be hardened 75 24
o N Cast aluminium alloys = 12% 5i, hardenable hardened 90 25
= >12% Si, cannot be hardened 130 26
5 machining steel, PB> 1% 110 27
Copper and copper alloys
(bronze/brass) CuZn, CuSnZn 90 28
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 3
Heat-resistant alloys annealed 250 32
D S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand f alloys hardened Rm 1050 36
_ t hardened and tempered 55HRC 37
s} '9 Hardened steel
A= hardened and tempered 60 HRC 38
cg H
] E Hard cast iron cast 400 39
[W] e
ﬂ qc—) Hardened cast iron hardened and tempered 55HRC 40
[=
= Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
E Graphite 45
Wood 46

Note:

Index

A324

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D22.




Recommended cutting data

General turning

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

HC (CVD)
YBC251 YBC352 YBM153 YBM253 YBDO52 YBD102 YB7315 YBD152
Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm) Feed rate [mm] Feed rate [mm] Feed rate [mm]
0,1 04 0.8 0,2 0,5 1 0.2 04 0,6 0.2 04 0,6 01 03 04 01 03 04 0,1 03 05 o1 03 05 (@)]
430 320 180 430 330 220 ‘E
350 260 140 350 270 180 ‘5
260 190 110 260 210 150 =
250 180 100 250 200 140
210 160 80 210 170 120
330 230 120 320 240 150
210 170 110 200 170 120
190 150 100 180 160 120 B
170 140 90 150 130 90
260 190 120 220 180 130
100 75 50 - - -
380 295 210 350 265 180
190 155 120 150 110 65 8"
250 200 150 200 140 80 é
200 160 130 160 115 70 E
620 420 230 530 380 220 600 410 220 540 375 210
300 220 150 240 200 150 330 240 150 280 210 140
310 220 150 300 210 145 340 250 160 290 215 140
230 160 110 220 150 105 260 190 120 210 155 100
350 275 230 330 265 220 370 300 230 320 265 210 C
250 160 105 230 155 100 280 200 120 230 165 100
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General turning Recommended cutting data

Turning insert, negative

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

a
=]
2
Brinell & HC (CVD) HC(PVD)
Material group Composition / structure / heat treatment hardness g YBD152C YBG101 YBG105
HB £
§ Feed rate [mm] Feed rate [mm] Feed rate [mm]
(e)] = 0,1 03 05 0,1 03 06 0,1 03 0,6
'E approx. 0,15% C annealed 125 1
E approx. 0,45 % C annealed 190 2
Unalloyed steel approx. 0,45 % C tempered 250 3
approx. 0,75% C annealed 270 4
approx. 0,75% C tempered 300 5
P annealed 180 6
tempered 275 7
Low-alloyed steel
tempered 300 8
tempered 350 9
High-alloyed steel and high-alloyed annealed 200 10
tool steel hardened and tempered 325 1
ferritic/martensitic annealed 200 12 360 290 200
@ martensitic tempered 240 13 180 150 10
£ M Stainless steel
= austenitic quench hardened 180 14 240 190 140
= austenitic-ferritic 230 15 190 150 110
perlitic/ferritic 180 16 570 | 395 220
Grey cast iron
perlitic (martensitic) 260 17 310 230 150
ferritic 160 18 310 230 150
K Cast iron with spheroidal graphite
perlitic 250 19 230 170 110
ferritic 130 20 340 | 280 220
Malleable cast iron
perlitic 230 21 250 180 110
cannot be hardened 60 22 2000 | 1200 -
Aluminium wrought alloys
hardenable hardened 100 23 610 420 -
< 12% 5i, cannot be hardened 75 24 550 300 -
o N Cast aluminium alloys = 12% 5i, hardenable hardened 90 25 360 190 -
§ > 12% Si, cannot be hardened 130 26 320 170 -
5 machining steel, PB> 1% 110 27 730 350 -
Copper and copper alloys
(bronze/brass) CuZn, CuSnZn 90 28 370 | 330 -
CuSn, Pb-free copper, electrolytic copper 100 29 270 200 -
annealed 200 30 65 45 -
Fe-based alloys
hardened 280 3 60 40 -
Heat-resistant alloys annealed 250 32 60 40 -
D S Ni or Co bass hardened 350 33 55 35 -
cast 320 34 a5 = -
pure titanium Rm 400 a5 100 60 -
Titanium alloys
aand p alloys hardened Rm 1050 36 80 40 -
_ t hardened and tempered 55HRC 37
s} '9 Hardened steel
A= hardened and tempered 60 HRC 38
cg H
] E Hard cast iron cast 400 39
[W] e
ﬂ qc—) Hardened cast iron hardened and tempered 55HRC 40
[=
- Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
E Graphite 45
Wood 46

Note:

Index

A326

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D22.




Recommended cutting data General turning

Starting values for cutting speed v, [m/min]
HC (PVD) HG HT HW BL
YB9320 YBG205 YNG151C YNG151 YNT251 YD101 YD201 YCB111
Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm) Feed rate [mm] Feed rate [mm] Feed rate [mm]
0,1 03 0,6 0,1 03 06 o1 0,2 04 01 0,2 04 01 0.2 04 0,05 02 035 0,1 02 03 o1 0,2 03
510 350 - 510 350 - 510 350 -
430 270 - 430 270 - 430 270 -
330 220 - 330 220 - 330 220 -
320 200 - 320 200 - 320 200 -
280 170 - 280 170 - 280 170 -
400 240 - 400 240 - 400 240 -
290 180 - 290 180 - 290 180 -
240 170 - 240 170 - 240 170 -
220 150 - 220 150 - 220 150 -
340 220 - 340 220 - 340 220 -
180 110 - 180 110 - 180 110 -
360 290 200 320 250 160
190 155 110 170 150 110
250 210 150 230 190 140
200 165 120 180 150 110
430 365 280 430 365 280 430 365 280
390 340 270 390 340 270 390 340 270
360 300 220 360 300 220 360 300 220
340 295 230 340 295 230 340 295 230
310 260 190 310 260 190 310 260 190
250 210 150 250 210 150 250 210 150
1750 | 1200 800 1750 | 1200 800
510 380 250 510 380 250
460 320 175 460 320 175
300 205 110 300 205 110
270 185 100 270 185 100
610 410 205 610 410 205
310 250 195 310 250 195
225 170 115 225 170 115
55 35 - 55 - - 65 45 - 65 45 - 65 45 -
50 30 - 50 - - 60 40 - 60 40 - 60 40 -
50 30 - 50 - - 60 40 - 60 40 - 60 40 -
45 25 - 45 - - 35 35 - 55 35 - 55 35 -
45 25 - 45 - - 35 35 - 55 35 - 55 35 -
80 60 - 70 - - 90 60 - 90 60 - 90 &0 -
60 40 - 50 - - B0 40 - 80 40 - 80 40 -
240 180 140
220 180 140
250 150 100
200 150 100
et

A327
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General turning Recommended cutting data

Turning insert, negative

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

a
2
Brinell & BL BH
Material group Composition / structure / heat treatment hardness g YCBI121 YCB131 YCB211
HB £
§ Feed rate [mm] Feed rate [mm] Feed rate [mm]
(e)] = 0,1 02 03 0,1 03 05 0,1 03 05
'E approx. 0,15% C annealed 125 1
E approx. 0,45 % C annealed 190 2
Unalloyed steel approx. 0,45 % C tempered 250 3
approx. 0,75% C annealed 270 4
approx. 0,75% C tempered 300 5
P annealed 180 6
tempered 275 7
Low-alloyed steel
tempered 300 8
tempered 350 9
High-alloyed steel and high-alloyed annealed 200 10
tool steel hardened and tempered 325 1
ferritic/martensitic annealed 200 12
@ martensitic tempered 240 13
£ M Stainless steel
= austenitic quench hardened 180 14
= austenitic-ferritic 230 15
perlitic/ferritic 180 16 1500 | 980 | 400
Grey cast iron
perlitic (martensitic) 260 17 1250 | 800 320
ferritic 160 18 - - -
K Cast iron with spheroidal graphite
perlitic 250 19 300 200 100
ferritic 130 20 - - -
Malleable cast iron
perlitic 230 21 300 200 100
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
= 12% 5i, cannot be hardened 75 24
o N Cast aluminium alloys = 12% 5i, hardenable hardened 90 25
= >12% Si, cannot be hardened 130 26
5 machining steel, PB> 1% 110 27
Copper and copper alloys
(bronze/brass) CuZn, CuSnZn 90 28
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 3
Heat-resistant alloys annealed 250 32
D S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand f alloys hardened Rm 1050 36
—c hardened and tempered 55 HRC 37 220 170 130 160 120 100
s} '9 Hardened steel
v -lr-ur H hardened and tempered 60 HRC 38 200 160 120 150 120 100
=
<€ Hard cast iron cast 400 39 [ 200 | 150 | 100 | 180 | 120 | 100
o
ﬂ qc—) Hardened cast iron hardened and tempered 55 HRC 40 200 150 100 150 120 100
[=
= Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
E Graphite 45
Wood 46

Note:

Index

A328

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D22.




Recommended cutting data

General turning

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

BL BH [«] CN
YZB121 YZB221 YZB231 CA1000 CN1000 CN2000
Feed rate [mm] Feed rate [mm] Feed rate [mm) Feed rate [mm] Feed rate [mm] Feed rate [mm]

03 09 1.5 03 09 1.5 01 0,6 1.5 01 0,6 1.5 0,1 0,6 1.5 o1 0,6 1.5

1500 950 400 1200 800 400 1200 800 200 800 700 600 700 500 500

1250 780 320 980 650 320 1000 650 200 750 625 500 800 700 600

- - - - - - 800 550 200 600 530 450 600 530 450

500 300 100 400 250 100 700 500 200 500 420 350 500 420 350

- - - - - - 1200 750 200 800 700 600 800 700 600

500 300 100 400 250 100 1000 650 200 700 500 500 700 600 500
200 160 120
200 160 120
200 155 100
200 155 100

et
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General turning Recommended cutting data

Turning insert, positive

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

a
2
Brinell & HC (VD)
Material group Composition / structure / heat treatment hardness g YB6315 YBC152 YBC252
HB £
§ Feed rate [mm] Feed rate [mm] Feed rate [mm]
(e)] = 0,1 02 04 0,1 02 04 0,1 03 0,6
‘E approx. 0,15% C annealed 125 1 450 390 270 450 390 270 430 350 230
‘5 approx. 0,45 % C annealed 190 2 380 330 230 380 330 230 360 295 190
=
Unalloyed steel approx. 0,45 % C tempered 250 3 300 265 200 300 265 200 280 235 160
approx. 0,75% C annealed 270 4 290 255 190 290 255 190 270 235 150
approx. 0,75% C tempered 300 5 250 225 170 250 225 170 235 195 130
P annealed 180 6 360 300 180 360 300 180 340 270 170
tempered 275 7 250 210 150 250 210 150 235 195 140
Low-alloyed steel
tempered 300 8 230 200 150 230 200 150 220 180 140
tempered 350 2 200 170 120 200 170 120 190 155 110
High-alloyed steel and high-alloyed annealed 200 10 | 320 | 275 | 190 | 320 | 275 | 190 | 280 | 230 | 170
tool steel hardened and tempered 325 n 160 | 150 | 130 | 160 | 150 | 130 | 130 | 115 | 100
ferritic/martensitic annealed 200 12
@ martensitic tempered 240 13
£ M Stainless steel
= austenitic quench hardened 180 14
= austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
K Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
= 12% 5i, cannot be hardened 75 24
o N Cast aluminium alloys = 12% 5i, hardenable hardened 90 25
= >12% Si, cannot be hardened 130 26
5 machining steel, PB> 1% 110 27
Copper and copper alloys
(bronze/brass) CuZn, CuSnZn 90 28
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 3
Heat-resistant alloys annealed 250 32
D S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand f alloys hardened Rm 1050 36
_ t hardened and tempered 55HRC 37
s} '9 Hardened steel
A= hardened and tempered 60 HRC 38
cg H
] E Hard cast iron cast 400 39
[W] e
ﬂ qc—) Hardened cast iron hardened and tempered 55HRC 40
[=
= Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
E Graphite 45
Wood 46

Note:

Index

A330

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D22.




Recommended cutting data

General turning

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

HC (CVD)
YBC251 YBC352 YBM153 YBM253 YBDO52 YBD102 YB7315 YBD152
Feed rate [mm] Feed rate [mm) Feed rate [mm) Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm)
0,1 0,3 06 | 02 04 | o6 | o 02 04 | o1 02 04 | o1 02 | 04 0,1 02 | 04 | o 02 04 | o1 02 04 o
390 310 180 390 310 230 ‘E
315 245 140 315 250 190 ‘5
235 185 110 230 195 160 =
225 175 100 220 185 150
190 150 80 185 155 120
300 230 120 290 225 150
190 160 110 170 150 130
170 140 100 150 140 130 B
145 120 90 130 110 90
230 185 120 180 160 140
90 75 50 - - -
360 340 260 330 300 230
180 170 140 150 130 95 8"
240 220 170 195 170 115 é
190 175 140 160 140 100 E
560 380 210 480 345 200 540 370 200 450 340 190
270 200 140 220 180 135 300 220 135 250 190 130
280 220 15 270 210 130 300 230 145 260 200 125
210 160 100 200 150 95 230 180 110 190 140 90
290 250 190 275 240 180 310 260 190 265 230 170 C
210 160 90 190 145 85 230 170 100 190 140 90
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General turning Recommended cutting data

Turning insert, positive

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

a
=]
2
Brinell & HC (CVD) HC(PVD)
Material group Composition / structure / heat treatment hardness g YBD152C YBG101 YBG105
HB £
§ Feed rate [mm] Feed rate [mm] Feed rate [mm]
o = 01 02 04 01 02 04 0,1 0,2 04
'E approx. 0,15% C annealed 125 1
E approx. 0,45 % C annealed 190 2
Unalloyed steel approx. 0,45 % C tempered 250 3
approx. 0,75% C annealed 270 4
approx. 0,75% C tempered 300 5
P annealed 180 6
tempered 275 7
Low-alloyed steel
tempered 300 8
tempered 350 9
High-alloyed steel and high-alloyed annealed 200 10
tool steel hardened and tempered 325 1
ferritic/martensitic annealed 200 12 305 245 205
@ martensitic tempered 240 13 150 | 125 | 100
£ M Stainless steel
= austenitic quench hardened 180 14 200 165 145
= austenitic-ferritic 230 15 160 130 115
perlitic/ferritic 180 16 520 | 360 200
Grey cast iron
perlitic (martensitic) 260 17 280 210 135
ferritic 160 18 280 220 135
K Cast iron with spheroidal graphite
perlitic 250 19 210 160 100
ferritic 130 20 280 245 180
Malleable cast iron
perlitic 230 21 210 160 100
cannot be hardened 60 22 1800 | 880 -
Aluminium wrought alloys
hardenable hardened 100 23 540 380 -
< 12% 5i, cannot be hardened 75 24 500 270 -
o N Cast aluminium alloys = 12% 5i, hardenable hardened 90 25 320 170 -
§ > 12% Si, cannot be hardened 130 26 290 150 -
5 machining steel, PB> 1% 110 27 660 320 -
Copper and copper alloys
(bronze/brass) CuZn, CusnZn 90 28 330 | 300 -
CuSn, Pb-free copper, electrolytic copper 100 29 220 175 -
annealed 200 30 50 35 - 60 45 -
Fe-based alloys
hardened 280 3 45 30 - 55 40 -
Heat-resistant alloys annealed 250 32 45 30 - 55 40 -
D S Ni or Co bass hardened 350 33 40 - - 50 35 -
cast 320 34 40 - - 50 = -
pure titanium Rm 400 35 85 60 - 95 60 -
Titanium alloys
aand p alloys hardened Rm 1050 36 65 40 - 75 40 -
_ t hardened and tempered 55HRC 37
s} '9 Hardened steel
A= hardened and tempered 60 HRC 38
cg H
] E Hard cast iron cast 400 39
[W] e
ﬂ qc—) Hardened cast iron hardened and tempered 55HRC 40
[=
- Thermoplasts 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
E Graphite 45
Wood 46

Note:
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The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D22.




Recommended cutting data General turning

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

HC (PVD) HG HT HW BL
YB9320 YBG205 YNG151C YNG151 YNT251 YD101 YD201 YCB111
Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm) Feed rate [mm] Feed rate [mm] Feed rate [mm]
0,1 02 04 0,1 02 04 o1 0,2 04 01 0,2 04 01 0.2 04 0,05 02 035 0,1 03 06 o1 0,2 03 (@)]
470 320 - 470 320 - 470 320 - ‘E
400 250 - 400 250 - 400 250 - ‘5
300 200 - 300 200 - 300 200 - =
290 180 - 290 180 - 290 180 -
245 150 - 245 150 - 245 150 -
370 220 - 370 220 - 370 220 -
255 160 - 255 160 - 255 160 -
200 140 - 200 140 - 200 140 - B
185 130 - 185 130 - 185 130 -
285 180 - 285 180 - 285 180 -
150 90 - 150 90 - 150 90 -
305 245 206 270 205 165
160 130 110 145 125 100 g"
210 180 155 195 165 145 é
170 140 120 155 130 115 E
390 330 255 390 330 255 390 330 255
355 310 245 355 310 245 355 310 245
330 270 200 330 270 200 330 270 200
310 270 210 310 270 210 310 270 210
260 220 160 260 220 160 260 220 160 C
210 170 120 210 170 120 210 170 120
1550 | 1050 700 1550 | 1050 700
450 320 200 450 320 200
400 270 150 400 270 150
250 170 95 250 170 95 o
230 150 85 230 150 85 é
550 370 170 550 370 170 5
260 210 160 260 210 160
190 145 95 190 145 95
50 35 - 50 - - 60 40 - 60 40 - 60 40 - 55 30 - 55 30 -
45 30 - 45 - - 35 35 - 35 35 - 55 35 - 55 25 - 55 25 -
45 30 - 45 - - 35 35 - 35 35 - 55 35 - 45 25 - 45 25 -
40 - - 40 - - 50 30 - 50 30 - 50 30 - 35 20 - 35 20 - D
40 - - 40 - - 50 30 - 50 30 - 50 30 - 40 20 - 40 20 -
75 60 - 70 - - 85 55 - 85 55 - 85 35 - 60 40 - 60 40 -
55 40 - 45 - - 75 35 - 75 35 - 75 35 - 30 - - 30 - -
240 | 180 | 140 = 5
220 | 180 | 140 v =
250 150 100 _g g
200 | 150 | 100 &‘ ..9
=
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General turning Recommended cutting data

Turning insert, positive

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

a
2
Brinell & BL BH
Material group Composition / structure / heat treatment hardness g YCBI121 YCB131 YCB211
HB £
§ Feed rate [mm] Feed rate [mm] Feed rate [mm]
o = 01 02 03 01 02 03 0,1 0,2 04
'E approx. 0,15% C annealed 125 1
E approx. 0,45 % C annealed 190 2
Unalloyed steel approx. 0,45 % C tempered 250 3
approx. 0,75% C annealed 270 4
approx. 0,75% C tempered 300 5
P annealed 180 6
tempered 275 7
Low-alloyed steel
tempered 300 8
tempered 350 9
High-alloyed steel and high-alloyed annealed 200 10
tool steel hardened and tempered 325 1
ferritic/martensitic annealed 200 12
@ martensitic tempered 240 13
£ M Stainless steel
= austenitic quench hardened 180 14
= austenitic-ferritic 230 15
perlitic/ferritic 180 16 1330 905 410
Grey cast iron
perlitic (martensitic) 260 17 1100 | 740 330
ferritic 160 18 - - -
K Cast iron with spheroidal graphite
perlitic 250 19 240 180 100
ferritic 130 20 - - -
Malleable cast iron
perlitic 230 21 240 180 100
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
= 12% 5i, cannot be hardened 75 24
o N Cast aluminium alloys = 12% 5i, hardenable hardened 90 25
= >12% Si, cannot be hardened 130 26
5 machining steel, PB> 1% 110 27
Copper and copper alloys
(bronze/brass) CuZn, CuSnZn 90 28
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 3
Heat-resistant alloys annealed 250 32
D S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand f alloys hardened Rm 1050 36
—c hardened and tempered 55 HRC 37 220 170 130 160 120 100
s} '9 Hardened steel
v -lr-ur H hardened and tempered 60 HRC 38 200 160 120 150 120 100
=
<€ Hard cast iron cast 400 39 [ 200 | 150 | 100 | 180 | 120 | 100
o
ﬂ qc—) Hardened cast iron hardened and tempered 55 HRC 40 200 150 100 150 120 100
[=
= Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
E Graphite 45
Wood 46

Note:

Index

A334

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D22.




Recommended cutting data General turning

A335
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