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General turning  rroduct overview

Carbide and cermet inserts

Double sided, negative - Finishing

Prem—
CNEG-NF CNMG-ADF CNMG-DF CNMG-EF CNMG-SF CNMG-XF
12 12 0912 0912 0912 12 Edge length
A52 A51 A51 A51 A51 A52 Page
Ny Ay
L) )
/. 55
DNEG-NF DNEG-NGF DNMG-ADF DNMG-DF DNMG-EF DNMG-FM DNMG-SF DNMG-XF
15 15 15 1115 1115 15 1115 1115 Edge length
A66 A66 A62 A62 A66 A66 A62 A63 Page
SNMG-ADF SNMG-DF SNMG-EF SNMG-SF SNMG-XF
12 12 091215 0912 12 Edge length
A71 A71 A72 A71 A73 Page
/‘/A\ y AN /\
VAC )Y
a5 ‘Q \ VAN
——— —
TNMG-DF TNMG-EF TNMG-FM TNMG-SF
16 1622 111622 16 16 Edge length
A87 A87 A89 A90 A88 Page
—_s === (&S s e =0
VNEG-NF VNEG-NGF VNMG-ADF VNMG-DF VNMG-EF VNMG-SF VNMG-XF
16 16 16 16 16 16 16 Edge length
A100 A101 A100 A100 A100 A101 A102 Page
A
p AN
e L - = T
WNEG-NF WNMG-ADF WNMG-DF WNMG-EF WNMG-NF WNMG-SF WNMG-XF
08 08 06 08 06 08 06 06 08 06 08 Edge length
A106 A105 A105 A106 A106 A105 A107 Page
Double sided, negative, Wiper - Finishing
a7 & ja
 —
CNMG-WG DNMX-WG TNMX-WG WNMG-WG
12 1115 16 08 Edge length
A51 A62 A87 A106 Page
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Productoverview  Ge@neral turning

Carbide and cermet inserts

Double sided, negative - Medium machining

(] ,

CNMG CNMG-DM CNMG-EG CNMG-EM
121619 09121619 12 1216 12 Edge length
A61 A54 A54 A54 A56 Page
. ‘ ’ "’ . n
CNMG-PM CNMG-TC CNMG-TK CNMG-XM CNMG-ZM
09121619 1216 12 121619 12 Edge length
A53 A56 A56 A53 A55 Page
DNMG-DM DNMG-EG DNMG-EM DNMG-NM
1115 15 1115 15 Edge length
A64 A67 A67 A67 Page
DNMG-PM DNMG-TC DNMG-TK DNMG-XM DNMG-ZM
1115 15 15 1115 15 Edge length
A64 A67 A68 A63 A65 Page
I Y =50 < = /
() () (3
[ ¢ <
— U
SNMG SNMG-DM SNMG-EG SNMG-EM SNMG-NM
1225 09121519 12 1215 12 Edge length
A83 A75 A75 A76 A77 Page
SNMG-PM SNMG-TC SNMG-TK SNMG-XM
09121519 1215 12 121519 Edge length
A74 A76 A76 A73 Page
Y A @\ ‘@
(ot min oo
— — ——)
TNMG TNMG-DM TNMG-EG TNMG-EM TNMG-PM TNMG-TC TNMG-XM TNMG-ZM
16222733 111622 16 1622 111622 1622 1622 16 Edge length
A98 A91 A93 A93 A91 A93 A90 A92 Page
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General turning  rroduct overview

Carbide and cermet inserts

Double sided, negative — Medium machining

VNMG VNMG-DM VNMG-EM VNMG-NM
16 16 16 16 Edge length
A103 A103 A103 A103 Page
e - =
VNMG-PM  VNMG-SNR  VNMG-TC VNMG-XM  VNMG-ZM
16 16 16 16 16 Edge length
A104 A104 A104 A102 A104 Page
(S
WNMG-DM  WNMG-EG  WNMGEM  WNMG-NM
06 08 08 06 08 08 Edge length
A108 A108 A108 A110 Page
WNMG-PM WNMG-TC WNMG-TK WNMG-XM WNMG-ZM
06 08 08 08 06 08 08 Edge length
A109 A110 A110 A107 A109 Page
<
RNMG
12 Edge length
A112 Page
Double sided, negative - Medium machining to roughing
o , N / L P -
— B | — iy, gl
CNMA DNMA SNMA SNUN TNMA WNMA
121619 15 121519 1219 1622 06 08 Edge length
A61 A69 A84 A86 A99 AT11 Page
Double sided, negative - Roughing
NS e~ o—— e
Ny S ey /ey
—
CNMG-DR CNMG-ER  CNMG-SNR  DNMG-DR DNMG-ER  DNMG-SNR
12161925 121619 121619 15 15 15 Edge length
A57 A58 A57 A68 A69 A68 Page
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Productoverview  Ge@neral turning

Carbide and cermet inserts

Double sided, negative — Roughing

(=)

W‘ wv—x/\\ D
uh ) / { , /AN
h@ | - A et | NS
—_— Em—
SNMG-DR SNMG-ER  SNMG-SNR  TNMG-DR TNMG-ER  TNMG-SNR
12151925 121519 12 162227 1622 16 Edge length
A77 A78 A78 A94 A95 A92 Page
L=
WNMG-DR  WNMG-SNR
06 08 08 Edge length
A111 A109 Page
Single sided, negative - Roughing
CNMM CNMM-DR CNMM-HDR CNMM-HPR CNMM-LR
1219 12161925 25 12161925 1925 12161925 Edge length
A60 A58 A58 A60 A60 A59 Page
B
4
DNMM-DR  DNMM-ER  DNMM-HDR  DNMM-LR
15 15 15 15 Edge length
A70 A70 A70 A70 Page
\ - Y
— ey
SNMM SNMM-DR SNMM-ER SNMM-HDR SNMM-HPR SNMM-LR
1925 151925 25 12151925 1925 12151925 Edge length
A85 A79 A79 A81 A82 A80 Page
A (i j\
—
TNMM TNMM-DR  TNMM-HDR  TNMM-LR
162227 162227 2227 16 Edge length
A99 A95 A97 A95 Page
Special form - Finishing
CNMG-RF CNMM-RF CNMM-RH KNUX LNUX-RF LNUX-RH
19 19 19 16 1930 1930 Edge length
A114 A114 A114 A113 A115 A115 Page
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General turning  rroduct overview

Carbide and cermet inserts

Positive - Fine-finishing

(®)]
-g CCGT-SF CCGT-USF CPGT-SF DCGT-SF DPGT-SF
5 06 09 06 09 06 09 07 11 07 11 Edge length
= A116 A116 A124 A125 A131 Page
E; TBGH TCGT-SF TPGH TPGT-SF
06 0609 11 0911 0911 Edge length
A139 A140 A146 A147 Page
g
=
VBGT-SF VCGT-SF
11 1116 Edge length
A150 A153 Page
Positive - Finishing
4!%%!' ‘!!!l’ i‘li’ “iii!}
g o _—
= CCMT-AHF CCMT-EF CCMT-HF CCMT-XF
(&) 060912 0609 12 0609 12 0609 06 Edge length
A117 A118 A117 A118 A124 Page
D, o o' % 5
/ = b -
p—— e
DCMT-AHF DCMT-EF DCMT-HF DCMT-XF SCMT-AHF SCMT-EF SCMT-HF SCMT-XF
07 11 07 11 07 11 07 11 09 09 09 09 Edge length
A125 A126 A126 A126 A134 A134 A135 A134 Page
=
© O
O
c g A
S = é A /. A
o O ——
=€ |
- TCMT-AHF TCMT-EF TCMT-HF TCMT-XF
1116 091116 091116 091116 Edge length
A141 A142 A141 A141 Page
E e S K.
e S T S <O >
VBET-NF VBET-NGF VBMT-AHF VBMT-EF VBMT-HF VBMT-XF
16 16 16 1116 11 1116 Edge length
A149 A151 A148 A148 A149 A148 Page

Index
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Productoverview  Ge@neral turning

Carbide and cermet inserts

Positive — Finishing

VCGT VCGT-HF VCGT-NF VCMT-EF VCMT-XF
13 1 16 16 1116 Edge length
A153 A153 A153 A156 A156 Page
Positive - Medium machining
P ‘ ;, 7
. (;“. . -J‘ E ( ) J‘
| e d \ | e
CCMT-EM CCMT-HM CCMT-XM ccMw CPGW CPMT-HM
0609 12 0609 12 0912 0912 06 09 Edge length
A119 A120 A119 A121 A124 A124 Page
& &N e L/
DCMT-EM DCMT-HM DCMT-XM DCMW
0711 07 11 11 11 Edge length
A127 A128 A127 A129 Page
Tom— ) (
| | —
SCMT-EM SCMT-HM SPMW SCMT-XM
0912 0912 0912 0912 Edge length
A134 A135 A138 A135 Page
A A AL A
I — I
TCMT TCMT-EM TCMT-HM TCMW TCMT-XM
22 091116 091116 16 16 Edge length
A144 A142 A143 A143 A142 Page
_—_— WO = oS =
VBMT-EM VBMT-HM VBMT-XM VCMT-EM VCMT-XM
116 16 16 16 16 Edge length
A151 A151 A151 A156 A156 Page
Positive — Roughing
o / (@) o
| . av ()
|| | | =
CCMT-HR CCMT-TC DCMT-HR  RCMT - RCGT RCMX RCMX-PV SCMT-HR TCMT-HR
060912 060912 11 081012162025 08101216202532 32 0912 09111622 Edge length
A121 A121 A129 A132 A133 A133 A136 A143 Page
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General turning  rroduct overview

Carbide and cermet inserts

A Positive — Roughing

= )
—_
S G \ N
b= VBMT-HR VBMT-SNR
é 16 16 Edge length
A152 A152 Page
Positive — Aluminium machining
B P _
S Y
a‘ii’ i(-wﬁ f<~.i’ <::>}
|
CCGX-LC CCGX-LH DCGX-LC DCGX-LH RCGX-LH
? 060912 060912 07 11 07 11 0812 Edge length
= A122 A122 A129 A130 A132 Page
=
Sy, v—-’ A
‘ 4 s - T
(&) ) @@ , B <& =
R e
SCGX-LC SCGX-LH TCGX-LC TCGX-LH VCGX-LC VCGX-LH
C 0912 0912 091116 091116 111622 111622 Edge length
A136 A137 A145 A145 A154 A155 Page
=y PCBN & PCD
5 Negative
r 'y
d d J d o
H
CNGA-2 CNGA-2W DNGA-2 SNGA-4 TNGA-3
D 12 12 15 12 16 Edge length
A160 A160 A161 Al162 A163 Page
c o () fs =
TS — é
S = b4
< € VNGA-2 WNGA-3 ZNEX
g sg 16 08 04 Edge length
- A164 A165 A166 Page
E CNGN CNGN-M RNGN SNGN SNGN-M WNGN WNGN-M
0912 12 0912 12 12 08 08 Edge length
A173 A173 A174 A175 A175 A176 A176 Page

Index
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Productoverview  Ge@neral turning

PCBN & PCD

Negative

.

CNGA DNGA VNGA
12 15 16 Edge length
A177 A178 A179 Page
Positive
=y S
o 5 5
J « L —
_ | S
CCGW-2 DCGW-2 TCGW-3 VBGW-2 VCGW-2
060912 07 11 1116 16 1116 Edge length
A167 A169 A170 A171 A172 Page
v | 4
a,‘ \‘(k‘ (g‘ l‘ ) ‘a,‘
CCGT CCGT-1MED CCGT-L ccGw CCGW-L
060912 06 09 0912 060912 060912 Edge length
A180 A180 A181 A182 A183 Page
A/ A/
» » L
y y
DCGT DCGT-1MED DCGW
07 11 07 11 07 11 Edge length
A184 A185 A186 Page
A A A 2
Q) S vl &
TCGT TCGT-1MED TCGT-L TCGW TCGW-L
1116 1116 1116 1116 1116 Edge length
A187 A187 A188 A189 A190 Page
)/ )/
&) N N e
& > & > v & Y & Y \/
VBGT VBGT-1MED VBGW VCGT VCGT-1TMED vCGw
1116 16 1116 1116 1116 111622 Edge length
A191 A191 A192 A193 A194 A195 Page
Ceramic inserts
Negative
-—
CNGA CNGN CNGX DNGA DNGN DNGX
1216 1216 12 15 15 15 Edge length
A200 A201 A203 A204 A205 A206 Page
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General turning  rroduct overview

Ceramic inserts

Negative
= o O a
v _—— — e e
RNGA RNGN SNGA SNGN SNGX TNGA TNGN
12 060912151925 12 121519 12 1622 16 22 Edge length
A207 A208 A210 A211 A213 A214 A215 Page
L )
55 g
VNGA WNGA
16 08 Edge length
A216 A217 Page
Positive
= -
v -~ | Lssevica|
RCGX RPGN RPGX TPGN
06091219 12 09 1116 Edge length
A218 A219 A220 A221 Page
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Productoverview  Ge@neral turning

External tool holders

Holder with double clamping

o

LA

S

g

DCLNR/L DDJNR/L DSBNR/L DTGNR/L DVINR/L DVVNN DWLNR/L

95° 93° 75° 90° 93° 72.5° 95° Angle
A230 A231 A232 A233 A235 A234 A236 Page
Holder with knee lever clamping

-0 ’ > o ® ’ ~ .o

PCBNRIL PCLNR/L PDINR/L PDNNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L

75° 95° 93° 63° 75° 45° 75° 45° Angle
A237 A238 A240 A241 A242 A244 A245 A246 Page
PTFNR/L PTGNR/L PTTNR/L PWLNR/L

91° 90° 60° 95° Angle
A247 A249 A248 A251 Page
Holder with multi clamping

_ o |
- >

MCBNR/L MCLNR/L MDJNR/L MDPNN MRDNN MRGNR/L MSBNR/L MSDNN

75° 95° 93° 62.5° 45° 90° 75° 45° Angle
A252 A253 A254 A255 A267 A268 A256 A259 Page
MSKNR/L MSRNR/L MTFNR/L MTGNR/L MTJNR/L MTJNR/L-Z MVJNR/L MVVNN

75° 75° 90° 90° 93° 93° 93° 72.5° Angle
A258 A257 A263 A260 A261 A262 A265 A264 Page
MWLNR/L

95° Angle
A266 Page
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General turning Product overview

External tool holders

Holder with screw clamping

o P P P P P T

(@)]
£ SCACR/L SCLCR/L SDACR/L SDJCRIL SDNCN SRDCN SRGCR/L SSBCR/L
S 90° 95° 90° 93° 63° 45° 90° 75° Angle
= A269 A270 A271 A272 A273 A288 A289 A279 Page
,’ ’ 0’ " ie’ " ’ e"
B SSDCN SSKCR/L SSSCRIL STACRIL STFCRIL STGCRIL STTCRI/L SVABR/L
45° 75° 45° 90° 90° 90° 60° 90° Angle
A280 A281 A282 A283 A284 A285 A286 A275 Page
-
£
SVJBR/L SVICR/L SVVBN SVVCN SWACR/L
93° 93° 72.5° 72.5° 90° Angle
A274 A278 A276 A277 A287 Page
Holder with top clamping
> y y
£
= CKINR/L CKNNR/L
@) 93° 63° Angle
A290 A291 Page
D Tool holder for ceramic inserts and solid CBN inserts
= 6 CCLNR/L CDJNRIL CRDNN CSDNN CSKNR/L CSRNR/L CTINRIL CTUNRIL
= 95° 93° 45° 45° 75° 75° 93° 93° Angle
ﬁ § A292 A294 A298 A299 A296 A297 A293 A295 Page
o O
L=
JCLNR/L JDJNR/L JSDNN
E 95° 93° 45° Angle
A300 A301 A302 Page
x
[J]
©
£

<
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Productoverview  Ge@neral turning

External tool holders

Swiss turning

SDACR/L-SC SDHCR/L-SC SDJCR/L-SC SDNCN-SC SVACR/L-SC SVJCR/L-SC

SCACR/L-SC  SCLCR/L-SC
90° 95° 90° 107.5° 93° 63° 90° 93° Angle
A306 A307 A308 A309 A310 A311 A312 A313 Page

Rail applications

RW-PCLNR/L RW-PLANR/L  RW-PLFNR/L
90° 90° 90° Angle
A318 A316 A317 Page

Boring bars

Steel boring bars with knee lever clamping -

A***PCLNR/L A***.PDSNR/L A***-PDUNR/L A***-PSKNR/L A***-PTENR/L

95° 45° 93° 75° 90° Angle
A324 A326 A327 A329 A330 Page
S***.PCLNR/L S***-PDSNR/L S***.PDUNR/L S***-PSKNR/L S***-PTFNR/L S***-PWLNR/L
95° 45° 93° 75° 90° 95° Angle
A324 A326 A327 A329 A330 A332 Page
Steel boring bars with screw clamping -
A***.SCLCR/L A***.SDQCR/L A***.SDUCR/L A***.SDZCR/L
95° 107.5° 93° 95° Angle
A334 A336 A337 A338 Page

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

S***.SCFCR/L  S***-SCLCR/L
90° 95° 95° 107.5° 107.5° 93° 93° 95° Angle
A352 A334 A348 A336 A349 A337 A350 A338 Page
o>
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General turning  rroduct overview

Boring bars
Steel boring bars with screw clamping -

i

A***-SSKCR/L A***-STFCR/L A***-SVQBR/L A***-SVUBR/L
75° 90° 107.5° 93° Angle
A339 A341 A345 A346 Page
S***.SSKCR/L  S***-STFCR/L  S***-STUPR/L S***-SVQBR/L S***-SVQCR/L S***-SVUBR/L S***-SVUCR/L
75° 90° 93° 107.5° 107.5° 93° 93° Angle
A339 A341 A351 A345 A343 A346 A344 Page
Solid carbide boring bars with screw clamping -
C***.SCLPR/L C***-SDQPR/L C***-SDUPR/L C***-STUPR/L C***-SVQCR/L C***-SVUCR/L C***-SZLNR/L
A354 A356 A358 A360 A363 A364 A365 Page
E***.SCLCR/L  E***-SCLPR/L E***-SDQCR/L E***-SDUCR/L E***-STFCR/L  E***-STFPR/L E***-SVUCR/L
95° 95° 107.5° 93° 90° 90° 93° Angle
A355 A354 A357 A359 A361 A362 A364 Page

A14
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General turning Chip breaker overview

Negative inserts

A Finishing
XF P

B \ - < BV-NE - \

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

Turning

B RF P

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

Milling

SF P M K

i B B A< A

Double sided chip breaker in combination with cermet grades. Geometry with high sharpness for improved chip control

N

E and great surface quality. Ideal for machining with small cutting depths and feed rates.
E

DF P K

/‘-“\_
D -

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

Technical
Information
b
@)
T
o
=

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

Index

A16
zZcc-cT



Chip breaker overview General tu rning

Negative inserts

Finishing

EF M S

) BB A< A

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

NF S M

= B &7 B =

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

NGF S M
)8 )8 Q>
-

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

Wiper
WG P MK
A
s LA

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

Medium machining

XM P

B B8 A=28

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

A17
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General turning Chip breaker overview

Negative inserts

A Medium machining

DM P K
g IR M‘ﬁ ;‘ ,'S‘/ k@,‘! vfg\\. ! <:5:> Vfa\Y
£ — — ) —
) -
Double sided chip breaker for medium machining. Wide range of application due to excellent balance of sharpness and
cutting edge stability.
B ZM P
. Soa-a
(@)]
=
E 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
C - (a7 A e S [e
(o = — e _W

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

Drilling

TC K P

& o) o i) A == 2

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

O

stability.

TK K

o8 a

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

Technical
Information

Index
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Chip breaker overview General tu rning

Negative inserts A

Medium machining

NM S M S -
% el M3 H = @

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

Turning

materials.

EM M S |
B A<= A

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

Milling

steel.

EG M S

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

N

Drilling

machining of stainless steel.

Basic P K

. o) &7 8] A\ <=

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

O

Technical
Information

Roughing

DR doublesided P K

ﬁ @ Y - ‘E‘@f&i M (A .

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

iron.

Index

N
<> s



General turning Chip breaker overview

Negative inserts
A Roughing

DR singlesided P K

i
=/S\

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

Turning

iron.

B RH P

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

Milling

LR P M

N

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.

Drilling

ER doublesided M S

p. Soa s

-—

O

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

ER singlesided M S

Technical
Information
LURTRIRIN

2

g
(s
-—

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

Index

A20
zZcc-cT



Chip breaker overview General tu rning

Negative inserts

Roughing
HDR P K
| - (= ot A A
; L S

L

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

cutting depths in steel and stainless steel.

HPR P K

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

cast iron.

Flat K

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

roughing in cast iron.

SNR M S N

/ . R @

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

edge stability.

PCBN & PCD inserts

Flat N H

- o &3 s <=

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

A21
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General turning Chip breaker overview

Negative inserts
A PCBN & PCD inserts

Flat H K
: 4 F X
: B
=
=

Solid CBN insert for machining od steel and cast iron.

B Ceramic inserts

Flat K H
o v o , S / ™ ® (]
=

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

Positive inserts

N

Fine-finishing

USF P M

Drilling

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.

O

R/L P M
£ L

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

Technical
Information

SE P M

- b= B & A <

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

Index

A22
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Chip breaker overview General tu rning

Positive inserts
Finishing
XF P

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

= HoB A=

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

EF M S

S8 A<

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

NF M S

- -2 -

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

Positive inserts

Finishing
NGF M S
)8 >~
—

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

Medium machining

XM P

-

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

low feed rates.

TC K P

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

=2 5

D D N W
= - -

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

cutting edge stability.

EM M S

= &aoB A

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

steel.
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Chip breaker overview General tu rning

Positive inserts

Medium machining

Basic P K

(8= (=~

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

Roughing
Flat K
\ 4 a - “ @ -.'

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

HR P K
( /R » A =
). /,--.{ ~_// - e <&

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

iron.

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

Basic P K
-

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

Positive inserts

Aluminium machining

I =

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

high repeatability.

LH N
SN YY) Pl A _
joom [®] &7 @) [& [ <o
_" I E——

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

for high repeatability.

PCBN & PCD inserts

Flat N H
v Q (_} )

e

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

w

4

Laser-cut chip breaker for finishing and medium machining operations.
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Application fields of chip breakers General tu rning

General turning

Application fields of chip breakers

Example

Insert: CNMG120408-DF
Holder: PCLNL2525M12
Material: C45 steel

Ve: 200 m/min

ap [mm] A

2,0

1,8

1,6

1,4

1,2

1,0

0,8

0,6

0,4

0,2

apmm}  Application fields

T T T >

1
10 0,15 0,20 0,25 0,30 f[mm/rev.]

1
0,05 0,

whe v ’é‘ o
e ot % 5 ; f: 4 ol =
7, [y I 9, ‘?k z '.‘,3‘4 z 3
Aq%:‘ u"ﬁ 1.? ﬁ:&ky '5,"“%.
{

. A s ) 5 .‘ﬂ£<l‘/;-l s
SRR wR e
C r :”g;‘w 5 s & Chd
= ‘f’;v-'ﬂ‘ ’- & e Y %2" :
Ea . P

e

TS RN~ S Al

f [mm/rev]
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General tu rning Application fields of chip breakers

P Positive inserts
Chip breaker Application Application fields Cutting edge design
ap [mm] 4.0 . .
30 f-dembod- b 0.05
SF Fine-finishing O o 7°
1.0 ”[v—v—| T
— ! flmm/r]
0
0.1 02 03 04 05
ap [mm] 4.0 . .
30 b-d-obodonbo 0.11
HF Finishing QO & 207 6° Fﬁf
10 |
0 P L flmm/r]
0.1 02 03 04 05
ap [mm] 4.0
30 fodooioa ] 0.13
AHF Finishing O & 20 R 14°$§I;/
10 F-b--r-1--r-1
0 o flmm/r]
0.1 02 03 04 05
ap [mm] 4.0 ‘:_:_:_:7
30 F=a--r-a 0.1
N 20 18°
XF Finishing O %
1.0
0 fmm/r]
.5
ap [mm] 4.0
30 0.12
HM Medium machining O & 0 4° “\QE;/
1.0
0 flmm/]
.5
ap [mm] 4.0
E 0.1
XM Medium machining O & 207 | 8° %’ﬁ‘\ﬁ
1.0 T
ol it fmm
0.1 02 03 04 05
ap [mm] 6.0 . —
45 F-d--btdoE- 0.17
HR Roughing O & % L 15 {SE:#
L e e e e
ol it fimm
0.1 02 03 04 05
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Application fields of chip breakers

General turning

P Negative inserts
Chip breaker Application Application fields Cutting edge design
ap [mm] 5.0 T T T
01
30 F-f-q--moroio 8° ,.j‘\/\/
SF Fine-finishing O FY) S -
0 F R
0 E::l L f[mm/r]
0.1 02 03 04 0.5 0.6
ap [mm] 5.0
a0 r 0.07
=l
DF Finishing O 20 e 12 {S
1.0 -
0 [ f[mm/r]
0.1 0.2 03 04 05 06
ap[mm] 5.0 T T T T
007
30 [t 187&’1‘/—\/—
XF Finishing O Y SN AN
10 Fot-amfroi-d
oL | fmmm
0.1 0.2 0.3 04 05 06
ap [mm] 5.0 T T T T T
02
30 P o J ™
ADF Finishing @) P I R 8 1;1//_
10 f-koa-—ibr-v-1
0 : : : : : fmm/r]
0.1 0.2 0.3 04 05 06
ap [mm] 5.0 T
40 -t 7 0.12
1 7° {hﬂi/
DM Medium machining O 20 -t F-t-o
1.0 **1‘»*‘1**\**%*1’**
0 R f[mm/r]
0.1 02 03 04 0.5 06
ap [mm] 5.0 : T T
4.0 ”T *‘”:”:” -1 0.25
30 P TR 7
PM Medium machining O JYS B WU N 6° % 0.08
10 F-+-A-=1——rF-+--
0 R f[mm/r]
0.1 0.2 03 04 0.5 0.6
ap [mm] 5.0 : 0 25
40 -+ -
30 Fo7 1 0.08
ZM Medium machining O 20 -1 6"%
10 F-r
0 L f[mm/r]
0.1 0.2 0.3 04 05 06
ap [mm] 5.0 LI
40 a— - 0.15
0 oot ==
XM Medium machining O 20 F-via----r-f-1
10 f -t S——— -]
0 : : : : : fImm/r]
0.1 0.2 0.3 04 05 06
ap [mm] 5.0 LI
T ER Rt B 0.1
] e
WG Medium machining O 20 botda il
10 f-t S
0 R f[mm/r]
0.1 0.2 03 04 0.5 06
ap [mm] 5.0 T
A S PR 0.26
30 P TR 27° [
Basic Medium machining O X S i_/
10 F-#-A-=-1——rF—+--
R fmm/r]
0.1 0.2 03 04 0.5 0.6
ap [mm] 15.0 L——
120 Lo 0.35
9.0 el o
DR Roughing O 60 F-1q9--i--F-1-1 19 #m/
30 |-+ A s
[ fImm/]

L
02 04 06 08 1.0 1.2
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General tu rning Application fields of chip breakers

P Negative inserts
Chip breaker Application Application fields Cutting edge design
ap [mm] 15.0 T
120 2'1
DR ' 20 5° %
(single sided) Roughing o & & o
0 L fImm/r]
0.2 04 06 08 1.0 1.2
ap [mm] 15.0
120 220 ‘93
IR . % I&{/\
(single sided) Roughing O % o :Z
0 fmm/r]
ap [mm] 15.0
120 | 0.46
HDR . %0 11°;E;: 0.24
(single sided) Roughing O % % :2 |
0 f[mm/r]
ap [mm] 15.0
120 | 0.46
HPR . o0 11° #’ 0.24
(single sided) Roughing O % & :2 |
) L f[mm/r]
02 04 06 08 1.0 1.2
P Negative inserts (rail technology)
Chip breaker Application Application fields Cutting edge design
ap [mm] 15.0
120 i.35
9.0 j‘\/_
RF Finishing O 60 - 13°
30
0 f[mm/r]
ap [mm] 15.0
T | 04
9.0 o l/—\
RH Roughing O % % 6.0 4 E
] F— F— fmm/r]
025050751012515
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Application fields of chip breakers

General turning

K Positive inserts
Chip breaker Application Application fields Cutting edge design
ap[mm] 4.0
30 b 0.2
TC Medium machining O & 20 15°S%‘\/
10
0 fImm/r]
ap [mm] 4.
Flat Roughing O SS \
0 L L fImm/r]
0.1 02 03 04 05
K Negative inserts
Chip breaker Application Application fields Cutting edge design
ap [mm] 5.0 T T
o bt L 0.27
30 F-dd- oo 22° [
TK Medium machining O SS 20 FoTia- o Lﬁ
10 f ot A
0 Ly flmm/r]
0.1 0.2 03 04 05 06
p [mm] 5.0 L
JPY SMENTEINS 0.27
30 i o 7]
TC Medium machining O SS o] DY U O R 15 L/—
LT e
0.1 0.2 03 04 05 06
Flat Roughing O SS %&é
L flmm/r]
0.1 02 03 04 05 06
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General tu rning Application fields of chip breakers

M Positive inserts
Chip breaker Application Application fields Cutting edge design
ap [mm] 4.0 T T T T
30 13°
USF Fine-finishing O 20}
10
0 fImm/r]
.5
ap [mm] 4.0
30 04
EF Finishing O &3 207 5
10 |
0 flmm/r]
.5
ap [mm] 4.0
30 0.1
EM Medium machining O & sz 20 13° %;/
1.0
0 L L L L f[mm/r]
0.1 02 03 04 05

M Negative inserts
Chip breaker Application Application fields Cutting edge design
ap [mm] 5.0
40 0.06
3.0 90 —
EF Finishing O 20 | J%#\_/
W»Z I f[mm/r]
.6
ap [mm] 5.0
ol 0.2
EM Medium machining O % 20 8° Fv
10
0 f[mm/r]
.6
ap [mm] 5.0
40 - 05
0 16°{§‘j[_/_/—
EG Medium machining O % 20
0
.‘ 0 flmm/r]
.6
ap [mm] 5.0
40 0.1
30 6° ’w
ER Roughing O % %’é 20 %
1'2 L f[mm/r]
0.1 0.2 03 04 05 06
wimm e [ 034
ER . %0 19°§%§ 03
(single sided) Roughing O 0 a3 o0 ﬁ‘\

30

L
0.2 04 06 08 1.0 1.2

fImm/r]
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Application fields of chip breakers General tu rning

S Positive inserts
Chip breaker Application Application fields Cutting edge design
ap [mm] 4.0 T T T T
12°
NF Finishing O & ZZ
vo Lo o]
0 [‘T:‘T] L L flmm/r]
0.1 02 03 04 05
ap [mm] 4.0 T T T T
30 pod-obodoobod
NGF Finishing O & 2‘2 77 -ﬂ ﬂ 777 = 10 W
1. r- |
0 h n L L fImm/r]
0.1 02 03 04 05
ap [mm] 6.0 T T T T
L R 0.15
) 0 | -t - 7°
SNR Roughlng O % %\% 3.0 - ﬁ:t/
15 - -
0.1 02 03 04 05
S Negative inserts
Chip breaker Application Application fields Cutting edge design
ap [mm] 5.0 : : : : :
40 [y 0.09
e o f_o
NF Finishing O 20 F-d-d--F-1-1 ” %{_/
0 0.1 02 0.3 04 0.5 0.6
ap[mm] 5.0 T T T T T
30 f-dod-ciobodd 15°
NGF Medium machining O % 20 bt bt
S T S R
o L1 fimmm
0.1 02 0.3 04 0.5 0.6
ap [mm] 5.0 : : : : :
NN 0.14
NM Medium machining O % 2 —773”3,,, 15° #R/
10 - N
0 L fmm/r]
0.1 0.2 0.3 04 0.5 0.6
ap [mm] 5.0 : : : : :
40 [oaosonor oo 0.23
30 [~ f——— 1 o
SNR Roughing O & 20 l - 15 %(_/
10 F-+ -
L fmm/r]

L L
0.1 02 03 04 05 0.6
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General tu rning Application fields of chip breakers

N Positive inserts
Chip breaker Application Application fields Cutting edge design
ap [mm] 5.0 [ T 022
ol 23° {g
LC Finishing O 20
.“2 I fmm/]
0.1 0.2 03 04 05 06
ap [mm] 5.0
40 - 16°
3.0 -
LH Finishing O 20 -
T L 7 fmm/r]
0.1 0.2 03 04 05 0.6
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General turning crade overview

Coated cemented carbide CVD

Grade ISO Micro structure Grade description
YBC103 PO5 - P15 P10 grade with excellent wear resistance at higher cutting speeds. Latest sinter processes
and CVD coating technologies enable a wide range of applications in the P material range.
CVD coated P10-P20 carbide grade for finishing to medium operation of steel, casting
YB6315 P05 - P20 steel and high chrome material. Outstanding performance under high cutting speed and
temperature with excellent wear resistance.
CVD coated P10-P20 carbide grade for finishing to medium operation of steel and casting
YBC152 P10-P20 steel. Outstanding performance under higher cutting speed and temperature with
excellent wear resistance.
P20 grade with exceptional wear resistance and toughness for reliable machining
YBC203 P15 - P25 operations. Ultra-modern sintering technique and CVD coating technologies allow for a
wide range of applications in the P material range.
CVD coated P20-P35 carbide grade for medium operation to roughing of steel and casting
YBC252 P20-P35 - . . T
steel. Optimal performance of wear resistance and toughness for a wide application field.
CVD coated P20-P40 carbide grade for roughing operation of steel and casting steel.
YBC352 P20 - P40 . ) . s X
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.
N
A36 ‘



cradeoverview General turning

Coated cemented carbide CVD

Grade ISO Micro structure Grade description

YBD102 KO5 - K20 CcVD Foated KOS—KZQ carbide substrate. Opt‘lmlzed 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 . - . .

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 R . . .

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

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

YBD152C K10 - K25

Coated cemented carbide PVD

Grade ISO Micro structure Grade description

PVD coated NO5-N20 carbide substrate for finishing to semi-finishing in aluminium
materials. Coating only on the top face, in combination with the aluminium chip breakers,

YBG101 NO5 - N20
prevents built-up edges and gives a smooth cut.
PVD coated S05-515 carbide substrate for finishing to medium application of super alloy
YBG102 S05-S15 X . K . . . - .
material, stainless steel and aluminum. Good wear resistance in a wide application 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 in a

wide application field.
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General turning crade overview

Coated cemented carbide PVD

Grade ISO Micro structure Grade description
P10-P30 PVD multilayer coated P10-P30/M20-M40/S15-S25 carbide substrate for finishing to
YBG205 M20 - M40 medium machining of stainless steel, super alloys and steel (milling). Excellent wear
S$15-525 resistance and thermal stability in a wide range of applications.
PVD multilayer coated P10-P30/M10-M25 carbide substrate for finishing to medium
P10-P30 . . X s . .
YB9320 M10 - M25 machining of stainless steel, super alloys and steel (grooving/milling). Optimised coating
stability for higher wear resistance and thermal stability in a wide range of applications.
Carbide grade for semi-roughing to chip breaking of high-strength and high-alloy
YPD201 $20-S30 materials. High-performance grade with high wear resistance. Balanced hardness and
internal stress ratio provide a wide range of applications.
Turning grade for processing nickel-base materials. A special carbide substrate and the
YBS103 S10-520 latest PVD coating technology enable a very good wear behaviour and high thermal
stability.
Ceramic
Grade ISO Micro structure Grade description
rﬁ i
CA1000 K10 - K25 D" , ‘i ﬁk Uncoated H10-H25/K10-K25 mixed ceramic grade for finishing to medium operation in
H10-H25 i,:,"" . 2o hardened steel and nodular cast iron. Good wear resistance and toughness.
Tt
3 e
pwh_b’%kr\x:m
K10 - K25 Coated H1-H25/K10-K25 mixed ceramic grade for finishing to medium operations in
CM1000 H10 - H25 hardened steel, tool steel, HSS material and nodular cast iron. Good wear resistance and
toughness.
CN1000 KO5 - K15 pncoated K05-K15 §|3N4 ceramic grade for f.u'nshlng to medium operation in grey cast
iron. Good wear resistance and thermal stability.
N
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cradeoverview General turning

Ceramic
Grade ISO Micro structure Grade description
CS1000 S05 - 520 Uncoated SiAION cgramlc grade for' medium machining to roughing of nickel- and cobalt-
based alloys at medium to low cutting speeds.
$10-520 Uncoated whisker ceramic grade for medium and low speed cutting in HSS steel, high
CW1400 chrome steel and cobalt-base alloy also with interrupted cut. Good wear resistance, notch
H10-H20 K L
wear resistance and thermal stability.
Uncoated whisker ceramic grade for finishing to rough operations in Ni-base alloy material
CW1800 S10-S525 like Inconel, Nimonic or Hastelloy. Good wear resistance, notch wear resistance and

thermal stability.

Uncoated cemented carbide

Grade ISO Micro structure Grade description
NO5 - N20 Uncoated N05-N20/K05-K20 carbide substrate for fine to medium application in

YD101 ) )
K05 - K20 aluminum and other material.
N10 - N30 Uncoated N10-N30/K10-K30 carbide substrate for medium application in aluminum and

YD201 .
K10 - K30 other material.

CBN

Grade ISO Micro structure Grade description

YCB112 $10-520 Uncoated, brazed S10-S20 CBN grade for fine finishing gperatlons on hardened steel and

super alloys. Excellent wear resistance and thermal stability.
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General turning crade overview

CBN
Grade ISO Micro structure Grade description
Uncoated, brazed HO1-H10 CBN grade for fine finishing operation in hardened steel with
YCB113 HO1-H10 - . - = . ;
continuous cut. High wear resistance and productivity at higher cutting speed.
Uncoated, brazed H10-H25 CBN grade for fine to medium application in hardened
YCB121 H10 - H25 steel from continuous to light interrupted cut. Good wear resistance and toughness for
universal use.
Uncoated, brazed H20-H35 CBN grade for fine to medium application in hardened steel
YCB131 H20-H35 r . L
with interrupted cut. Good wear resistance and optimized toughness for safe process.
YCB113C HOT - H10 Coatgd, brazed HQ]—H1 0 CBN.grade for fine flnlsh{ng oper:—:ltlons on hardened steel with a
continuous cut. High wear resistance and productivity at higher cutting speeds
Coated, brazed H10-H25 CBN grade for fine to medium machining operations on
YCB121C H10 - H25 hardened steel with a continuous to partially interrupted cut. Good wear resistance and
toughness for universal application.
Coated, brazed H20-H35 CBN grade for fine to medium machining operations on
YCB131C H20 - H25 hardened steel with an interrupted cut. Good wear resistance and optimum toughness for
reliable operations.
YCB215 K10 - K20 pncoated, brazed K10 —.K20 CBN grade for fine to m.ecyum machining operations on cast
iron. Excellent wear resistance and thermal conductivity.
Uncoated H20-H30 solid CBN grade for medium machining operations on hardened steel
YZB630 H20 - H30 with a slight to medium interrupted cut. Excellent combination of wear resistance and
thermal stability.
N
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CBN
Grade ISO Micro structure Grade description
Coated H20-H30 solid CBN grade for medium machining operations on hardened steel
YZB630C H20 - H30 with a slight to medium interrupted cut. Excellent combination of wear resistance and
thermal stability.
YZB223 K10 - K25 Uncoated H10-H25/K10-K25 mnfed ceramic grade fgr finishing to medium operation in
hardened steel and nodular cast iron. Good wear resistance and toughness.
PCD
Grade ISO Micro structure Grade description
Uncoated, brazed NO1-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 ISO Micro structure Grade description
Uncoated P05-P15 cermet grade for fine finishing operation of steel and stainless steel.
YNG151 P05 - P15 - ; - ) RN
Good resistance against plastic deformation for good surface finishing.
PVD coated P05-P15 cermet grade for fine finishing operation of steel and stainless
YNG151C P05 -P15 steel. Good wear resistance and capability against plastic deformation for good surface
roughness.
YNT251 P10-P25 Uncoated P10-P25 cermet grade for fine finishing to medium operation of steel and
stainless steel. Good wear resistance and toughness. Suitable also in light interrupted cut.
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General turning Application fields of grades

CVD coated carbide grades for steel

A

+Ve A
= P05
£
(=
é P15 Ve 4
P25 P10
B P35 P20
(@)]
£
=

Cermet grades for steel

N

+Ve A

P10

Drilling

P25 |-

O

<
gé CVD coated carbide grades for stainless steel
- +Ve A
M10 VBiiis3
E M20 YBM253
M30

O
&5
98
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Application fields of grades General tu rning

PVD coated carbide grades for stainless steel

+Ve A
M10 YBG105
YB9320
M20
YBG205
M30

“« O © & o«

CVD coated carbide grades for cast iron

+Ve A
K05
YBD102
YB7315
K15
YBD152(C)

“ @ © % o«

CBN grades for cast iron

+Ve A

K05

YCB215
YZB223

K15

\

“ @ ® %«
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General tu rning Application fields of grades

Ceramic grades for cast iron

+Ve A

K05

CN1000

K15

\

PVD coated carbide grades for superalloys

© @

\

+Ve
S05
YBG105
S10
YBG102
$20 YPD201
v~ O @& &8

Ceramic grades for cobalt base alloys/HSS

+Ve 4

S01

S10

CW1400

S20

\/

A44
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Application fields of grades General tu rning

Ceramic grades for nickel base alloys

+Ve A
SO1
CW1800
510 AR
CS1000
S20

Ve Q 69 % +f

CBN grades for superalloys

+Ve a4
S05
YCB112
S10
Ay
$20 YCB131

“« O © £ o«

Carbide grades for non-ferrous metals

+Ve a4

YBG101 /YéG102

N10

N2 [ NDROEE
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General turning Application fields of grades

PCD grades for non-ferrous metals

+Ve A

N10

CBN grades for hardened steel

+Ve a

H10 YCBT13(C)

HZO ------------------------- -"-“"“"“"“"“"“- ----------
H30 YEB131(C)

Ceramic grades for hardened steel

+Ve a

H10 CM1000

H20
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Application fields of grades General tu rning

Application fields of grades — general turning

ISO

HC' (CVD)

HC' (PVD)

HT

T
o

Ceramic HW

CBN

PCD

PO1

P10

P20

YNG151 |

YNT251

(YNG151C)

P30

P40

Mo1

M10

YBG105

M20

YBM153

YB9320

YBG205

YNG151

YNG151C

M30

YBM253

M40

K01

K10

cN1000)

)

YCB215

K20

YD201

YZB223

K30

[

NO1

N10

N20

YBG101

N30

YBG102

YD101
I

YCD421

YD201

S01

S10

YBS103

YBG102

S20

YBG105

CS1000

YCB112

YB9320
YPD201

CW1400
CW1800

\
YCB131

S30

HO1

H10

H20

YCB113(C)

YCB121(C)

H30

YCB131(C)

Steel ‘

Non-ferrous metals

Stainless steel ‘

Heat-resistant alloys

Castiron ‘

Hardened materials

HC' Coated carbide
HT Uncoated cermet
HC® Coated cermet
HW Uncoated carbide
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General tu rning ISO code - general turning inserts

ISO standard

T

N M G

22 04 08

(N) —

DM

A48

1 2 3 4 5 6 7 8 9
Insert shape Clearance angle Tolerance class
m
ff] cfm] O REE = | A O
1.C 1.C 1.C~m. S
D E H <:> Code | 1CImm] [ mimml | S{mm]
d S . D g A +0,025 +0,005 40,025
C +0,025 +0,013 +0,025
K L I:I M Q86 E +0,025 +0,025 +0,025
E \ F S F +0,013 +0,005 +0,025
o O b Q ] O 20° 25° G +0,025 +0,025 +0,130
H +0,013 +0,013 +0,025
—— J +0,05-0,15 +0,005 +0,025
s T A v G \g N =7 K +0,05-0,15 +0,013 +0,025
L +0,05-0,15 40,025 +0,025
M +0,05-0,15  +0,08-0,20 +0,130
w Z Special P E O Special N +0,05-0,15  +0,08-0,20 +0,025
u +0,08-025  +0,13-0,38 +0,130
1 2 3
Fastening features (metric) Cutting edge length | [mm]
Insert shape Insert shape
> 65° 1.C Q Q
A T B [T o HH QR A LG E
C D R S T v W K
> 65° 3,97 06
C F 5,0 05
5,56 09
. " > 60 06
L ‘ﬁ 635 | 06 07 1 1
. 8,0 08
- m U I3 9525 | 09 M 09 09 16 16 06 16
@ 10,0 10
<65° 12,0 12
N T Q 127 | 12 15 12 12 22 22 08
o5 15875| 16 15 15 27
R U J T fﬁfﬁi] 16,0 19 16
1905 | 19 19 19 33
< 65° <65° 20,0 20
v =0 w ) 250 | 25 25 25
25,4 25 25
X Special 3175 31
32 32
4 5




ISO code — general turning inserts General turning

Insert thickness S [mm] Nose radius r [mm]
g i—: jé_‘/—j 7z
f f
Code S Code ‘ S Code r
00 0,79 T5 5,95 00 -
TO 0,99 06 6,35 02 0,2
01 1,59 T6 6,75 04 0,4
T1 1,98 07 7,94 08 0,8
02 2,38 09 9,52 12 1,2
T2 2,58 T9 9,72 16 1,6
03 3,18 1 11,11 20 2,0
T3 3,97 12 12,70 24 24
04 4,76 32 3,2
T4 4,96 X Special
05 5,56 MO Round inserts
6 7
Cutting direction
L
Chip breaker overview
(on page A16)
R
N
8 9
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 0.4 0.016
4 12.7 0.500 4 6.35 0.250 2 0.8 0.031
5 15.875 0.625 5 7.94 0.313 3 1.2 0.047
6 19.05 0.750 6 9.52 0.375 4 1.6 0.063
8 254 1.000 5 2.0 0.079
6 2.4 0.094
5 6 7
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General tu rning Conversion table metric/imperial

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

Negative angle/insert Positive angle/insert
ISO Inch ISO Inch ISO Inch ISO Inch
090304 | 321 T304 | 3(2.5)1 060202 | 2(1.5)0 070202 | 2(1.5)0
Insert shape 06730 3(2.5) Insert shape (1.5) Insert shape 0.5
090308 | 322 W 06T308 | 3(2.5)2 C 060204 | 2(1.5)1 D 070204 | 2(1.5)1
120404 | 431 06T312 | 3(2.5)3 060208 | 2(1.5)2 070208 | 2(1.5)2
120408 | 432 060404 | 331 097302 | 3(2.5)0 117302 | 3(2.5)0
erteh 120412 | 433 A 060408 | 332 097304 | 3(2.5)1 E’ 117304 | 32.9)1
nsertshape
120416 | 434 e | i
c = = 060412 | 333 ~ ] [ 091308 | 32552 117308 | 3(2.5)2
160608 | 542 080404 | 431 120404 | 431 117312 | 3(2.5)3
160612 | 543 080408 | 432 120408 | 432
@ 160616 | 544 080412 | 433 120412 | 433
190608 | 642 113304 | 221 06T102 | 1.2(1.2)0 060204 | 2(1.5)1
— 190612 | 643 0308 | 222 06T104 | 1 ‘2(1 .2)1 097302 3(2.5)0
190616 | 644 11 404 1 06T108 1.2(1.2)2 097304 3(2.5)1
190624 | 646 o 33 090202 1'8(1.5)0 Inse“sShape 097308 3(2.5)2
350724 | 856 160408 | 332 8(1.5) .
250732 | 858 Insert shape | 160412 | 333 090204 | 1.8(1.5)1 120404 | 431
090208 | 1.8(1.5)2 120408 | 432
250924 | 866 T 220404 431 (1.5)
220408 | 432 110202 | 2(1.5)0 @ 120412 | 433
250932 | 868
220412 | 433 110204 | 2(1.5)1 E 1 150404 | 531
110404 | 331 220416 | 434 110208 | 2(1.5)2 150408 | 532
110408 | 332 270608 | 542 Inserts shape | 110302 | 220 150412 | 533
110412 | 333 270612 | 543 T 110304 | 221 190408 | 632
150404 | 431 270616 | 544 110308 | 222 190412 | 633
Insertshape | 150408 | 432 167302 30 190416 | 634
b 150412 | 433 090304 | 321 @ 167304 31 110202 T 2050
150604 | 441 090308 | 322 . 16T308 32 110208 | 20 '5)1
150608 | 442 090312 | 323 16T312 33 110208 2(1'5)2
150612 | 443 1;3482 4; 160400 | 330 10302 220
150616 | 444 1204 4 220408 432 Inserts shape 030 | 221
190608 | 542 120412 | 433 220412 | 433 v 10308 | 22
12041 434
190612 543 Insert shape 0416 3 220416 434
S 150608 | 542 Som08 | 532 = 160402 | 330
160404 | 331 160404 | 331
Insert shape 150612 >43 270412 533 ==
v 160408 | 332 150616 | 544 160408 | 332
330612 | 643
160412 333 @ 190412 633 160412 333
ooma | o3 330616 | 644
= S 190612 | 643
| i soamo T 32 190616 | 644
nsertshape - "o 1~ 250724 | 856
R 250732 | 858
250924 | 866
@ 250932 | 868

<
A50 v



Negative inserts General turni ng

O  Ideal machining conditions CNMG | L 1.C S d
€3 Normal machining conditions 09 03 9.7 19525 3.18 | 381
Turning inserts §%  Unfavourable machining conditions 1204 | 129 | 127 | 476 | 5.16
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOOGBHBE SEAY O8O0
olC I _ M 08 009YHO0GO
' od K OSBHBB
N o0 O
? S OCOBBRO @)
<= H
[50) NN DN NLC\JI-—NLnLn — l—\_-L—)
150 r ] a f [SnhgRhlgo-unSoog RS oo
. CB80U0U==0R00000UROGKUVUEL =&
[sa gl ca R ea R e W a'a o' M a e a R aa i o a 2 a R a2 | o' B 'a Wi e B a'a S a'a R AW o | (el I~ [ala)
S>>>>>>>>>>>>>>>>>>>>> > >
CNMG120404-WG 0.4 |0.25-3.00/0.05-0.25 o
CNMG120408-WG 0.8 | 0.5-5.0 |0.15-0.70 () ° o
CNMG120412-WG 1.2 | 0.8-6.0 [0.20-0.75 °
CNMG120404-ADF 0.4 | 0.5-3.0 |0.05-0.30 ° [ )
CNMG120408-ADF 08 | 0.5-3.0 | 0.1-04 ° o e ()
CNMG120412-ADF 1.2 | 0.8-3.0 [0.15-0.50 o °
Finishing
CNMG090304-DF 0.4 10.25-1.50/0.07-0.30 () [
CNMG090308-DF 08 | 0.3-1.5 | 0.1-0.3 () o
CNMG120404-DF 0.4 |0.25-1.50/0.07-0.30 ° °
CNMG120408-DF 0.8 | 03-1.5 | 0.1-0.4 ° °
Finishing | CNMG120412-DF 1.2 |0.35-1.50|0.10-0.35 o o
CNMG090304-EF 0.4 | 0.5-2.0 |0.05-0.20 o °
CNMG090308-EF 0.8 | 0.5-2.0 |0.05-0.25 o °
g CNMG120404-EF 0.4 | 0.5-2.5 |0.05-0.20 ° °
CNMG120408-EF 0.8 | 0.5-2.5 |0.05-0.25 ° °
Finishing | CNMG120412-EF 1.2 | 0.5-2.5 |0.10-0.35 o o
CNMG090304-SF 0.4 |0.05-0.50/0.05-0.30 °
CNMG120404-SF 04 | 0.1-1.5 ]0.05-0.30 °
M CNMG120408-SF 0.8 | 0.1-1.5 |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 A***-PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
# # o
A230 A237 A238 A252 A253 A324
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General turning Negative inserts

CN** L 1.C S d

O  Ideal machining conditions
12 04 12.9 12.7 | 476 5.16

€3 Normal machining conditions

Turning inserts €2 Unfavourable machining conditions
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P  OOOGHE SR O80
ol I\ _ M O 008 GBH00GO
' od K OBBB
N ©]@) o8
B s 008880 oo
<] H
Mmmmmmmmmmmg-—mmmo-— ‘—\—E
IS0 rloa, f |SoheRolgerundoSg 8 gnhn 53
C800U0U=S=0R00000UaDnVEY =&
[oa R ea R o'a e e W a'a Wi a2 M2 a W a'a Wi a'a Qo' R aa ) lfa'a Wi a'a Wi o'a Wi 'a B o'a I 2 W a'a | I~ib~l I~ [ala)
S>E>>>>>>>>>>>>>>>>>5>> |>>
CNEG120404-NF 0.4 |0.2-2.5/0.05-0.30 o e o
CNEG120408-NF 0.8 {0.2-2.5/0.10-0.35 o e o
CNEG120412-NF 1.2 |0.2-2.5|0.13-0.40 o e o
Finishing
XE CNMG120404-XF 0.4 |0.5-2.5| 0.1-0.25
CNMG120408-XF 0.8 {0.5-2.5]/ 0.1-030 | ® )
- CNMG120412-XF 1.2 [0.5-2.5] 0.1-0.35
Finishing
® Ex stock o 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°
\Sa ’ 2 3
A230 A237 A238 A252 A253 A324
System code A48 Grade selection A42 Technical info A501 Cutting data A366

<
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Negative inserts General turni ng

CNMG L I.C S d
09 03 9.7 |9525| 3.18 | 3.81
O  Ideal machining conditions 1204 | 129 | 127 | 476 | 5.16
€ Normal machining conditions 1606 | 16.1 |15875| 635 | 635
Turning inserts €8 Unfavourable machining conditions 19006 | 193 | 19.05) 635 | 7.94
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOBHGEE: STAY) OIYI@)
M Oos OOBHBBOOLBO
K OBHB
N 00O o8&
S OOBHBBO @)%)
H
v @]}
IS0 roa f 8pRZaabRsrRNsS8888ghnh oo
Qe EERRRR8288828252 &8
S>>>>>>>>>>>>>>>>>>5>5> |[>>
CNMG090304-PM 0.4 |0.4-4.0| 0.1-0.3 °
CNMG090308-PM 0.8 |0.5-4.0/0.15-0.50 °
CNMG120404-PM 04 |04-5.5| 0.1-0.3 ° ° ° °
CNMG120408-PM 0.8 |0.5-5.5/0.15-0.50 ° (3N ° °
CNMG120412-PM 1.2 |0.8-5.5|0.18-0.60 ° ° ° °
CNMG120416-PM 1.6 |1.0-5.5/0.23-0.65 ° ° ° °
CNMG160608-PM 0.8 |0.5-7.2{0.15-0.50 o ° o o
Medium Cut| CNMG160612-PM 1.2 |0.8-7.2/0.18-0.60 ° ° ° °
CNMG160616-PM 1.6 |1.0-7.2|0.23-0.65 ° ° o
CNMG190608-PM 0.8 |0.5-8.6/0.15-0.50 °
CNMG190612-PM 1.2 |0.8-8.6|0.18-0.60 ° o °
CNMG190616-PM 1.6 |1.0-8.6/0.23-0.65 o o
CNMG120404-XM 04 | 1-42 | 0203 |e o
CNMG120408-XM 08 | 1-42 | 02-04 |e °
CNMG120412-XM 1.2 | 1-42 | 0.2-06 |e °
XM CNMG120416-XM 1.6 | 1-42 | 0.2-0.65 | ® °
H CNMG160608-XM 08 | 1-5.6 | 0.2-04 |e °
CNMG160612-XM 1.2 | 1-56 | 0.2-06 |e °
Medium Cut| CNMG160616-XM 16 | 1-56 | 0.2-0.65 |© °
CNMG190608-XM 0.8 |1-6.65| 0.2-04 |e °
CNMG190612-XM 1.2 |1-6.65| 0.2-06 |0 °
CNMG190616-XM 1.6 | 1-6.65| 0.2-0.65 |0 °
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L A***-PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
)
A230 A237 A238 A252 A253 A324
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

CNMG L 1.C S d
09 03 9.7 | 9525 | 3.18 | 3.81
O  Ideal machining conditions 1204 | 129 | 127 | 476 | 5.16
€ Normal machining conditions 1606 | 16.1 |15875| 635 | 635
Turning inserts €8 Unfavourable machining conditions 19006 | 193 | 19.05) 635 | 7.94
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO®BHBE% D O&0
M os OCOSBBHOONB0
K OBBB
N ©]@) O
S OCOBBHO O&%
H
o0 NN DN NKN)-—Nmm — \—._-L—)
150 r | oa f [S-hgRbhlge-bSosgR8 i 5o
. UBUU00U==0R00ULLUVUROQUEY =X
[oa Jya Qs e e W s Q< W< Wy wa N e e B wa | I 'a WY o'a WY o'a WY 'a W c'a S WY c'a | =i~ I~ [alya)
S>>>>>>>>>>>>>>>>>>55> |[>>
CNMGO090304-DM 0.4 |0.4-4.0| 0.1-0.3 ° °
CNMGO090308-DM 0.8 |0.5-4.0/0.15-0.50 ° °
CNMGO090312-DM 1.2 |0.5-3.0| 0.1-04 [¢]
CNMG120404-DM 04 |0.4-5.5| 0.1-0.3 ° °
DM CNMG120408-DM 0.8 |0.5-5.5/0.15-0.50 o e [ B ) °
CNMG120412-DM 1.2 10.8-5.5[0.18-0.60 o e ° o
CNMG120416-DM 1.6 |1.0-5.5/0.23-0.65 o °
CNMG160608-DM 0.8 |0.5-7.2/0.15-0.50 o °
Medium Cut
CNMG160612-DM 1.2 |0.8-7.2|0.18-0.60 ° °
CNMG160616-DM 1.6 |1.0-7.2|0.23-0.65 ° °
CNMG190608-DM 0.8 |0.5-8.6|0.15-0.50 ° °
CNMG190612-DM 1.2 10.8-8.6(0.18-0.60 ° °
CNMG190616-DM 1.6 |1.0-8.6|0.23-0.65 °
CNMG120404-EG 0.4 |0.5-4.0/0.05-0.30 °
CNMG120408-EG 0.8 |0.5-4.0| 0.1-04 ° °
CNMG120412-EG 1.2 10.5-40| 0.2-0.5 °
Medium Cut
EM CNMG120404-EM 0.4 |0.5-4.0/0.05-0.30 L) °
\Tv CNMG120408-EM 0.8 |0.5-5.7]0.15-0.45 L) °
—— CNMG120412-EM 1.2 |0.5-5.7|0.25-0.60 L) °
CNMG160608-EM 0.8 |0.5-7.2|0.15-0.45 o0 °
Medium Cut
CNMG160612-EM 1.2 |0.5-7.2|0.25-0.60 o0 °
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L A***-PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
# # o
A230 A237 A238 A252 A253 A324
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

O  Ideal machining conditions CNMG | L 1.C S d
€3 Normal machining conditions 1204 | 129 | 127 | 476 | 5.16
Turning inserts €2 Unfavourable machining conditions
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P  OOO&HGE: STAY) OIX@)
ol I _ M 08 008&BS00g0
' od K OSBHBB
N o0 O
B s 008880 oo
<] H
Mmmmmmmmmmmg'—mmmo-— ‘—\—E
IS0 r|oa f |Spwugnuoge-nndocce828nhn 5o
P OB00U0U0U==0R00000URARUEL =&
[oa R o' R o'a e e W a'a Qi a2 W2 a Qi a'a B a'a Qo' S} lfa'a Wi a'a Wi o'a Wi 'a B 'a N 2 Wla' |l I~il I~ [ala)
SS>>>>>>>>>>>>>>>>>>>>> |>5>
M CNMG120404-ZM 0.4 |0.5-3.0{/0.05-0.30 °
a CNMG120408-ZM 0.8 |0.5-4.0| 0.1-0.5 o
Medium Cut
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
- z -
o > .®
A230 A237 A238 A252 A253 A324
A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

O Ideal machining conditions CNMG L 1.C S d
€3 Normal machining conditions 1204 | 129 | 127 | 476 | 5.16
Turning inserts §%  Unfavourable machining conditions 16 06 | 16.1 |15.875| 6.35 | 6.35
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOOGBHBER SR @)%@)
oG I _ M oF 008 SBH00G0
' od K OBBB
N ©]@) o
? S COBBBO @)%
<= H
mmNmNNmmNmer\Jl-—NLnLno\— ,_‘_f;)
3 rloa, f |eotgouwmlgolundocg8ednhn g5
UBU00U==0R00000URXaRVUEY =&
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>E>>>>>>>>>>>>>>>>>>5> |>>
NM CNMG120404-NM 0.4 |0.2-3.0/0.05-0.30 o e
/@‘7 CNMG120408-NM 0.8 [0.2-4.0| 0.1-0.5 O e e @ o
A==q CNMG120412-NM 1.2 |0.2-4.0| 0.2-0.6 o e
Medium Cut
CNMG120404-TC 0.4 10.5-5.0/0.08-0.40 ° °
TC CNMG120408-TC 0.8 [0.5-5.0/0.15-0.50 ° °
CNMG120412-TC 1.2 10.5-5.0| 0.2-0.6 ° °
. CNMG120416-TC 1.6 |0.5-5.0|0.20-0.65 ° o
CNMG160608-TC 0.8 1-7 10.15-0.50 ° °
Medium Cut
CNMG160612-TC 1.2 1-7 0.2-0.6 ° °
CNMG160616-TC 1.6 1-7 10.20-0.65 ° o
CNMG120408-TK 0.8 |0.2-04| 0.2-04 o
CNMG120412-TK 1.2 10.2-0.4| 0.2-0.45 o
CNMG120416-TK 1.6 10.2-04| 0.2-0.5 °
Medium Cut
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
[ # o
A230 A237 A238 A252 A253 A324
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

CNMG L I.C S d
12 04 129 12.7 4.76 5.16
O  Ideal machining conditions 1606 | 16.1 |15875] 635 | 635
€ Normal machining conditions 1906 | 193 | 19.05 | 635 | 7.94
Turning inserts §%  Unfavourable machining conditions 2509 | 2579 | 254 | 9.525 | 9.12
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBER SRR OF¥@)
M O OOBLB O8O0
K OBBB
N o0 (OF¥)
S OOB®B (OF¥)
H
[5) NN DN Ng.—r\lmm — —.-B
150 rloa f |Snwgnooge-nnSoSe 828 nhn 5o
. UBLUU0U=S=o0R00uLLVURARVELY =&
[oa e R ea R ea R eva W2 R o W ~a R va [ a'a S va i e |l [ a'a B a'a Wi w'a B a'a N 'a Ny aWYa a | [P~ [P4 [alya)
S>>>>>>>>>>>>>>>>>>55> > >
CNMG120408-DR 0.8 | 0.7-7.0 | 0.2-0.5 o e o0 ° °
CNMG120412-DR 1.2 1-7 10.25-0.70 o e o0 ° °
CNMG120416-DR 1.6 | 1.5-7.0 |0.32-0.75 o ° o °
DR CNMG160608-DR 0.8 | 0.7-8.0 | 0.2-0.5 [ () o
[N~ CNMG160612-DR 1.2 1-8 10.25-0.70 o e ° ° °
(@)
/‘Q’? CNMG160616-DR 16 | 1.5-8.0 | 0.3-0.8 o e ° o o
b
CNMG190608-DR 0.8 [0.7-10.0| 0.2-0.5 ° ° o °
Roughing
CNMG190612-DR 1.2 1-10 ]0.25-0.70 o e ° o °
CNMG190616-DR 1.6 |1.5-10.0| 0.3-0.8 o 0o 0 o °
CNMG190624-DR 24 2-10 |0.32-0.90 o ° o
CNMG250924-DR 24 2-15 0.4-1.0 °
SNR CNMG120408-SNR 0.8 1-3 0.1-0.4 ° o o
CNMG120412-SNR 1.2 1-3 0.2-0.6 ° o o
CNMG160608-SNR 0.8 2-6 0.1-0.4 () [ 3} o
CNMG190616-SNR 1.6 2-7 0.2-0.6 ) ° o
Roughing
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
# # o
A230 A237 A238 A252 A253 A324
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

CN** L 1.C S d
A 1204 | 129 | 127 | 476 | 5.16
16 06 | 16.1 |15.875| 635 | 6.35
1906 | 193 | 19.05| 635 | 7.94
2507 | 2579 | 254 | 794 | 9.12
2509 | 2579 | 254 | 9525 | 9.12

O Ideal machining conditions
€3 Normal machining conditions

o Turning inserts €8 Unfavourable machining conditions
c
g CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
- 80° P OOOBOHS 86 |ogo
e N _ M 06 008G S008I0
' d K OBBB
N O]@) @)
B N s 008eBB0 08
<] H
m ™M B4 Y
IS0 r | a fBLRZRANNSrRNES88888hph oo
: OB0U0U00U==0Ra000LURAQUEL =&
[)) DN DD DD DODODDDRDDDDD®A®DZZZ [ala)
c SE>>>>>>>>>>>>>>>>>>55 5>
é CNMM120412-DR 1.2 | 1.0-7.5 |0.25-0.70 o e ® @ O O
= DR CNMM160612-DR 1.2 | 1.0-9.5 |0.25-0.70 ° °
CNMM160616-DR 1.6 | 1.5-9.5 |0.32-0.90 () ® O
CNMM190612-DR 1.2 1-12 10.25-0.70 o e [ ) °
CNMM190616-DR 1.6 [1.5-12.0]0.32-0.90 ° o0
Roughing
CNMM190624-DR 24 | 2-12 |0.35-1.20 o e °
C CNMM250924-DR 24 12.0-125| 0.2-1.2 ° ® O
CNMG120408-ER 0.8 | 2.0-7.6 |0.15-0.55 o
ER CNMG120412-ER 1.2 | 2.0-7.6 |0.25-0.80 o
fo\ CNMG160612-ER 12 | 2-10 ]0.35-0.80 o
(
2 CNMG160616-ER 16 | 2-10 [0.45-1.00 o
% Roughing | CNMG190612-ER 1.2 |2.0-11.4|0.35-1.00 ¢} o o
= CNMG190616-ER 1.6 |2.0-11.4/0.45-1.10 o
ER CNMM250724-ER 24 12.0-125| 0.3-14 °
:/_._ CNMM250732-ER 3.2 |2.0-12.5/0.45-1.80 o
s- CNMM250924-ER 24 12.0-125| 03-14 ° o
CNMM250932-ER 3.2 |2.0-12.5/0.45-1.80 °
D Roughing
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
c HC? Coated cermet
T«Js o HW Uncoated carbide
=]
= ©
£ E
$ o 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

A230 A237 A238 A252 A253 A324
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System code A48 Grade selection A42 Technical info A501 Cutting data A366

<
s <



Negative inserts General turni ng

CNMM L I.C S d
12 04 129 12.7 4.76 5.16
O  Ideal machining conditions 1606 | 16.1 |15875] 635 | 635
€ Normal machining conditions 1906 | 193 | 1905 635 | 7.94
Turning inserts €8 Unfavourable machining conditions 25009 | 2579 | 254 | 9525 | 912
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOOBHGEE: SRR OF¥@)
ole N _ M o 008 HH0 00
' od K OBBB
N o0 (OF¥)
B s 008880 o
<] H
[5) NN DN Ng.—r\lmm — \—._k"—)
150 r | oa f [S-hgRibloge-bSosgR2g i oo
. UBLUU0U=S=o0R00uLLVURARVELY =&
[oa e R ea R ea R eva W2 R o W ~a R va [ a'a S va i e |l [ a'a B a'a Wi w'a B a'a N 'a Ny aWYa a | [P~ [P4 [alya)
S>>>>>>>>>>>>>>>>>>55> > >
CNMM120408-LR 0.8 1-5 0.1-0.5 ° °
CNMM120412-LR 1.2 2-6 0.2-0.7 ° ° °
CNMM120416-LR 1.6 | 2.0-6.5 |0.25-0.80 °
CNMM160608-LR 0.8 1-7 0.2-0.6 () [
CNMM160612-LR 1.2 | 1.0-7.5 | 0.2-0.7 () ° °
CNMM160616-LR 1.6 | 1.0-8.5 |0.25-0.80| 0 e 0@
Roughing | CNMM190612-LR 1.2 [2.0-10.5| 0.2-0.7 ° °
CNMM190616-LR 1.6 |2.0-10.5| 0.3-1.0 ° ° °
CNMM190624-LR 24 12.0-10.5| 0.3-1.1 ° o
CNMM250924-LR 24 12.0-125| 03-1.2 o °
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
> # #
A230 A237 A238 A252 A253 A324
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

CNMM L 1.C S d

1204 | 129 | 127 | 476 | 5.16
16 06 | 16.1 |15.875| 635 | 6.35
1906 | 193 | 19.05| 635 | 7.94

O  Ideal machining conditions
€ Normal machining conditions

Turning inserts €8 Unfavourable machining conditions 25009 | 2579 | 254 | 9525 | 912
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO®BHBE% SR O&0
M os OCOSBBHOONB0
K OBBB
N ©]@) o8
S OCOBBHO o®8
H
o0 NN DN Ng-—Nmm — \—._-L—)
150 r | a f [S-hgRbloge-bSosgR2 i 5o
: UBUU0U==0R00LLLUVUROQYEYL =X
[ ea R R ea R e R a < N ~a Wy va i a'a Sy ea Sy e ) [fo'a S e Wi a'a Wi oa W a'a MY W o o} (=i~ I~ [alya)
S>>>>>>>>>>>>>>>>>>55> > >
Basic CNMM120404 04 | 0.5-7.0 | 0.1-0.5
P 7 | CNMM190612 1.2 |0.5-10.5| 0.1-0.8
J CNMM190616 1.6 |0.5-10.5| 0.1-1.0
Medium Cut
CNMM120408-HDR 0.8 1-7 0.2-0.6 () °
CNMM120412-HDR 1.2 1-7 0.3-0.8 o °
CNMM120416-HDR 1.6 1-7 0.4-1.0 ) °
CNMM160612-HDR 1.2 | 1.5-7.5| 0.3-0.8 (] °
CNMM160616-HDR 16 | 1.5-85 | 04-1.0 o °
CNMM160624-HDR 24 |1.5-10.5| 0.8-1.2 o o
CNMM190608-HDR 0.8 [2.0-12.5| 0.3-0.7 o
Roughing
CNMM190612-HDR 1.2 |2.0-12.5/0.35-0.80 o °
CNMM190616-HDR 1.6 |2.0-12.5| 0.5-1.1 o e @ o
CNMM190624-HDR 24 12.0-12.5| 0.8-1.2 () °
CNMM250924-HDR 24 |2.0-125| 0.8-1.4 o °
CNMM190616-HPR 1.6 |2.0-10.5| 0.5-1.0 o
CNMM190624-HPR 2.4 |2.0-10.5| 0.7-1.4 ° o
CNMM250924-HPR 24 12.0-125| 0.7-14 L)
Roughing
® Ex stock o 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°

L é

A230 A237 A238 A252 A253 A324

System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

CN** L 1.C S d
O  Ideal machining conditions 1204 | 129 | 127 | 476 | 5.16
€3 Normal machining conditions 1606 | 16.1 |15875| 6.35 | 635
Turning inserts &8 Unfavourable machining conditions 19088 193 1905 ] 635 | 794
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOOMBHEE: DB o8O0
ol I _ M O 00GHBR00I0
' K OBBB
N o0 o
S s 008880 o®
<= H
mmNMNN”’"’NmNg'—Nmmo'— ‘_'—k‘_J
IS0 rloa f |E2hghbnRorunSccgRS 8y 5o
. D000 U=S=0R00000UROGRVEY =&
[ea o Qoo Moo lea MY ea B = a W el oo Wit s a Qi ca Wi aa | aa S a'a i a'a B a2 Wi a'a MY SV o |l [~ 4 an
S>>>>>>>>>>>>>>>>>>>>> > >
CNMA120404 0.4 |0.2-5.0/0.05-0.40 o
CNMA120408 0.8 |0.2-5.0/0.05-0.50 oo o
CNMA120412 1.2 |0.2-5.0| 0.1-0.6 o 0o 0 o
Flat CNMA120416 1.6 |0.2-5.0|0.10-0.65 ° °
) CNMA160608 0.8 [0.2-7.0| 0.1-0.5 ()
CNMA160612 1.2 {0.2-7.0] 0.1-0.6 () °
CNMA160616 1.6 |0.2-7.0/0.15-0.65 o °
CNMA190612 1.2 |0.2-8.0|0.15-0.70 o °
CNMA190616 1.6 [0.2-8.0(0.15-0.70 ° °
CNMG120404 0.4 10.1-5.0/0.05-0.50 o
CNMG120408 0.8 [0.1-5.0| 0.1-0.6 o o
Basic | cNmG120412 1.2 [0.1-5.0| 0.1-0.7 o o
(5 ) CNMG160612 1.2 |0.1-7.0| 0.1-0.7
d CNMG190608 0.8 |0.1-8.0| 0.1-0.7
CNMG190612 1.2 |0.1-8.0| 0.1-0.8
CNMG190616 1.6 |0.1-8.0| 0.1-1.0
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
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°

L é

A237

A238 A252 A253 A324

System code

A48

Grade selection

A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

DN** L 1.C S d
O  Ideal machining conditions 1104 | 116 | 9525 476 | 381
€3 Normal machining conditions 1504 | 155 | 127 | 476 | 5.16
Turning inserts €8 Unfavourable machining conditions 15008 155 | 127 | 635 | 5.16
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOMBHE SR o880
M o8B OOBBBOOBI0O
K OBHBB
N 00 o8
S QOBHBHBO o8
H
9] S)
50 floa f 8 AN AR RS ARS8 883530nh (=
' 9808222225823 588888228¢2 58
S>>>>>>>>>>>>>>>>>>>>> |>>
WG DNMX110404-WG 04 | 0.2-1.5 |0.08-0.30 ¢}
P DNMX110408-WG 0.8 | 0.5-3.5 |0.15-0.50 ° °
/® 7 | DNMX150408-WG 08 | 0550 |0.15-0.70 o
DNMX150608-WG 0.8 | 0.5-5.0 |0.15-0.70 ¢} [¢]
Wiper DNMX150612-WG 1.2 | 0.8-6.0 |0.20-0.75 ¢}
ADF DNMG150604-ADF 04 | 0.5-6.0 |0.15-0.50 o °
DNMG150608-ADF 0.8 | 0.1-4.0 |0.08-0.50| o oo o
A& | DNMG150612-ADF 12 | 05-40 |0.15050| o .
Finishing
DNMG110404-DF 0.4 |0.15-2.00|0.08-0.25 ° °
DNMG110408-DF 0.8 |0.15-2.00| 0.1-0.3 ° °
DF DNMG110412-DF 1.2 [0.35-1.50{0.15-0.50 ¢}
DNMG150404-DF 0.4 |0.15-2.00|0.08-0.25 ° °
DNMG150408-DF 0.8 |0.15-2.00| 0.1-0.3 ° °
DNMG150412-DF 1.2 |0.35-1.50/0.15-0.50 o
Finishing DNMG150604-DF 04 | 0.8-6.0 |0.18-0.60 ° °
DNMG150608-DF 0.8 |0.15-2.00| 0.1-0.3 ° °
DNMG150612-DF 1.2 | 0.2-2.5 |0.10-0.35 °
SF DNMG110404-SF 0.4 |0.05-0.50|0.05-0.25 °
DNMG150404-SF 0.4 |0.05-0.50|0.05-0.25 °
g DNMG150408-SF 0.8 |0.05-0.50(0.10-0.35 .
DNMG150604-SF 0.4 |0.05-0.50|0.05-0.25 °
Finishing | DNMG150608-SF 0.8 |0.05-0.50/0.10-0.35 °
® Ex stock © 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 A***-PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
e o‘. .’ y '\. ve
A231 A240 A241 A254 A255 A326 A327
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A62



Negative inserts General turni ng

O  Ideal machining conditions DNMG | L 1.C S d
€3 Normal machining conditions 1104 | 116 | 9525 | 476 | 381
Turning inserts §%  Unfavourable machining conditions 1506 | 155 | 127 | 635 | 5.16
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE STAY) O8O0
M o8 OO&BBHO0B0
K OSBHBB
N o0 o
S OCOBBRO O
H
mmNmNNmmNmeC\Jl-—NmLDO‘— \—.—-L—J
IS0 v, f |[SfuguwrRgelundoocg&aguinn 5o
OUB000U==0R000000URAKRIVEL |=&
[oa R e R e'a N ea e W a'a W a'a Wi a a W a'a B a'a Qo' S ) lfa'a Wi a'a Wi o'a Wi a'a B o'a W 2 Wil a'a | I~ I~ [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
XE DNMG110404-XF 0.4 |0.5-2.0/0.1-0.25| @
DNMG110408-XF 0.8 [0.5-2.0/0.1-0.30| o
‘ DNMG150604-XF 0.4 |0.5-2.5/0.1-0.25| ® °
DNMG150608-XF 0.8 |0.5-2.5/0.1-0.30 | ® °
Finishing DNMG150612-XF 1.2 10.5-2.5(/0.1-035| @ °
DNMG110404-XM 04 [1-385(0.2-04 | e o
XM DNMG110408-XM 08 [1-385(/0.2-04 | e o
DNMG110412-XM 1.2 |1-3.85| 0.2-06 | ® o
’ DNMG150604-XM 04 [1-525|02-04 |® .
DNMG150608-XM 08 [1-525(0.2-04 | e °
Medium Cut
DNMG150612-XM 1.2 |1-525| 0.2-06 | ® °
DNMG150616-XM 1.6 | 1-5.25(0.2-0.65| @ °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***.PDSNR/L A***-PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
~ ! [t
.’. o © . ’ ve
A231 A240 A241 A254 A255 A326 A327
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

DNMG L 1.C S d
O  Ideal machining conditions 1104 | 116 | 9525 476 | 381
€3 Normal machining conditions 1504 | 155 | 127 | 476 | 5.16
Turning inserts €8 Unfavourable machining conditions 15008 155 | 127 | 635 | 5.16
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO®BHBR SERY O&0
M o8B OO0&BBHOO0B0
K OBHB®B
N ©]@) O
S OCOBBHBO O&%
H
mmNMNNm‘“NmN%\J"—NmmO‘— ‘_\—E
IS0 r | a f |S2hghhugolunsSocgRS 3 oo
. U000 0U=S=0R00000LUROGRIVUELY =&
[ R e W wa R aa e e i a Qi aa Ji aa R aa Qi e} o'a ifa'a Wi a'a i a'a i o'a WS Wa o} [—lib—l B~ an
S>>>>>>>>>>F>>>>>>>55> |[>>
DNMG110404-DM 0.4 |0.4-5.0| 0.1-0.3 ) °
DNMG110408-DM 0.8 |0.5-5.0/0.15-0.50 ° °
DNMG110412-DM 1.2 |0.8-5.0/0.18-0.50 ) °
DM DNMG150404-DM 04 |0.4-6.0| 0.1-0.3 ) °
S»/ DNMG150408-DM 0.8 |0.5-6.0/0.15-0.50 ° °
DNMG150412-DM 1.2 |0.8-6.0|0.18-0.60 ¢} °
Medium Cut| DNMG150604-DM 04 | 1-6 |0.23-0.65 ° °
DNMG150608-DM 0.8 |0.5-6.0|0.15-0.50 o e ° °
DNMG150612-DM 1.2 10.8-6.0(0.18-0.60 o e °
DNMG150616-DM 1.6 1-6 |0.23-0.65 o e °
DNMG110404-PM 0.4 |0.4-5.0| 0.1-0.3 °
DNMG110408-PM 0.8 |0.5-5.0/0.15-0.50 o °
DNMG110412-PM 1.2 |0.8-5.0/0.18-0.50 o
PM DNMG150404-PM 0.4 |0.4-6.0| 0.1-0.3 o
',-// DNMG150408-PM 0.8 |0.5-6.0/0.15-0.50 () ° ° °
()
e DNMG150412-PM 1.2 |0.8-6.0|0.18-0.60 o o
DNMG150416-PM 1.6 1-6 |0.23-0.65 o
Medium Cut
DNMG150604-PM 0.4 |0.4-6.0| 0.1-0.3 ° ° o
DNMG150608-PM 0.8 |0.5-6.0/0.15-0.50 ° o0 °
DNMG150612-PM 1.2 |0.8-6.0|0.18-0.60 () ° °
DNMG150616-PM 1.6 1-6 |0.23-0.65 °
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***.PDSNR/L A***-PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
7 ' o
.». o ® 5 ’ '\. g,
A231 A240 A241 A254 A255 A326 A327
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

O  Ideal machining conditions DNMG | L 1.C S d
€3 Normal machining conditions 1506 | 155 | 127 | 635 | 5.16
Turning inserts €2 Unfavourable machining conditions
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE STAY) OIX@)
M o8 OOBHBHBOO0BO
K OSBHBB
N o0 O
S QOBHBBO O
H
mmNmNNmmNmeC\Jln—NLnLno-— ‘—\—E
IS0 rloa, f |Spwugnuoge-nndocce828nhn 5o
CD800U0U=S=0R00000UROKRVEY =&
[oa R o' R o'a e e W a'a Qi a2 W2 a Qi a'a B a'a Qo' S} lfa'a Wi a'a Wi o'a Wi 'a B 'a N 2 Wla' |l I~il I~ [ala)
S>>>>>>>>>>>>>>>>>>>5> |>>
M DNMG150612-ZM 1.2 |1.0-5.5[0.15-0.60 o °
Medium Cut
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***_.PDSNR/L S***.PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
e s y =
A231 A240 A241 A254 A255 A326 A327
A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

DN** L 1.C S d
O  Ideal machining conditions 1104 | 116 | 9525 476 | 381
€3 Normal machining conditions 1504 | 155 | 127 | 476 | 5.16
Turning inserts €8 Unfavourable machining conditions 15008 155 | 127 | 635 | 5.16
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHR SR o880
M O OOBBBOOBI0O
K OBHBB
N 00 o8
S QOBHBHBO o8
H
[s2) NN RN N'?\Jl-—mm-.n — -—\—E
150 r | oa f o |Sobhg@aangoTbnso8g 828l 5o
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DNMG110404-EF 0.4 |0.1-1.5/0.05-0.20 o °
EF DNMG110408-EF 0.8 |0.1-1.5| 0.1-0.4 o °
DNMG150404-EF 0.4 |0.1-1.5/0.05-0.30 °
‘@? DNMG150408-EF 0.8 |0.1-1.5| 0.1-0.4 °
- DNMG150604-EF 0.4 |0.1-1.5/0.05-0.30 °
Finishing | DNMG150608-EF 0.8 |0.1-1.5| 0.1-0.4 °
DNMG150612-EF 1.2 10.1-1.5]0.15-0.50 °
EM DNMG150604L-FM 0.4 |0.5-3.0/0.05-0.30 ° °
DNMG150604R-FM 0.4 |0.5-3.0/0.05-0.30 ° ° °
’ DNMG150608L-FM 0.8 |0.5-3.0| 0.1-0.5 o ° °
DNMG150608R-FM 0.8 |0.5-3.0| 0.1-0.5 ° ° °
Finishing
NF DNEG150404-NF 0.4 |0.2-3.0/0.05-0.30 o
DNEG150408-NF 0.8 |0.2-3.0| 0.1-04 o
DNEG150604-NF 0.4 |0.2-3.0/0.05-0.30 o e o
DNEG150608-NF 0.8 |0.2-3.0| 0.1-04 o e
Finishing
NGF DNEG150608-NGF 0.8 |0.2-3.0/0.05-0.40 °
DNEG150612-NGF 1.2 10.2-3.0| 0.1-0.5
=/
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
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***.PDSNR/L A***-PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
- P
.’. o /® ® y .\o re
A231 A240 A241 A254 A255 A326 A327
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A66



Negative inserts General turni ng

DNMG L I.C S d
O  Ideal machining conditions 1104 | 116 19525 476 | 3.81
€3 Normal machining conditions 1504 | 155 | 127 | 476 | 5.16
Turning inserts &8 Unfavourable machining conditions 15E8m 155 | 127 | 635 | 5.16
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOHBHBER SEA OO0
M O OOSBBBO0S0
K OBHBHB
N 00 o
S OOBBRO @)Y
H
mmNMNN”’"’Nme(\JI'—Nmmo‘— ‘_\—k‘_J
IS0 rloa f |E2hghbnRorunSccgRS 8y 5o
. D000 U=S=0R00000UROGRVEY =&
[ea o Qoo Moo lea MY ea B = a W el oo Wit s a Qi ca Wi aa | aa S a'a i a'a B a2 Wi a'a MY SV o |l [~ 4 an
S>>>>>>>>>>>>>>>>>>55> > >
EG DNMG150604-EG 04 | 1-3 ]0.05-0.30 ° °
— DNMG150608-EG 08 | 1-3 0.1-0.4 ° °
g DNMG150612-EG 1.2 | 1-3 | 0.2-06 o0 o0
Medium Cut
DNMG110404-EM 0.4 |0.5-4.4/0.05-0.30 ° °
DNMG110408-EM 0.8 {0.5-4.4/0.10-0.45 ° °
EM DNMG150404-EM 0.4 |0.5-6.410.05-0.30 o o
g DNMG150408-EM 0.8 |0.5-6.4|0.10-0.45 o °
DNMG150412-EM 1.2 |0.5-6.4| 0.1-0.6 o
Medium Cut| DNMG150604-EM 0.4 |0.2-6.4/0.05-0.30 [ B ] °
DNMG150608-EM 0.8 [0.5-6.4|0.10-0.45 [ N ] °
DNMG150612-EM 1.2 |0.5-6.4| 0.1-0.6 o0 °
NM DNMG150412-NM 1.2 |10.2-40| 0.2-0.6 o
P DNMG150608-NM 0.8 |0.2-4.0| 0.1-04 )
@ DNMG150612-NM 1.2 |0.2-4.0| 0.2-0.6 o e
Medium Cut
TC DNMG150608-TC 0.8 |{0.5-5.0/0.15-0.40 °
DNMG150612-TC 1.2 |0.5-5.0| 0.2-0.6 °
Medium Cut
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***.PDSNR/L A***-PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
/ ' )
.’. o /® ® ’ .\. re
A231 A240 A241 A254 A255 A326 A327
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

O  Ideal machining conditions DNMG | L 1.C ) d
€3 Normal machining conditions 1506 | 155 | 127 | 635 | 5.16
Turning inserts €2 Unfavourable machining conditions
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBER SR O8I0
M (OF%) OOBH O&0
K © &8
N 00 o8
S OOBHB o8
H
mmNmNNmmNmer\Jl-—NLnLno\— ,_‘_f;)
150 r|oa | f |SphophogosbnsoSgyRgnln 55
CB800U00U=S=0R00000URORIVEY =&
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>>>>>>5>>>>>>>>>>>>>>> |>>
TK DNMG150608-TK 0.8 |0.2-04| 0.2-04 o
’ DNMG150612-TK 1.2 |0.2-0.4| 0.2-0.45 o
Medium Cut
DR DNMG150608-DR 0.8 1-6 0.2-0.5 ° (]
p— DNMG150612-DR 1.2 1-6 |0.25-0.70 ° °
V=~
= DNMG150616-DR 16 | 1-6 [0.32-0.75 o
Roughing
SNR DNMG150608-SNR 0.8 |0.2-6.0| 0.1-0.5
e DNMG150612-SNR 1.2 |0.2-6.0| 0.2-0.6 °
Roughing
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***.PDSNR/L S***.PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
/ ' )
Je o o . ’ & ve
A231 A240 A241 A254 A255 A326 A327
A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

O  Ideal machining conditions DN** L 1.C S d
€3 Normal machining conditions 1506 | 155 | 127 | 635 | 5.16
Turning inserts €2 Unfavourable machining conditions
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P  OOO&HGE: STAY) OIX@)
M o8 OOBHBHBOO0BO
K OSBHBB
N o0 O
S QOBHBBO O
H
mmmmmmmmmmmg‘—mmmo‘— ‘—\—E
o) rloa SO e S RS ) T E P
UoVUUUVUUS=SORNOQ0UVUVVaAONYEY |[=q
[sa gl ca R ea R e W a'a o' M a e a R aa i o a 2 a R a2 | o' B 'a Wi e B a'a S a'a R AW o | (el I~ [ala)
S>>>>>>>>>>>>>>>>>>>5> |>>
Flat DNMA150604 0.4 |0.2-6.0| 0.1-0.3 ° o
DNMA150608 0.8 |0.2-6.0| 0.1-0.6 () ()
_ﬁ/ DNMA150612 12 0.2-6.0/0.15-0.70 o o
DNMA150616 1.6 |0.2-6.0| 0.2-0.8 o
Medium Cut
ER DNMG150608-ER 0.8 2-6 |0.15-0.55 o
... | DNMG150612-ER 1.2 2-6 10.25-0.80 o
A
Roughing
® Ex stock © On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
Tool holder
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°
‘». 0,7. o’ y e
A231 A240 A241 A254 A255 A326 A327
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

O  Ideal machining conditions DNMM | L 1.C ) d
A €3 Normal machining conditions 1506 | 155 | 127 | 635 | 5.16
Turning inserts €2 Unfavourable machining conditions
DN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
= P OOOGHE SR O8I0
c
'z M (OF%) OOBHBHBOODBIO
S
2 K OBBB
N 00 O
S OOBHBBO O
H
mmNmNNmmNmer\Jl-—NanO\— ,_‘_f;)
150 roa f [Splonilgo ndoogRe8nine |55
P OB0U0U00U==0R0000LURDQUEL =&
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>>>>>>5>>>>>>>>>>>>>>> |>>
DR DNMM150608-DR 0.8 |0.7-6.0{0.20-0.55 ° °
—~F DNMM150612-DR 1.2 1-6 |0.25-0.70 ° o0
2 J DNMM150616-DR 16 |1.5-6.0|0.32-0.90 o o
= Roughing
ER DNMM150608-ER 0.8 |0.7-6.0|0.20-0.55 o
—— DNMM150612-ER 1.2 1-6 |0.25-0.70 o
,/0/
C Roughing
HDR DNMM150608-HDR 08 | 1-7 |0.25-0.60 o
. | DNMM150612-HDR 1.2 1-7 0.3-0.8 ¢}
L "
& DNMM150616-HDR 1.6 [15-7.0| 0.4-1.0 o
(@)}
£
= Roughing
()
LR DNMM150608-LR 0.8 2-6 0.1-0.6 ° ° °
. DNMM150612-LR 1.2 2-6 0.2-0.8 ° o
DNMM150616-LR 1.6 2-6 |0.25-1.00 )
D Roughing
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
c HW Uncoated carbide
© O
2 B
B E Tool holder
E el DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***-PDSNR/L S***.PDUNR/L
= Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
/ ' )
A231 A240 A241 A254 A255 A326 A327
X
O]
©
=
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

O  Ideal machining conditions SNMG L 1.C S d
€3 Normal machining conditions 09 03 | 9.525 | 9.525 | 3.18 | 3.81
Turning inserts §%  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 5.16
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P  OOO&HGE: STAY) OIX@)
oo~ ! — M 08 009990080
o K o8BS
" N ]¢) o)
AT S S 008BBO 08
<] H
[52) NN DN NLr\JJ‘—Nan — l—\_-L—)
IS0 r | a f |SohgoRblgo?nnBosgR e 5o
P CB80U0U==0R00000UROGKUVUEL =&
[oa R o' R o'a e e W a'a Qi a2 W2 a Qi a'a B a'a Qo' S} lfa'a Wi a'a Wi o'a Wi 'a B 'a N 2 Wla' |l I~il I~ [ala)
SS>>>>>>>>>>>>>>>>>>>>> |>5>
SNMG120404-ADF 04 | 0.5-5.0 | 0.1-0.3 ° °
SNMG120408-ADF 0.8 | 0.5-5.0 |0.12-0.50 ° °
SNMG120412-ADF 1.2 1-5 0.2-0.6 [ °
DF SNMG120408-DF 08 | 03-15 | 0.1-04 ()
ST SNMG120412-DF 1.2 |0.35-1.50|0.15-0.50 [}
(@)
el
e
Finishing
SNMGO090304-SF 0.4 |0.05-0.50/0.05-0.20 °
o~ | SNMGO090308-SF 0.8 |0.05-0.50|0.10-0.35 o
SNMG120404-SF 0.4 |0.05-0.50|0.05-0.20 o
SNMG120408-SF 0.8 |0.05-0.50/0.10-0.35 o
Finishing
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
®
UJ LJ
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***.pPSKNR/L
Kr: 75° Kr: 45° Kr: 75°
4 o
®
A258 A259 A329
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

SNMG L 1.C S d
O  Ideal machining conditions 0903 | 9525 | 9525 | 3.18 | 381
€3 Normal machining conditions 1204 | 127 | 127 | 476 | 5.16
Turning inserts €8 Unfavourable machining conditions 1500 1587515875 635 | 635
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOOMBHE STAX) O&0
I I — m 08 008B80080
. o | S,
~ g K OBBB
‘\m ﬁd
s N 00 08
S |
AT S S C0BBHO 08
| H
o0 NMm NN DM N Ng.—mmm — -—Fk-—)
150 r | oa f |GohgRangolbinscSg 88 5o
. UBLU0U00U==0R0clU0UVUROQYEL =X
[ R e W wa R aa e e i a Qi aa Ji aa R aa Qi e} o'a ifa'a Wi a'a i a'a i o'a WS Wa o} [—lib—l B~ an
S>>>>>>>>>>F>>>>>>>55> |[>>
SNMG090304-EF 0.4 |0.5-2.0]0.05-0.30 ° °
SNMG090308-EF 0.8 |0.5-2.0|0.05-0.40 ° °
SNMG090312-EF 1.2 |0.5-2.0|0.05-0.45 o
SNMG120404-EF 0.4 |0.8-3.0/0.05-0.30 °
SNMG120408-EF 0.8 |0.8-3.0| 0.1-04 °
S SNMG120412-EF 1.2 |0.8-3.0|0.15-0.45 °
Finishing
SNMG150608-EF 08 | 14 | 01-04
SNMG150612-EF 1.2 1-4 |0.15-0.45 o
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
®
UJ LJ
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***_pPSKNR/L
Kr: 75° Kr: 45° Kr: 75°
4 o
®
A258 A259 A329
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

Turning

Milling

N

Drilling

SNMG L 1.C S d
O  Ideal machining conditions 1204 | 127 | 127 | 476 | 5.16
& Normal machining conditions 1506 |15.875|15.875| 6.35 6.35
Turning inserts &8 Unfavourable machining conditions 1908 1905 [ 1905 | 635 | 7.94
HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOOMBHGEE DB o8O0
S I — M L% 008880080
. o | S,
~ g K OBBB
‘\m gd
s N 00 08
S~ |
AT S s 008880 o8
| H
mmNMNN”’mNmNg'—Nmmo'— ‘_'—k‘i
IS0 r | oa f |SenghnnnolhhinSdccg R 5o
° D000 U=S=0R00000URDGKVEY =&
faJea R ea R ea W aa W ea e e a R aa Jif e a S aa Y aa ) le'a M 'a Wi o'a M e'a Wi c'a WY WY c'a | =il I~ [ala)
S>>>>>>>>>>>>>>>>>>5>5> > >
XF SNMG120404-XF 0.4 |0.5-2.5/0.1-0.25| @ °
- SNMG120408-XF 0.8 |0.5-2.5/0.1-0.30| ® °
Finishing
SNMG120404-XM 04 | 1-42 | 0.2-04 |o o
SNMG120408-XM 08 | 1-42 | 0.2-04 | e °
SNMG120412-XM 1.2 | 1-42 | 0.2-06 |® °
XM SNMG120416-XM 1.6 | 1-4.2 |0.2-0.65| 0 o
SNMG150608-XM 0.8 | 1-525| 0.2-04 | e °
SNMG150612-XM 1.2 |1-525| 0.2-06 | ® °
SNMG150616-XM 1.6 | 1-5.25]0.2-0.65| 0 °
Medium Cut
SNMG190608-XM 0.8 | 1-6.65 | 0.2-04 | o o
SNMG190612-XM 1.2 | 1-6.65| 0.2-0.6 | © o
SNMG190616-XM 1.6 | 1-6.65 |0.2-0.65| 0 o
SNMG190624-XM 24 11-665|0.2-1.2 |0 o
® Ex stock o0 On demand HC' Coated carbide
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°
y @ X
- = > : 4
UJ LJ
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***.pPSKNR/L
Kr: 75° Kr: 45° Kr: 75°
4 o
®
A258 A259 A329
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

SNMG L 1.C S d
09 03 | 9.525 | 9.525 | 3.18 | 3.81
O  Ideal machining conditions 1204 | 127 | 127 | 476 | 5.16
@ Normal machining conditions 1506 |15.875|15.875| 6.35 6.35
Turning inserts €8 Unfavourable machining conditions 19106 | 1905 | 19.05) 635 | 7.94
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOO®MBHE SR O&0
T n — M o) 008BBHO0HO
) = | S,
=~ g K OBBB
‘\ﬂ.\ ad
U N 00 08
S o |
A S s COBHBBO o8
| H
o0 NN DN NKN)-—NIJ\In — —.-E
150 r | oa f [S-hgRbhlge-bSosgR8 i 5o
. UBUU00U==0R00ULLUVUROQUEY =X
[oa Jya Qs e e W s Q< W< Wy wa N e e B wa | I 'a WY o'a WY o'a WY 'a W c'a S WY c'a | =i~ I~ [alya)
S>>>>>>>>>>>>>>>>>>>>> |[>>
SNMG090304-PM 04 |04-45| 0.1-0.3 o
SNMG090308-PM 0.8 |0.5-4.5{/0.15-0.50 o ° °
SNMGO090312-PM 1.2 |0.6-4.5| 0.2-0.6 o
PM SNMG120404-PM 04 |0.4-6.0| 0.1-0.3 ° o o
@B | SNMG120408-PM 0.8 |0.56.0 0.15-0.50 o o .
W | SNMG120412-PM 1.2 {0.8-6.0/0.18-0.60 o o .
Medium Cut| SNMG120416-PM 16 | 1-6 |0.23-0.65 o o o
SNMG150608-PM 0.8 |0.7-7.5]0.14-0.50 o o
SNMG150612-PM 1.2 |0.8-7.5|0.18-0.60 o ° °
SNMG190612-PM 1.2 |1.0-7.5|0.20-0.65 o °
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr:75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
®
UJ LJ
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
4 o
®
A258 A259 A329
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

SNMG 1.C S d
09 03 | 9.525 | 9.525 | 3.18 | 3.81
O  Ideal machining conditions 1204 | 127 | 127 | 476 | 5.16
€ Normal machining conditions 1506 |15.875]15.875| 635 | 635
Turning inserts €8 Unfavourable machining conditions 19106 | 1905 | 19.05) 635 | 7.94
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOOLHR SER 080
orc = — M oL COBBB00B0
) o | S,
=~ : K OBHB
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N\ N 00 oF:
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. UBLUU0U=S=o0R00uLLVURARVELY =&
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S>>>>>>>>>>>>>>>>>>>5> |>>
SNMG090304-DM 0.4 |0.4-45| 0.1-0.3 ° °
SNMG090308-DM 0.8 |0.5-4.5/0.15-0.50 ° °
SNMG120404-DM 04 |0.4-6.0| 0.1-0.3 ° °
ﬂ SNMG120408-DM 0.8 |0.5-6.0/0.15-0.50 ° ® O
(@) | SNMG120412-DM 1.2 |0.8-6.00.18-0.60 o o
W | SNMG120416-DM 16| 1-6 |0.23-0.65 o e
Medium Cut| SNMG150608-DM 0.8 {0.8-7.5| 0.1-0.5 ° °
SNMG150612-DM 1.2 |0.8-7.5/0.18-0.60 ° °
SNMG190612-DM 1.2 1-9 |0.18-0.60 ° °
SNMG190616-DM 1.6 1-9 ]0.23-0.65 o °
EG SNMG120408-EG 0.8 {0.5-4.0| 0.1-0.5 ° oo
. SNMG120412-EG 1.2 |0.5-4.0| 0.2-0.6 ° °
Medium Cut
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr:75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
®
UJ LJ
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***_.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
.' = '.
A258 A259 A329
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

A76

O  Ideal machining conditions SNMG L 1.C S d
A €3 Normal machining conditions 1204 | 127 | 127 | 476 | 5.16
Turning inserts §%  Unfavourable machining conditions 1506 |15.875|15.875| 6.35 | 6.35
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
o 90" P looOBe® 86 080
c
= oot — M oL COBBBO0E0
— ° S,
"\ N 00 o8
AT S s 008680 o8
| H
Mmmmmmmmmmmg-—mmmo\— -—\—8
IS0 roa f |Sphaguinldgonecegag8 el |55
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S>E>>>>>>>>>>>>>>>>>>5> |>>
SNMG120404-EM 0.4 |0.50-6.35|0.05-0.30 o °
SNMG120408-EM 0.8 |0.50-6.35|0.20-0.45 L) °
2 SNMG120412-EM 1.2 |0.50-6.35|0.25-0.60 oo .
g SNMG120416-EM 1.6 |0.50-6.35|0.30-0.75 o
Medium Cut| SNMG150612-EM 1.2 | 0.5-8.0 |0.25-0.60 o e °
SNMG150616-EM 1.6 | 0.5-8.0 [0.30-0.75 o °
TC SNMG120404-TC 0.4 | 0.5-5.0 |0.08-0.25 °
SNMG120408-TC 0.8 | 0.5-5.0 |0.15-0.40 ° °
C . SNMG120412-TC 1.2 | 05-5.0 | 0.2-0.5 ° °
SNMG150616-TC 1.6 1-7 0.2-0.7 °
Medium Cut
TK SNMG120412-TK 1.2 | 0.2-04 | 0.2-0.45 °
o
£
o Medium Cut
® Ex stock o 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
c Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
© 9 o -
2 B ot i
£ E -
— ‘E ° ®
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***.pSKNR/L
E Kr: 75° Kr: 45° Kr: 75°
4 o
® '.
>< .
O]
2
- A258 A259 A329
System code A48 Grade selection A42 Technical info A501 Cutting data A366



Negative inserts General turni ng

SNMG L 1.C S d

1204 | 127 | 127 | 476 | 5.16
1506 |15.875|15.875| 635 | 6.35
1906 | 19.05 | 19.05 | 635 | 7.94
2509 | 254 | 254 | 9525 | 9.12

O  Ideal machining conditions
€ Normal machining conditions

Turning inserts g% Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOOBHGEE: SRR OF¥@)
T — n — M ol 008BB00BO
) o | S,
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S>>>>>>>>>>>>>>>>>>55> > >
NM SNMG120408-NM 0.8 | 0.5-5.0 | 0.1-0.4 o e o
SNMG120412-NM 1.2 | 0.5-5.0 |0.15-0.50 o
Medium Cut
SNMG120408-DR 0.8 | 0.7-7.0 | 0.2-0.5 ° ° °
SNMG120412-DR 1.2 1-7 10.25-0.70 [N ) o °
DR SNMG120416-DR 1.6 | 1.5-7.0 |0.32-0.75 o ° ° °
m SNMG150612-DR 1.2 1-8 ]0.25-0.70 [ () [
)%QA\ SNMG150616-DR 1.6 | 1.5-8.0 | 0.3-0.8 o ° o o
SNMG190612-DR 1.2 1-10 |0.25-0.70 ° [N °
Roughing
SNMG190616-DR 1.6 |1.5-10.0| 0.3-0.8 |0 oo o0 o0 o °
SNMG190624-DR 24 | 2-10 ]0.32-0.90 e O
SNMG250924-DR 24 2-15 0.4-1.2 ® O
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
®
o @
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
¢ 4 o
A258 A259 A329
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

SNMG L 1.C S d
A O  Ideal machining conditions 1204 | 127 | 127 | 476 | 5.16
I3 Normal machining conditions 1506 |15.875|15.875| 6.35 6.35
Turning inserts €8 Unfavourable machining conditions 1908 1905 | 1905 | 635 | 7.94
o SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
£ 90° P COO®B&BS 88 080
S
E I I — m 08 O 8898 090
. o | S,
~ g K OBBB
‘\m ﬁd
s N 00 08
S |
AT S s 0 888 08
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S>E>>>>>>>>>>>>>>>>>>5> 5>
ER SNMG120408-ER 0.8 | 2.0-7.6 |0.20-0.55 o o
2 Téf\ SNMG120412-ER 12 | 2076 | 03-06 oo
g \ | SNMG150612-ER 12 [ 2.0-96 | 03-06 o o
SNMG190612-ER 1.2 |2.0-11.4| 0.3-0.6 o
Roughing
SNMG190616-ER 1.6 |2.0-11.4/0.35-0.80 [elNe)
SNMG120408-SNR 0.8 1-4 0.2-0.6 () °
Roughing
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
2 HC2 Coated cermet
= HW Uncoated carbide
a
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
D .
o @
— g A232 A242 A244 A245 A246 A256 A257
s
_E = MSKNR/L MSDNN S***.PSKNR/L
RS Kr: 75° Kr: 45° Kr: 75°
s
4 o
®
E A258 A259 A329
x
(3}
o
£
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

SNMM L 1.C S d

1506 |15.875]15.875| 635 | 6.35
1906 | 19.05 | 19.05 | 635 | 7.94
2507 | 254 | 254 | 794 | 9.12

O  Ideal machining conditions
€ Normal machining conditions

Turning inserts €8 Unfavourable machining conditions 2509 | 254 | 254 | 9525 | 912
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOOBHGEE: SRR OF¥@)
T — I _ M of) QOBHBBO0GIO
. P N
2 N K OBBB
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e N 00 08
= |
At S 3 00BS8SO oL
| H
[5) NN DN Ng.—r\lmm — —.-B
) r | a f |SowmoRblgotnnSoogRadnn oo
. UBLUU0U=S=o0R00uLLVURARVELY =&
[oa e R ea R ea R eva W2 R o W ~a R va [ a'a S va i e |l [ a'a B a'a Wi w'a B a'a N 'a Ny aWYa a | [P~ [P4 [alya)
S>>>>>>>>>>>>>>>>>>55> > >
SNMM150612-DR 1.2 1-7 ]0.25-0.60 °
SNMM150616-DR 1.6 | 1.5-9.0 {0.32-0.90 o oo
SNMM190608-DR 0.8 |2.0-10.5|0.25-0.50 o
SNMM190612-DR 1.2 |2.0-10.5/0.25-0.60 °
SNMM190616-DR 1.6 |2.0-10.5/0.35-0.90 °
SNMM190624-DR 24 12.0-10.5| 0.4-1.1 o 0o 0
Roughing
SNMM250716-DR 1.6 |2.5-12.,5| 04-1.0 °
SNMM250724-DR 24 125-125| 0.5-1.2 o °
SNMM250924-DR 24 125-125| 0.5-1.2 o0
ER SNMM250724-ER 2.4 12.8-18.0|0.45-1.40 ° o e
-~ | SNMM250732-ER 3.2 12.8-18.0/0.32-1.40 °
z SNMM250924-ER 2.4 12.8-18.0|0.45-1.40 ® O o
SNMM250932-ER 3.2 [2.8-18.0]0.55-1.80 °
Roughing
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
®
o @
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN
Kr: 75° Kr: 45°
4 o
®
A258 A259
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

SNMM L 1.C S d
12 04 12.7 12.7 4.76 5.16
QO Ideal machining conditions 1506 |15.875|15.875| 6.35 6.35
€ Normal machining conditions 1906 | 19.05 | 19.05 | 635 | 7.94
Turning inserts €8 Unfavourable machining conditions 2509 | 254 | 254 | 9525 | 912
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOO®MBHE SR O&0
T n — M o) 008BBHO0HO
) o | S,
=~ g K OBBB
‘\ﬂ.\ Qd
S N 00 08
S o |
A S s 00860 o8
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IS0 r| o a f |82088hhnnorhbnocSgRg8bgn 5o
: UBUU0U==0R00LLLUVUROQYEYL =X
[oaJiya Qs e e W s By <a N e R aa W i wa B aa | I 'a WY o'a WY o'a WY 'a M c'a S WY c'a | =i~ I~ [alya)
S>>>>>>>>>>>>>>>>>>55> |[>>
SNMM120408-LR 0.8 1-6 0.1-0.5 o °
SNMM120412-LR 1.2 1-6 0.2-0.6 o °
SNMM120416-LR 1.6 1-6 0.25-0.70 [¢]
SNMM150612-LR 1.2 | 1.5-7.0 | 0.1-0.5 °
SNMM150616-LR 1.6 | 1.5-7.0 | 0.1-0.5 o o
SNMM190612-LR 1.2 2-10 [0.25-0.70 o °
Roughing
SNMM190616-LR 1.6 2-10 0.3-1.0 o °
SNMM190624-LR 24 2-10 0.3-1.1 o °
SNMM250924-LR 24 |3.0-125| 0.3-1.2 o ® O
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
®
UJ LJ
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***_PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
4 o
®
A258 A259 A329
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

SNMM L 1.C S d

1204 | 127 | 127 | 476 | 5.16
1506 |15.875|15.875| 635 | 6.35
1906 | 19.05 | 19.05 | 6.35 | 7.94
2507 | 254 | 254 | 794 | 9.12
2509 | 254 | 254 | 9525 | 9.12

O Ideal machining conditions
€3 Normal machining conditions

Turning inserts g8 Unfavourable machining conditions
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOO&BHBE SRR OF*@)
ol R — M 0 008BG3008(0
. . | B
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SNMM120408-HDR 0.8 1-6 0.1-0.6 [
SNMM120412-HDR 1.2 | 1.5-6.0 | 0.2-0.7 o
SNMM150608-HDR 0.8 1-7 0.2-0.6 )
HDR SNMM150612-HDR 1.2 1-7 10.25-0.70 () °
=T,
¥y | SNMM150616-HDR 1.6 | 1.5-9.0 |0.32-1.00 o
Wy | SNMM190612-HDR 1.2 |2.0-10.5/0.25-0.70 o o
Roughing | SNMM190616-HDR 1.6 |2.0-10.5/0.35-1.00 ° o
SNMM190624-HDR 24 12.0-10.5| 04-1.2 °
SNMM250724-HDR 24 125-125| 05-14 °
SNMM250924-HDR 24 |25-125| 0.5-1.4 ) (3N}
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
®
UJ LJ
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***_.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
4 o
® .®
A258 A259 A329
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

O  Ideal machining conditions SNMM | L 1.C S d
€3 Normal machining conditions 1906 | 19.05 | 19.05 | 635 | 7.94
Turning inserts §%  Unfavourable machining conditions 2509 | 254 | 254 | 9525 | 9.12
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOOGHE SR @)%@)
oo I — m o8 009890080
o K 0BBY
L\ N 00 o8
AT S s 008680 o8
<] H
Mmmmmmmmmmmg-—mmmo\— -—\—E;)
150 rloa f [EnBSmmilenunSosg 888 |53
UB0000U==0R00000URXaRVEY =&
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S>E>>>>>>>>>>>>>>>>>>5> |>5>
SNMM190616-HPR 1.6 [2.0-10.5/0.35-1.00 °
SNMM190624-HPR 24 12.0-10.5| 04-1.2 o °
SNMM250924-HPR 24 |2.0-125| 0.5-1.4 o LI
Roughing
® 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°
®
o? .® o '
o @ O
A242 A244 A245 A246 A256 A257 A258
A48 Grade selection A42 Technical info A501 Cutting data A366

System code

A82



Negative inserts General turni ng

SNMG L 1.C S d
O  Ideal machining conditions 1204 | 127 | 127 | 476 | 5.16
€3 Normal machining conditions 2507 | 254 | 254 | 794 | 912
Turning inserts &8 Unfavourable machining conditions 25008 254 | 254 | 9525 | 9.12
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOOMBHEE: DB o8O0
S I — M L% 008880080
. o | S,
~ . K OBBB
‘\m gd
s N 00 08
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AT S s 008BBO o8
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S>>>>>>>>>>>>>>>>>>55> > >
Basic SNMG120408 0.8 |0.5-6.0|0.1-0.6 ° °
‘ O ‘ SNMG120412 1.2 {0.5-6.0(0.1-0.7 o o
SNMG250724 24 19 |0.1-1.1
—_—
SNMG250924 24 19 |0.1-1.1
Medium Cut
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
_— =,
T 4 : -
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***.PSKNR/L
Kr: 75° Kr: 45° Kr: 75°
A258 A259 A329
A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

SN** L 1.C S d
12 04 12.7 12.7 4.76 5.16
QO Ideal machining conditions 1506 |15.875|15.875| 6.35 6.35
€ Normal machining conditions 1906 | 19.05 | 19.05 | 635 | 7.94
Turning inserts €8 Unfavourable machining conditions 2507 | 254 | 254 | 794 | 912
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOO®MBHE SR O&0
T n — M o) 008BBHO0HO
. /" I \~.\
A 2d K OBHBB
S N 00 08
S o |
AT S S 00860 o8
| H
o0 NN DN NKN)-—NIJ\In — —.-E
IS0 rloa f [Somonhblgo wnSoogR28 ol 5o
° UBUU0U==0R00LLLUVUROQYEYL =X
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S>>>>>>>>>>>>>>>>>>55> |[>>
SNMA120408 0.8 | 0.5-5.0 {0.1-0.5 oo 0
SNMA120412 1.2 | 0.5-5.0 |0.2-0.7 OO0 @O0
Flat SNMA120416 1.6 | 0.5-5.0 |0.2-1.0 O @ O
» SNMA150608 0.8 | 0.8-7.0 |0.1-0.5 o
- SNMA150612 1.2 | 0.8-7.0 |0.2-0.7 °
SNMA190612 1.2 | 0.8-7.0 |0.2-0.7 °
SNMA190616 1.6 | 0.8-7.0 [0.3-0.8 °
SNMM250724-1 24 12.0-125/0.3-1.2 L)
Basic
o
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
®
UJ LJ
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***_pPSKNR/L
Kr: 75° Kr: 45° Kr: 75°
? L
A258 A259 A329
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A84



Negative inserts General turni ng

O  Ideal machining conditions SNMM | L 1.C S d
€3 Normal machining conditions 1906 | 19.05| 19.05 | 635 | 7.94
Turning inserts §%  Unfavourable machining conditions 2509 | 254 | 254 | 9525 9.12
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P  OOO&HGE: STAY) OIX@)
oo~ ! — M 08 009990080
o K o8BS
" N ]¢) o)
AT S S 008BBO 08
Bl H
[52) NN DN NLr\JJ‘—Nan — l—\_-L—)
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[oa R o' R o'a e e W a'a Qi a2 W2 a Qi a'a B a'a Qo' S} lfa'a Wi a'a Wi o'a Wi 'a B 'a N 2 Wla' |l I~il I~ [ala)
S>>>>>>>>>>>>>>>>>>>5> |>>
SNMM190612 1.2 |1.5-10.5/0.2-0.7 o
Basic | snmm190616 16 |0.5-10.5]0.2-1.0 o
[ ) SNMM250924 24 12.0-125/0.3-1.2 °
® Ex stock o0 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°
®
o? .® 04 '
o @ O
A242 A244 A245 A246 A256 A257 A258
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

O  Ideal machining conditions SNUN L 1.C )
€3 Normal machining conditions 12 04 12.7 12.7 4.76
Turning inserts §%  Unfavourable machining conditions 1904 | 19.05 | 19.05 | 476
SN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOOGHE SR @)%@)
oo I m 0% 008550080
<y K OBBB
1= _1 -
5T N 00 o8
I
AT S S 00B6BS0 08
H
[50) NN DN NLC\JI-—NLnLn — -—\_8
) r|oa f |SohgoRblgonnBSoSgRa8 ol 5o
P CB80U0U00==0R00000URAKIVEL =&
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>E>>>>>>>>>>>>>>>>>>5> |>>
SNUN120408 0.8 |0.7-6.0| 0.2-0.5 °
Flat SNUN120412 1.2 |0.7-6.0|0.25-0.60 o o
SNUN190412 1.2 10.9-6.0(0.25-0.60 o
EE
® 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°
A296 A297 A299
A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

O  Ideal machining conditions TN L 1.C S d
€3 Normal machining conditions 1604 | 165 | 9.525 | 476 | 3.81
Turning inserts §%  Unfavourable machining conditions 2204 | 22 127 | 476 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE STAY) OIX@)
M o8 OO0&BBHO0S0
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N o0 O
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Mmmmmmmmmmr\lg‘—mmmo-— ‘—\—E
IS0 r a, f |Spugou@nofolunSoog8Sg i 5o
OUB0000U==0R000000URAKIVEL |=&
[oa R o' R o'a e e W a'a Qi a2 W2 a Qi a'a B a'a Qo' S} lfa'a Wi a'a Wi o'a Wi 'a B 'a N 2 Wla' |l I~il I~ [ala)
SS>>>>>>>>>>>>>>>>>>>>> |>5>
WG TNMX160408-WG 0.8 | 0.5-5.0 |0.15-0.70 ()
A TNMX160412-WG 1.2 | 0.8-6.0 [0.20-0.75 o
X
(S
Wiper
TNMG160404-ADF 0.4 | 0.5-5.0 |0.05-0.30 ° ()
TNMG160408-ADF 08 | 0.5-5.0 | 0.1-0.4 ° o e
TNMG160412-ADF 1.2 | 05-5.0 | 0.2-05 [] °
DF TNMG160404-DF 0.4 10.15-2.00|0.08-0.25 () [
N TNMG160408-DF 0.8 [0.15-2.00| 0.1-0.3 () °
S TNMG160412-DF 1.2 {0.35-1.50(0.15-0.50 ° °
TNMG220408-DF 0.8 | 03-1.5 | 0.1-04 ° °
Finishing | TNMG220412-DF 1.2 |0.35-1.50|0.15-0.50 °
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJNR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
& -/ " -
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***.PTFNR/L
Kr:91° Kr: 90°
‘/' /
A263 A330
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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O  Ideal machining conditions TNMG L 1.C S d
€3 Normal machining conditions 1604 | 165 | 9.525 | 476 | 3381
Turning inserts €2 Unfavourable machining conditions
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGHE SR o800
M (OF%) OOBHBHBOODBIO
K OBBB
N 00 o8
S OOBHBBO o8
H
Mmmmmmmmmmmg-—mmmo\— '—\—8
150 r ] a f o |SohoRblgerundoSg 828 npn 53
: OB0U0U00U==0R0000LURDQUEL =&
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>>>>>>5>>>>>>>>>>>>>>> |>>
SF TNMG160404-SF 0.4 |0.05-1.00|0.05-0.30 o °
TNMG160408-SF 0.8 |0.05-1.00/0.05-0.40 °
AN
—
Finishing
® 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 MTJNR/L MTJNR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
c’w s " .‘ o'
L] L)
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***.PTFNR/L
Kr:91° Kr: 90°
- \f
A263 A330
System code A48 Grade selection A42 Technical info A501 Cutting data A366

Ass



Negative inserts General turni ng

TNMG L 1.C S d
O  Ideal machining conditions 103 | 11 1635|318 | 2.26
€3 Normal machining conditions 1604 | 165 | 9525 476 | 3.81
Turning inserts &8 Unfavourable machining conditions 25 22 127 | 476 | 516
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOHBHBER DB o8O0
M O OOSBBBO0S0
K OBBB
N o0 o
S OCOBBRO O
H
IS0 r|oa f |Snwgnuoge-nndoSe828nhn 5o
. D000 U=S=0R00000UROGRVEY =&
fa Qe R e e e e i a R a R aa i aa R aa e} o'a Wifaa Wi a'a M a'a Wi o'a MY SV e o )l =i~ I~ an
S>>>>>>>>>>>>>>>>>>55> > >
TNMG110304-EF 0.4 |0.1-1.0/0.05-0.20 °
EF TNMG110308-EF 0.8 |0.1-1.0]0.05-0.40 °
; TNMG160404-EF 0.4 [0.1-1.5/0.05-0.30 ° °
A . - R
4 @ \ TNMG160408-EF 0.8 |0.1-1.5| 0.1-0.4 ° °
TNMG160412-EF 1.2 |0.2-2.5|0.15-0.40 o °
Finishing TNMG220404-EF 0.4 |0.5-2.5]0.05-0.25 o °
TNMG220408-EF 0.8 |0.5-2.5| 0.1-0.4 o °
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJINR/L MTJINR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
S ; L : 2
L] L)
A233 A247 A248 A249 A260 A261 A262
MTENR/L S***-PTFNR/L
Kr:91° Kr: 90°
- \}4
A263 A330
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

O  Ideal machining conditions TNMG L 1.C S d
€3 Normal machining conditions 1604 | 165 | 9.525 | 476 | 3.81
Turning inserts §%  Unfavourable machining conditions 2204 | 22 127 | 476 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBER SR O8I0
M (OF%) OO&BBHOO0HB0
K OBBB
N ©]@) o8
S COBBBO o8
H
Mmmmmmmmmmmg-—mmmo\— -—\—E;)
3 rloa, f |SgwmgumifclundScecg8gdnhn g
UBU00U==0R00000URXaRVUEY =&
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>E>>>>>>>>>>>>>>>>>>5> |>>
EM TNMG160404L-FM 04 |0.5-3.0| 0.1-0.3 ° °
TNMG160404R-FM 0.4 |0.5-3.0| 0.1-0.3 o ° °
A TNMG160408L-FM 0.8 [0.5-3.0/0.15-0.50 o ° )
TNMG160408R-FM 0.8 |0.5-3.0/0.15-0.50 ° ° °
Finishing
TNMG160404-XM 04 | 1-56 | 0.2-04 |e o
XM TNMG160408-XM 08 | 1-56 | 0.2-04 |e °
TNMG160412-XM 1.2 | 1-56 | 0.2-06 |e °
TNMG160416-XM 1.6 | 1-5.6 | 0.2-0.65 |© °
TNMG220408-XM 08 | 1-7.7 | 0.2-04 |e °
Medium Cut
TNMG220412-XM 1.2 | 1-7.7 | 0.2-06 |e °
TNMG220416-XM 16 | 1-7.7 | 0.2-0.65 | O °
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTINR/L MTINR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
& -/ - -
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***_PTFNR/L
Kr:91° Kr: 90°
A263 A330
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A90



Negative inserts General turni ng

TNMG L I.C S d
O  Ideal machining conditions 103 | 11 1635|318 | 2.26
€3 Normal machining conditions 1604 | 165 | 9525 476 | 3.81
Turning inserts &8 Unfavourable machining conditions 25 22 127 | 476 | 516
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOHBHBER DB o8O0
M O OOSBBBO0S0
K OBBB
N o0 o
S OCOBBRO O
H
mmNMNN”’"’NmNg'—Nmmo'— ‘_'—k‘_J
IS0 r|oa f |Snwgnuoge-nndoSe828nhn 5o
. D000 U=S=0R00000UROGRVEY =&
[ea o Qoo Moo lea MY ea B = a W el oo Wit s a Qi ca Wi aa | aa S a'a i a'a B a2 Wi a'a MY SV o |l [~ 4 an
S>>>>>>>>>>>>>>>>>>55> > >
TNMG110308-DM 0.8 |0.3-3.0| 0.1-0.4 o °
TNMG160404-DM 04 |04-5.0| 0.1-0.3 ° °
DM TNMG160408-DM 0.8 [0.5-5.0/0.15-0.50 ° ° o
./,%\, TNMG160412-DM 1.2 |0.8-5.0|0.18-0.60 ° °
s | TNMG220404-DM 04 |04-6.6| 0.1-0.3 () [
Medium Cut| TNMG220408-DM 0.8 |0.5-6.60.15-0.50 () °
TNMG220412-DM 1.2 |0.8-6.6|0.18-0.60 ° °
TNMG220416-DM 1.6 |1.0-6.6|0.23-0.65 ° °
TNMG110304-PM 04 |04-3.0| 0.1-0.3 °
TNMG110308-PM 0.8 |0.4-3.0/0.15-0.40 [}
PM TNMG160404-PM 0.4 |0.4-5.0| 0.1-0.3 () ° () ()
S TNMG160408-PM 0.8 |0.5-5.0/0.15-0.50 ° ° ° °
— TNMG160412-PM 1.2 |0.8-5.0/0.18-0.60 ° ° o o
Medium Cut| TNMG220408-PM 0.8 |0.5-6.6|0.15-0.50 o ° ° °
TNMG220412-PM 1.2 |0.8-6.6|0.18-0.60 o ° ° °
TNMG220416-PM 1.6 |1.0-6.6|0.23-0.65 o o
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
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°
=\ 4 / s
L)
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***.PTFNR/L
Kr:91° Kr: 90°
L
A263 A330
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

O  Ideal machining conditions TNMG L 1.C S d
€3 Normal machining conditions 1604 | 165 | 9.525 | 476 | 3381
Turning inserts €2 Unfavourable machining conditions
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGHE SR o800
M (OF%) OCO&BBHB O8O0
K OBBB
N 00 o8
S QOBHBB o8
H
Mmmmmmmmmmmg-—mmmo\— -—\—E;)
150 r] s | f |Sp@QRb0go-bunSoogl28 i 5o
CB800U00U=S=0R00000URORIVEY =&
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>>>>>>5>>>>>>>>>>>>>>> |>>
M TNMG160404-ZM 0.4 |0.5-5.0{0.08-0.30 °
TNMG160408-ZM 0.8 |0.5-5.0| 0.1-0.4 °
A TNMG160412-ZM 1.2 |0.5-5.0| 0.1-0.6 °
Medium Cut
TNMG160408-SNR 0.8 | 1-5.6 | 0.1-0.5 °
Roughing
® 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 MTJNR/L MTJNR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
"’ s " .‘ o'
L] L)
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***_.PTFNR/L
Kr:91° Kr: 90°
- \}4
A263 A330
A48 Grade selection A42 Technical info A501 Cutting data A366

System code

A92



Negative inserts General turni ng

O  Ideal machining conditions TNMG L 1.C S d
€3 Normal machining conditions 1604 | 165 | 9.525 | 476 | 3.81
Turning inserts §2  Unfavourable machining conditions 2204 | 22 | 127 | 476 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE STAY) OIX@)
M o8 OO0&BBHO0S0
K OSBHBB
N o0 O
S OCOBBRO O
H
mmNmNNmmNmeC\Jln—NLnLno-— ‘—\—E
IS0 rloa, f |Spwugnuoge-nndocce828nhn 5o
OUB0000U==0R000000URAKIVEL |=&
[oa R o' R o'a e e W a'a Qi a2 W2 a Qi a'a B a'a Qo' S} lfa'a Wi a'a Wi o'a Wi 'a B 'a N 2 Wla' |l I~il I~ [ala)
SS>>>>>>>>>>>>>>>>>>>>> |>5>
EG TNMG160404-EG 0.4 |0.5-4.0| 0.1-0.3 °
TNMG160408-EG 0.8 [0.5-4.0| 0.1-04 [ B ] °
A TNMG160412-EG 1.2 |0.5-4.0|0.15-0.50 ° °
Medium Cut
TNMG160404-EM 0.4 10.5-4.8/0.05-0.30 ® O °
EM TNMG160408-EM 0.8 [0.5-4.8|0.10-0.45 [ B ] °
A TNMG160412-EM 12 |05-48| 0.1-06 oo .
TNMG220408-EM 0.8 [0.5-6.6|0.10-0.45 o0 °
Medium Cut| TNMG220412-EM 1.2 |0.5-6.6| 0.1-0.6 o e °
TNMG220416-EM 1.6 |0.5-6.6|0.10-0.65 ° °
TC TNMG160404-TC 0.4 10.5-3.0/0.05-0.20 ° )
TNMG160408-TC 0.8 [0.5-3.0/0.08-0.25 ° °
‘ TNMG160412-TC 12 1-3 | 0.1-03 e o
TNMG220412-TC 1.2 1-6 |0.15-0.40 ° °
Medium Cut
TNMG220416-TC 1.6 1-6 0.2-0.5 °
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJNR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
=\ % # # s
® )
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***.PTFNR/L
Kr:91° Kr: 90°
L
A263 A330
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

TNMG L 1.C S d

16 04 | 16,5 | 9525 | 476 | 3.81
22 04 22 127 | 476 | 5.16
27 06 | 27.5 |15.875| 635 | 6.35

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts €8 Unfavourable machining conditions
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO®BHBR STAX) O&0
M O OO0&BBHOO0B0
K OBBB
N ©]@) o8
S OCOBBHBO o®8
H
150 r|oa f |SploRnlgotbndoog ]38 |55
: C800U00U=S=0R00000UROGRIVUELY =&
[ R e W wa R aa Wi e e N a Qi aa li aa R aa Qi e} o'a lfa'a Wi a'a i a'a S o'a MY S Ve o} [—ib~ el B~ [ala)
S>>>>>>>>>>>>>>>>>>55> > >
TNMG160408-DR 0.8 | 0.7-6.0 |0.20-0.55 ° ° ° °
TNMG160412-DR 1.2 1-6 |0.25-0.65 ° ° o °
TNMG220408-DR 0.8 | 0.7-7.0 |0.20-0.55 ° o
TNMG220412-DR 1.2 1-7 10.25-0.65 o ° °
TNMG220416-DR 1.6 | 1.5-7.0 |0.32-0.75 [ o °
Roughing
TNMG270608-DR 0.8 |1.5-12.0|0.35-0.55
TNMG270612-DR 1.2 2-12 10.35-0.75 o
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
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°
S ; L : 2
L] L)
A233 A247 A248 A249 A260 A261 A262
MTENR/L S***-PTFNR/L
Kr:91° Kr: 90°
- \}4
A263 A330
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

TN** L I.C S d
O  Ideal machining conditions 1604 | 165 | 9525 476 | 3.81
€3 Normal machining conditions 22 04 22 127 | 476 | 516
Turning inserts &8 Unfavourable machining conditions 27088 275> 15875 635 | 5.16
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHEH SEA OO0
M O OCOSBBBO0BO
K OHBH B
N o0 @)
S COBHBHO @)Y
H
mmNMNNm"’NmN%\J"—Nmmo‘— ‘_\—‘k_)
IS0 r|oa f |SpowmoRblgotnnSoogqadnln oo
. D000 U=S=0R00000UROGRVEY =&
[ea o Qoo Moo lea MY ea B = a W el oo Wit s a Qi ca Wi aa | aa S a'a i a'a B a2 Wi a'a MY SV o |l [~ 4 an
S>>>>>>>>>>>>>>>>>>55> > >
TNMM160408-DR 0.8 | 0.7-6.0 |0.20-0.55 o °
DR TNMM160412-DR 1.2 1-6 |0.25-0.70 )
+ TNMM220408-DR 0.8 | 0.7-8.0 |0.20-0.55 o )
A @0 | TNMM220412-DR 12| 18 [0.25-0.70 °
]
TNMM220416-DR 1.6 | 1.5-8.0 |0.32-0.90 o
Roughing
TNMM270612-DR 1.2 |2.5-11.0/0.25-0.70 o
TNMM270616-DR 1.6 |2.5-11.0| 0.3-0.9 o
ER TNMG160408-ER 0.8 | 2.0-5.6 |0.15-0.55 o
TNMG160412-ER 1.2 | 2.0-5.6 |0.15-0.60 o
//@\ TNMG220408-ER 0.8 | 2.0-7.7 |0.15-0.55 o
—
TNMG220412-ER 1.2 | 2.0-7.7 |0.15-0.60 o
Roughing
LR TNMM160408-LR 0.8 1-5 0.1-0.5 ° ° °
;‘ TNMM160412-LR 1.2 | 1.5-6.0 | 0.1-0.6 o o
=
Roughing
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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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°
& -/ -
)
A233 A247 A248 A249 A261 A262
MTFNR/L S***_PTFNR/L
Kr:91° Kr: 90°
r
>
A263 A330

System code ) A48

A9e

Grade selection ) A42

Technical info ) A501

Cutting data ) A366



Negative inserts General turni ng

O  Ideal machining conditions TNMM | L 1.C S d
€3 Normal machining conditions 22 04 22 127 | 476 | 5.16
Turning inserts §%  Unfavourable machining conditions 27 06 | 275 |15.875] 635 | 6.35
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
60° s P  OOO&HGE: STAY) OIX@)
Y M o8 OO0&BBHO0S0
K OSBHBB
N o0 O
S OCOBBRO O
H
Mmmmmmmmmmr\lg‘—mmmo-— ‘—\—E
150 rla| f |SnbhgRiMgouinSoSoRES g oo
OUB0000U==0R000000URAKIVEL |=&
[oa R o' R o'a e e W a'a Qi a2 W2 a Qi a'a B a'a Qo' S} lfa'a Wi a'a Wi o'a Wi 'a B 'a N 2 Wla' |l I~il I~ [ala)
S>>>>>>>>>>>>>>>>>>>>> > >
HDR TNMM220412-HDR 1.2 [2-9/0.25-0.80 o
PN TNMM220416-HDR 1.6 |2-9/0.35-1.00 o
,\\/ﬁ\A TNMM270616-HDR 1.6 |2-6/0.35-1.00 °
| o |
TNMM270624-HDR 24 |2-7| 04-1.2 ° o
Heavy
Turning
® Ex stock o0 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°
Y # ¢ L
A247 A248 A249 A260 A261 A262 A263
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

TNMG L 1.C S d
16 04 16.5 | 9.525 | 4.76 3.81
O  Ideal machining conditions 22 04 22 127 | 476 | 5.16
€ Normal machining conditions 2706 | 275 |15875] 635 | 635
Turning inserts €8 Unfavourable machining conditions 3309 33 |19.05)9525] 7.94
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
. P OOOQOS ee |ogo
- M 08 008880080
K OBBB
N ©]@) o8
S OCOBBHO o®8
H
o0 NN DN NKN)-—NIJ\In — —._E
150 r | a f |S-bgRbngobndoS8gR2g i 5o
: UBUU0U==0R00LLLUVUROQYEYL =X
[oaJiya Qs e e W s By <a N e R aa W i wa B aa | I 'a WY o'a WY o'a WY 'a M c'a S WY c'a | =i~ I~ [alya)
S>>>>>>>>>>>>>>>>>>55> |[>>
TNMG160404 0.4 | 0.2-4.0 |0.05-0.20 o
TNMG160408 0.8 | 0.2-4.0 |0.08-0.30 ° °
. TNMG160412 1.2 | 0.2-4.0 | 0.1-04
Basic " rnmG220404 04 | 02-6.0 |0.05-0.20 o
@ TNMG220408 0.8 | 0.2-6.0 | 0.1-0.3
| TNMG220416 16 | 0.2-6.0 | 0.1-0.5 o
Medium Cut| TNMG270612 1.2 | 0.2-9.0 | 0.1-0.5 o
TNMG270616 1.6 | 0.2-9.0 | 0.1-0.5 o
TNMG330916 1.6 |0.2-11.0| 0.1-0.5 o
TNMG330924 24 10.2-11.0| 0.1-0.7
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJINR/L MTJINR/L
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
& -/ - -
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***_PTFNR/L
Kr:91° Kr: 90°
A263 A330
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A9s



Negative inserts General turni ng

TN** L 1.C S d
O  Ideal machining conditions 1604 | 165 | 9525 476 | 3.81
€3 Normal machining conditions 22 04 22 127 | 476 | 516
Turning inserts &8 Unfavourable machining conditions 27888 27> 15875 635 | 635
TN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOHBHBER DB o8O0
M O OOSBBBO0S0
K OBBB
N o0 o
S OCOBBRO O
H
IS0 rloa f |SpowmoRblgotnnSoogqadnln oo
. D000 U=S=0R00000UROGRVEY =&
[ea o Qoo Moo lea MY ea B = a W el oo Wit s a Qi ca Wi aa | aa S a'a i a'a B a2 Wi a'a MY SV o |l [~ 4 an
S>>>>>>>>>>>>>>>>>>>>> > >
TNMA160404 0.4 |0.2-4.0/0.05-0.20 o °
TNMA160408 0.8 |0.2-4.0/0.08-0.30 L)
Flat TNMA160412 1.2 |0.2-4.0| 0.1-04 o °
TNMA160416 1.6 |0.5-4.0|0.05-0.50 o o
® TNMA220404 0.4 |0.2-6.0/0.05-0.20 °
W | TnMA220408 08 0.2-6.0| 0.1-0.3 o o
TNMA220412 1.2 |0.2-6.0| 0.1-04 o0
TNMA220416 1.6 |0.2-6.0| 0.1-0.5 o
TNMM160404 0.4 |0.2-7.0/0.05-0.60 o
Basic TNMM160408 0.8 |0.5-7.0/0.05-0.60 o
g TNMM220408 0.8 |0.5-7.0/0.05-0.60 o
) TNMM220412 1.2 1-7 0.1-0.6
f— TNMM220416 16 0.5-7.0/0.05-0.60 o
TNMM270616 1.6 |0.5-6.5[0.05-0.70 o
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJNR/L
Kr:91° Kr: 91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
S Y, 4 ’
L)
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***_.PTFNR/L
Kr:91° Kr: 90°
o
A263 A330
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A99

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

_C
< O
S =
C
< £
o Q8
==

Index

General tu rning Negative inserts

O  Ideal machining conditions VN** L 1.C ) d
€3 Normal machining conditions 1604 | 166 | 9.525 | 476 | 381
Turning inserts €2 Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGHE SR O8I0
M OosH OOBHBHBOODBIO
K OBHBHB
N 00 O
S OOBHBBO O
H
mmNmNNmmNmer\Jl-—NanO\— ,_‘_f;)
150 cloa, f |BomoRalblorunSoog 8RS8 |53
CB800U00U=S=0R00000URORIVEY =&
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>>>>>>5>>>>>>>>>>>>>>> |>>
ADF VNMG160404-ADF 04 | 05-25 | 0.1-0.3 [ °
VNMG160408-ADF 0.8 | 0.5-25 | 0.1-05 ° °
==
Finishing
DF VNMG160404-DF 0.4 |0.25-1.50/0.07-0.30 ¢} °
VNMG160408-DF 08 | 03-1.5 | 0.1-04 ° °
=
Finishing
EF VNMG160404-EF 04 | 0.1-1.5 ]0.05-0.25 °
VNMG160408-EF 0.8 | 0.2-2.5 |0.08-0.35 °
@ VNMG160412-EF 1.2 | 0.2-2.5 |0.10-0.45
Finishing
NE VNEG160404-NF 04 | 0.2-4.0 |0.05-0.30
VNEG160408-NF 0.8 | 0.2-4.0 |0.05-0.50 o
Finishing
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DVVNN DVJNR/L MVVNN MVJNR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A234 A235 A264 A265
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A100



Negative inserts General turni ng

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

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts €2 Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE STAY) OIX@)
M o8 OOBHBHBOO0BO
K OSBHBB
N o0 O
S OCOBBRO O
H
mmmmmmmmmmmg‘—mmmo‘— ‘—\—E
150 el oa f |SomomRhlblorbnScoos RSl |53
VOoUUUUS=SaON0Q0L0VU0U0ORVYEY =
[sa gl ca R ea R e W a'a o' M a e a R aa i o a 2 a R a2 | o' B 'a Wi e B a'a S a'a R AW o | (el I~ [ala)
S>>>>>>>>>>>>>>>>>>>>> > >
NGF VNEG160408-NGF 0.8 | 0.2-3.0 | 0.1-0.3 °
VNEG160412-NGF 1.2 | 0.2-3.0 | 0.1-0.5 o
Finishing
SF VNMG160404-SF 0.4 |0.05-3.00/0.05-0.20 °
VNMG160408-SF 0.8 |0.05-3.00|0.05-0.35 o
Finishing
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DVVNN DVJNR/L MVVNN MVJNR/L
Kr:72°30' Kr: 93° Kr: 72°30' Kr: 93°
A234 A235 A264 A265
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

O  Ideal machining conditions VNMG L 1.C ) d
A €3 Normal machining conditions 1604 | 166 | 9.525 | 476 | 3381
Turning inserts €2 Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
= P  OOOGHE SR O&0
c
£ M or:) 0088 H00g0
.
2 K OBBB
N 00 o8
S OOBHBBO o8
H
Mmmmmmmmmmmg‘—mmmo-— ‘—\—E
IS0 rloa | f 82bhgQhbugorthihoScSgRe8hph oo
VUoVUUUUS=Z=ORN0Q0UVUVUaAONYEIY [=d
[oa R ea R o'a e e W a'a Wi a'a 2 a W a'a Wi a'a Qo' R a'a ) lfa'a Wi a'a Wi a'a Wi 'a B o'a N 2 Wa'a | I~ib~) I~ [ala)
S>>>>>>>>>>>>>>>>>>>5> |>>
XE VNMG160404-XF 04 |0.5-25/0.1-0.25| ®
VNMG160408-XF 0.8 |0.5-2.5/0.1-0.30| ®
2 = VNMG160412-XF 1.2 /0.5-2.5/0.1-0.35| ®
Finishing
XM VNMG160404-XM 04 | 1-56 | 0.2-04 | e o
VNMG160408-XM 08 | 1-5.6 | 0.2-04 | e °
’ VNMG160412-XM 1.2 | 1-56 | 0.2-06 |® °
VNMG160416-XM 1.6 | 1-5.6 [0.2-0.65| 0 o
C Medium Cut
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
g\ HW Uncoated carbide
=
) Tool holder
DVVNN DVJNR/L MVVNN MVJNR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A234 A235 A264 A265
c
© O
3
c
< £
o O
=
X
O]
©
£
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

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

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts €2 Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE SEAY OI%(@)
M o8 OO0&BBHO0S0
K OBHBHB
N o0 O
S OOBBBO @)
H
mmmmmmmmmmmg-—mmmo‘— ‘—\—E
150 r| e | f |[ER@S@R2geRnLBcec RS RN 55
OUB0000U==0R000000URAKIVEL |=&
[sa gl ca R ea R e W a'a o' M a e a R aa i o a 2 a R a2 | o' B 'a Wi e B a'a S a'a R AW o | (el I~ [ala)
S>>>>>>>>>>>>>>>>>>>>> > >
Basic VNMG160404 0.4 |0.2-6.0|0.05-0.60 o
VNMG160408 0.8 |0.2-6.0/0.08-0.60 o
—_—
Medium Cut
DM VNMG160408-DM 0.8 |0.5-4.0/0.15-0.50 () ()
VNMG160412-DM 1.2 |0.8-4.0|0.18-0.60 () °
."\é,‘.}-
Medium Cut
EM VNMG160404-EM 0.4 |0.2-3.0/0.05-0.30 ° °
VNMG160408-EM 0.8 |0.5-4.0/0.10-0.45 ° °
Medium Cut
NM VNMG160412-NM 1.2 |0.2-4.0|0.05-0.40 ()
Medium Cut
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DVVNN DVJNR/L MVVNN MVINR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A234 A235 A264 A265
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

O  Ideal machining conditions VNMG L 1.C ) d
€3 Normal machining conditions 1604 | 166 | 9.525 | 476 | 381
Turning inserts €2 Unfavourable machining conditions
VN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBER SR O8I0
M OosH OO&8BSB O&0
K OBHBHB
N ©]@) O
S OOB®B O
H
mmNmNNmmNmN%\l)-—NmmO\— ,_‘_f;)
150 r|oa | f |SphophogosbnsoSgyRgnln 55
UBU00U==0R00000URXaRVUEY =&
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>E>>>>>>>>>>>>>>>>>>5> |>>
PM VNMG160404-PM 0.4 |0.4-4.0/0.13-0.40 ° ° ° o
VNMG160408-PM 0.8 [0.5-4.0/0.15-0.50 ) ° () °
&S~ | VNMG160412-PM 1.2 0.8-4.0/0.18-0.60 . o
Medium Cut
TC VNMG160404-TC 0.4 10.5-2.0/0.05-0.20 ° °
VNMG160408-TC 0.8 [0.5-2.0/0.08-0.25 ° °
&= | yNMG160412-TC 1.2 0.5-3.0/0.08-0.30 o o
Medium Cut
M VNMG160404-ZM 0.4 |0.5-3.0/0.08-0.30 o
VNMG160408-ZM 0.8 |0.5-3.0| 0.1-04 °
Medium Cut
SNR VNMG160408-SNR 0.8 |0.2-2.0| 0.1-04
VNMG160412-SNR 1.2 |0.2-2.0| 0.1-0.5 °
Roughing
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DVVNN DVJNR/L MVVNN MVJNR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A234 A235 A264 A265
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A104



Negative inserts General turni ng

WNMG L I.C S d
O  Ideal machining conditions 06713 | 65 |9525) 397 | 381
€3 Normal machining conditions 06 04 65 19525 476 | 381
Turning inserts &8 Unfavourable machining conditions oS 87 127 | 476 | 516
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOHBHBER SEA OO0
= M o 00BGBS00BO
B K 0BB®
ad| N 00 oL
b S OOBBRO @)Y
H
[50) NN NN DN NLr\Jl-—Nmm — ‘_‘_‘k_)
IS0 r | a f |S2hghhlgo?nnBosgRulh 5o
: D000 U=S=0R00000UROGRVEY =&
[ea o Qoo Moo lea MY ea B = a W el oo Wit s a Qi ca Wi aa | aa S a'a i a'a B a2 Wi a'a MY SV o |l [~ 4 an
S>>>>>>>>>>>>>>>>>>55> > >
ADF WNMG080404-ADF 0.4 | 0.2-2.5 |0.05-0.30 ° ° °
WNMG080408-ADF 0.8 | 0.5-2.5 |0.05-0.40 ° o e °
@ WNMGO080412-ADF 1.2 | 0.5-2.5 |0.05-0.50 [ °
Finishing
DE WNMG060404-DF 0.4 10.15-2.00|0.08-0.25 () °
WNMG060408-DF 0.8 {0.15-2.00| 0.1-0.3 ° °
Ty WNMG080404-DF 0.4 |0.15-2.00|0.08-0.25 ° °
B | WNMG080408-DF 0.8 [0.15-2.00| 0.1-0.3 e o©
Finishing WNMGO080412-DF 1.2 | 0.2-2.5 ]0.10-0.35 () °
WNMG060404-SF 0.4 10.05-0.50/0.05-0.20 °
SF WNMG060408-SF 0.8 |0.05-0.50|0.05-0.35 °
WNMGO06T304-SF 0.4 {0.05-0.50|0.05-0.20 °
/ WNMGO06T308-SF 0.8 |0.05-0.50|0.05-0.35 °
N WNMG080404-SF 0.4 |0.05-0.50/0.05-0.20 °
Finishing
WNMG080408-SF 0.8 10.05-0.50|0.05-0.35 °
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S***_PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
r"-- [/ u),fﬂ
s
A236 A251 A266 A332
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

WN** L 1.C S d
O  Ideal machining conditions 06713 | 65 |9525) 397 | 381
€3 Normal machining conditions 06 04 65 19525 | 476 | 381
Turning inserts €8 Unfavourable machining conditions oS 87 127 | 476 | 516
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOMBHE SERY O&0
S
- M (@) OO0&BBHOO0B0
[ K o0BBY
ad N ©]@) O
L S OCOBBHBO O&%
H
(5] NN DO N'?\Jl-—mmm — -—\—E
150 r | oa fo|@obhg@angorbnso8g 828 nhlh 5o
. UBLU0U00U==0R0clU0UVUROQYEL =X
[ R e W wa R aa e e i a Qi aa Ji aa R aa Qi e} o'a ifa'a Wi a'a i a'a i o'a WS Wa o} [—lib—l B~ an
S>>>>>>>>>>>>>>>>>>>5> |>>
WG WNMG080408-WG 0.8 |0.5-5.0/0.15-0.70 ° °
A WNMGO080412-WG 1.2 |0.8-6.0|0.20-0.75 ° o
/1 @\
S
Wiper
WNMG060404-EF 0.4 |0.1-1.5]0.05-0.30 °
WNMG060408-EF 0.8 |0.1-1.5| 0.1-0.4 o °
WNMGO06T308-EF 0.8 |0.1-1.5| 0.1-0.4 °
WNMG080404-EF 0.4 |0.1-1.5/0.05-0.30 °
Finishing WNMG080408-EF 0.8 |0.1-1.5| 0.1-04 () °
NE WNEG080404-NF 0.4 |0.2-3.0/0.05-0.30
WNEG080408-NF 0.8 |{0.2-2.5]0.05-0.30
Finishing
NF WNMG060408-NF 0.8 |0.2-2.5/0.05-0.30 °
Finishing
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S***.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
/
® 2
A236 A251 A266 A332
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A106



Negative inserts General turni ng

O  Ideal machining conditions WNMG | L 1.C S d
€3 Normal machining conditions 06 04 6.5 |9525| 476 | 3.81
Turning inserts §%  Unfavourable machining conditions 0804 | 87 | 127 | 476 | 5.16
WN#** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE STAY) O8O0
2 M 0% 008660060
B K 088
od| N 00 oF%)
L S OCOBBRO O
H
mmNmNNmmNmeC\Jl-—NmLDO‘— \—.—-L—J
150 rloa | f |[SpBgRmnRonbnSoSgRe8nhn o
OUB000U==0R000000URAKRIVEL |=&
[oa R e R e'a N ea e W a'a W a'a Wi a a W a'a B a'a Qo' S ) lfa'a Wi a'a Wi o'a Wi a'a B o'a W 2 Wil a'a | I~ I~ [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
XE WNMG060404-XF 0.4 |0.5-2.0/0.1-0.25| @
WNMG060408-XF 0.8 [0.5-2.0/0.1-030| ®
‘ WNMGO080408-XF 0.8 10.5-2.5/0.1-0.30 | ®
WNMG080412-XF 1.2 |0.5-2.5/0.1-0.35| ®
Finishing
WNMG060404-XM 04 | 1-21 | 02-04 | e o
XM WNMG060408-XM 08 | 1-2.1 [ 0.2-04 | e °
WNMG060412-XM 1.2 | 1-2.1 | 0.2-06 | ® °
WNMG080404-XM 04 | 1-28 | 0.2-04 | e °
WNMG080408-XM 08 | 1-28 [ 0.2-04 | e °
Medium Cut
WNMG080412-XM 1.2 | 1-2.8 | 0.2-06 | ® °
WNMG080416-XM 1.6 | 1-2.8 [0.2-0.65|0 o
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S***.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
|
N J
P o
A236 A251 A266 A332
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

WNMG L 1.C S d
O  Ideal machining conditions 06713 | 65 |9525) 397 | 381
€3 Normal machining conditions 06 04 65 19525 | 476 | 381
Turninginserts €2 Unfavourable machining conditions 08 04 8.7 12.7 | 476 | 516
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO®BHBR SERY O&0
S
- M O OO0&BBHOO0B0
[ K 0BB®
ad N ©]@) O
L S OCOBBHBO O&%
H
mmNMNNm‘“NmN%\J"—NmmO‘— ‘_\—E
IS0 r|oa f |SpowmonhiolgotnnSoogsadnln 5o
. U000 0U=S=0R00000LUROGRIVUELY =&
[ R e W wa R aa e e i a Qi aa Ji aa R aa Qi e} o'a ifa'a Wi a'a i a'a i o'a WS Wa o} [—lib—l B~ an
S>>>>>>>>>>F>>>>>>>55> |[>>
WNMG060408-DM 0.8 {0.5-3.0/0.15-0.50 ° °
DM WNMG060412-DM 1.2 10.8-3.0(0.18-0.60 o e °
0 WNMG06T308-DM 0.8 {0.5-3.0/0.15-0.15 o
YO?‘
A~ WNMG080404-DM 0.4 |0.5-4.0| 0.1-04 ) °
: WNMG080408-DM 0.8 |0.5-4.0/0.15-0.50 o e L) °
Medium Cut
WNMG080412-DM 1.2 /0.8-4.0|0.18-0.60 o e °
WNMG080416-DM 1.6 1-4 |0.23-0.65 ° °
EG WNMG080408-EG 0.8 |0.5-4.0|0.05-0.40 o e o0
G WNMGO080412-EG 1.2 |0.5-4.0|0.05-0.60 o e o0
Medium Cut
WNMG060404-EM 0.4 [0.5-3.0/0.05-0.30 o e °
WNMG060408-EM 0.8 |0.5-3.0| 0.1-0.5 o0 °
FM WNMGO06T304-EM 0.4 |0.5-3.0/0.05-0.30 °
WNMGO6T308-EM 0.8 |0.5-3.0| 0.1-0.5 °
= | WNMGO06T312-EM 1.2 |0.5-3.0| 0.1-0.7 o o
Medium Cut| WNMGO080404-EM 04 | 1-4 ]0.05-0.30 o0 °
WNMGO080408-EM 08 | 1-4 | 0.1-0.5 o0 °
WNMG080412-EM 1.2 1-4 0.1-0.7 L) °
® 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°
/
® 2
A236 A251 A266 A332
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

O  Ideal machining conditions WNMG | L 1.C S d
€3 Normal machining conditions 0604 | 65 | 9525 476 | 3.81
Turning inserts §%  Unfavourable machining conditions 0804 | 87 | 127 | 476 | 516
WN#** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE SERS O8O0
= M 0% O o686 080
B K 0BBS
od| N 00 o)
L S O BHB oo
H
mmNmNNmmNmNLC\JI-—NLnLnO‘— l—\_E
IS0 rloa, f |SpomoRiblgotnndoogya8nln oo
OUB0000U==0R000000URAKIVEL |=&
[sa gl ca R ea R e W a'a o' M a e a R aa i o a 2 a R a2 | o' B 'a Wi e B a'a S a'a R AW o | (el I~ [ala)
SS>>>>>>>>>>>>>>>>>>>>> |>5>
WNMG060408-PM 0.8 |0.5-3.0/0.15-0.50 ° ° ° °
PM WNMG060412-PM 1.2 |0.8-3.0/0.18-0.60 () o o
WNMG080404-PM 0.4 |0.4-4.0/0.12-0.40 ) ° ° °
B | WNMG080408-PM 0.8 |0.5-4.0/0.15-0.50 ° o0 ° °
Medium Cut| WNMG080412-PM 1.2 |0.8-4.0|0.18-0.60 () ° ° °
WNMG080416-PM 1.6 1-4 10.23-0.65 ° () °
M WNMG080408-ZM 0.8 [0.5-4.0| 0.1-0.5 °
s WNMG080412-ZM 1.2 |1.0-5.5|0.15-0.60 °
Medium Cut
SNR WNMG080408-SNR 08| 1-3 | 0.1-05 o e 0
o WNMG080412-SNR 1.2 | 1-3 | 0.2-06 °
LN
Er~—rrs
Roughing
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S***.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
s /
® 2
A236 A251 A266 A332
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

O  Ideal machining conditions WNMG | L 1.C ) d
€3 Normal machining conditions 08 04 8.7 127 | 476 | 5.16
Turning inserts €2 Unfavourable machining conditions
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOOGBHBER SR O8I0
O
3 = m 08 00666000
[ K 0BBS
ad N ©]@) O
L S COBBBO O
H
mmNmNNmmNmN%\JJ-—Nmmo\—m-—\—g
IS0 roa flEnl2RHRsdSnsl2SS28aRS 2R |58
VUoVUUU=ZZ2Z0O0N00000VYaA0ONYEY = N
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>E>>>>>>>>>>>>>>>>>>5> |>>
NM WNMG080404-NM 0.4 |0.2-3.0/0.05-0.30 °
/4 WNMG080408-NM 0.8 [0.2-3.0| 0.1-0.3 e @ O
WNMG080412-NM 1.2 |0.2-4.0| 0.1-0.4 oo
Medium Cut
TC WNMG080404-TC 0.4 10.5-3.0/0.08-0.25 ° o
WNMG080408-TC 0.8 [0.5-4.0/0.15-0.40 ° °
‘ WNMG080412-TC 1.2 10.5-40| 0.2-0.6 ° °
Medium Cut
TK WNMG080408-TK 0.8 |0.2-04| 0.2-04 °
WNMGO080412-TK 1.2 |10.2-0.4| 0.2-0.45 o
@ WNMG080416-TK 16 |02-04| 0205 o
Medium Cut
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S***.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
L/ /
A236 A251 A266 A332
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

WN** L I.C S d
O  Ideal machining conditions 06713 | 65 |9525) 397 | 381
€3 Normal machining conditions 06 04 65 19525 476 | 381
Turning inserts &8 Unfavourable machining conditions oS 87 127 | 476 | 516
WN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOHBHBER SEA OO0
S
= M O OOSBBBO0S0
B K 0BB®
ad| N 00 oL
b S OOBBRO @)Y
H
[50) NN NN DN NLr\Jl-—Nmm — -—\—kv—J
IS0 r | oa f [SphgRhloge-biSosgl2 i oo
. D000 U=S=0R00000UROGRVEY =&
[ea o Qoo Moo lea MY ea B = a W el oo Wit s a Qi ca Wi aa | aa S a'a i a'a B a2 Wi a'a MY SV o |l [~ 4 an
S>>>>>>>>>>>>>>>>>>55> > >
DR WNMG060408-DR 0.8 |0.7-3.5]0.20-0.45 ° ° ° °
A\ WNMG060412-DR 1.2 |0.8-3.5|0.25-0.55 ° ° e} o
& | WNMG080408-DR 0.8 |0.7-5.0/0.20-0.55 e oo o o
WNMGO080412-DR 1.2 1-5 ]0.25-0.70 o e ° ° °
Roughing
WNMGO080416-DR 1.6 |1.5-5.0/0.32-0.75 () [ () o
WNMA060408 0.8 |0.5-3.0] 0.1-0.3 () °
WNMA060412 1.2 10.5-3.0/0.15-0.30 °
Flat WNMAO06T308 0.8 |0.5-3.0| 0.1-0.3
a WNMA080404 0.4 |0.5-4.0/0.08-0.25 e O
— WNMA080408 0.8 |0.5-4.0/0.15-0.30 ° [ )
WNMA080412 1.2 |0.5-5.0|0.15-0.30 [
WNMAO080416 1.6 [0.5-5.0| 0.2-0.5 [oNe) o
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
DWLNR/L PWLNR/L MWLNR/L S***.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
" L/ /
s
A236 A251 A266 A332
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

O  Ideal machining conditions RNMG L 1.C ) d
€3 Normal machining conditions 1204 | 127 | 127 | 476 | 5.16
Turning inserts €2 Unfavourable machining conditions
RN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
s P OOOGHR SR O8I0
M OF%) OO&BBHOO0HB0
K OBBB
N ©]@) O
S COBBBO O
H
mmNmNNmmNmer\Jl-—NanO\— ,_‘_f;)
IS0 3, | f |[SomS@mOagotundoS3]a8nhn 5o
UBU00U==0R00000URXaRVUEY =&
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>>>>>>5>>>>>>>>>>>>>>> |>>
Basic RNMG120400 0.5-7.0|0.1-1.8 oo
{ @/
o/
Medium Cut
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
MRDNN MRGNR/L
’ .'
A267 A268
A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

O  Ideal machining conditions KNUX L LW )
€3 Normal machining conditions 16 04 9.525 | 476
Turning inserts €2 Unfavourable machining conditions
KN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
S P OOOGBHBE SEAY OI%(@)
< B M O 0O0BHBBO0BO
w | K 0Bee
s [t - N 00 08
/ Example R type s 0O0BGBBO 06
H
mmNmNNmmNmNg-—Nmmo‘—m;\—E
1SO La |bm| r | a, f SouwguLu ol 202223822 |55
VUoVUUUU=Z=2Z0O0N00000VYUaA0ONYEY = N
[sa gl ca R ea R e W a'a o' M a e a R aa i o a 2 a R a2 | o' B 'a Wi e B a'a S a'a R AW o | (el I~ [ala)
SS>>>>>>>>>>>>>>>>>>>>> |>5>
KNUX160405L11 16 [2.2/0.5/0.2-6.0|0.05-0.70 ° o
KNUX160405L12 16 |2.2/0.5|0.2-6.0|0.05-0.70
KNUX KNUX160405R11 16 [2.2/0.5/0.2-6.0|0.05-0.70 ° o
KNUX160405R12 16 [2.2/0.5/0.2-6.0|0.05-0.70
— KNUX160410L11 16 |2.2| 1 |0.2-6.0|0.05-0.70
o KNUX160410L12 16 [2.2| 1 ]0.2-6.0/0.05-0.70 ()
Finishing
KNUX160410R11 16 |2.2| 1 |0.2-6.0/0.05-0.70 °
KNUX160410R12 16 [2.2| 1 |0.2-6.0/0.05-0.70
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
CKJNR/L CKNNR/L
Kr: 93° Kr: 63°
L g
\
A290 A291
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Negative inserts

O  Ideal machining conditions CN** L 1.C ) d
A €3 Normal machining conditions 1907 | 193 | 19.05 | 7.94 | 7.93
Turning inserts §%  Unfavourable machining conditions 1911 | 193 [ 1905 M 7.8
CN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
= o P OOO&BHER SR O8I0
z Y
‘c a1 ] _ M O OCOBHBHOO0HB0
S
e vd K OBHBHB
N o0 O
? S COBHBHO O
<] H
IS0 rloa, f |Sphaguinldgonecegag8 el |55
VoV UUUS=SORN0Q0LVUVUUaAORYEIY |[=A
[ R R W R e W e B e N e Qi el aa R a2 Qi e} a'a i a'a i a'a i a'a Wi a'a S Wa a ) [~ b= [ala)
S>>>>>>>>>>>>>>>>>>55> > >
RF CNMG191140-RF 4 |1.0-5.5|/0.20-0.60 °
(@)}
.E
Finishing
RF CNMM190740-RF 4 |1.0-5.5/0.20-0.60 °
. CNMM191140-RF 4 |1.0-5.5/0.20-0.60 °
C Finishing
RH CNMM190740-RH 4 |1.5-7.0/0.35-1.20 ° °
CNMM191140-RH 4 |1.5-7.0/0.35-1.20 ° °
J
(@)}
£
= Roughing
o
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
D Tool holder
PCLNR/L
c
© O
3
£E
o O
=
x
[
©
£
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Negative inserts General turni ng

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

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts €2 Unfavourable machining conditions
LN** negative insert HC' (CVD) HC' (PVD) HT | HC? HW
L P OOOGBHBE SEAY OI%(@)
M o8 OO0&BBHO0S0
@ s K S
ad J,Vgo" N o0 @)%
=) BHEIY s 008880 o
I
H
mmmmmmmmmmmg-—mmmo‘— ‘—\—E
IS0 roa f [Sphohulgoundoog ]Gk |55
CD800U0U=S=0R00000UROKRVEY =&
[sa gl ca R ea R e W a'a o' M a e a R aa i o a 2 a R a2 | o' B 'a Wi e B a'a S a'a R AW o | (el I~ [ala)
S>>>>>>>>>>>>>>>>>>>5> |>>
LNUX191940-RF 4 |1,0-5,5/0,20-0,60 () °
RF LNUX301940-RF 4 11,0-6,0|0,20-0,70 ° [}
Heavy
Turning
LNUX191940-RH 4 11,5-7,0/0,35-1,20 ° [}
RH LNUX301940-RH 4 11,5-8,0/0,35-1,40 ) °
Heavy
Turning
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
PLANR/L PLFNR/L
Kr: 90° Kr: 90°
A316 A317
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

O  Ideal machining conditions CCGT L 1.C S d
€3 Normal machining conditions 06 02 6.4 6.35 | 238 2.8
Turning inserts §%  Unfavourable machining conditions 0973 | 97 |9525] 397 | 44
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOOGHE &5 O8I0
o
U7 M 08 00 ©80080
K OBBB
N ©]@) O
S OO0 ®BHO O
H
[52) NN DN NLC\JI-—NLnLn — -—\_8
150 r | a f |SohgoRblgonnBSoSgRa8 ol 5o
: CB80U0U00==0R00000URAKIVEL =&
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>E>>>>>>>>>>>>>>>>>>5> |>>
SF CCGT060202-SF 0.2 |0.05-2.00/0.05-0.18 ° °
- CCGT060204-SF 0.4 |0.05-2.00|0.05-0.35 ° °
)@ CCGT09T304-SF 0.4 |0.05-2.00|0.05-0.35 o oo
Finishing
USF CCGT060202L-USF 0.2 |0.05-2.00/0.05-0.18 o
CCGT060204L-USF 0.4 |0.05-2.00|0.05-0.35 o
E CCGT09T301L-USF 0.1 | 0.2-2.0 |0.01-0.08 °
CCGT09T302L-USF 0.2 | 0.2-2.0 |0.05-0.18 °
Finishing CCGTO09T304L-USF 04 | 0.2-2.0 |0.05-0.20 o
USE CCGTO09T304R-USF 04 | 0.2-2.0 |0.05-0.20 o
Finishing
® Ex stock o 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°
> 5;;—" i@}iﬂ" V,ﬁ’j' \/Aaﬂ’
A269 A270 A306 A307 A334 A352 A353
E***.SCLCR/L
,,,,,,,,,,,,,,,,,,,, Kr:95°
A5
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

CCMT L I.C S d
O  Ideal machining conditions 0602 | 64 | 635 | 238 | 28
€3 Normal machining conditions 09 13 97 | 9525 3.97 44
Turning inserts &2 Unfavourable machining conditions 1204 | 129 | 127 | 476 | 556
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOOMBHEE: SEA OO0
O
i Y 7] M 0 008 8800a0
K OBBB
N o0 o
S OCOBBRO @)Y
H
[50) NN DN Nkr\Jl-—Nan — -—\—k'—J
IS0 roa f |[gohghhbhogetbhoscsglognpn oo
: D000 U=S=0R00000UROGRVEY =&
[ea o Qoo Moo lea MY ea B = a W el oo Wit s a Qi ca Wi aa | aa S a'a i a'a B a2 Wi a'a MY SV o |l [~ 4 an
S>>>>>>>>>>>>>>>>>>55> > >
CCMT060204-AHF 0.4 | 0.2-2.5 |0.05-0.20 ° ° ° °
AHF CCMT060208-AHF 0.8 | 0.3-2.5 |0.05-0.30 o °
CCMT09T302-AHF 0.2 |0.08-2.00/0.04-0.15 °
E CCMTO09T304-AHF 04 | 0.2-3.0 |0.05-0.30 [ o e o
e CCMTO09T308-AHF 0.8 | 0.3-3.0 |0.05-0.40 ° o e
Finishing CCMT120404-AHF 04 | 0.5-4.0 |0.05-0.30 o o e
CCMT120408-AHF 0.8 | 0.8-4.0 |0.08-0.40 ° °
CCMT060202-HF 0.2 |0.06-1.70|0.03-0.11 ° °
CCMT060204-HF 04 | 0.1-1.7 |0.05-0.17 ° ° o
HF CCMT060208-HF 0.8 | 0.1-1.7 ]0.05-0.30 () ° °
: { | CCMT09T302-HF 0.2 |0.08-2.00|0.04-0.15 () ° o
éj CCMT09T304-HF 0.4 |0.11-2.00/0.06-0.23 ° ° o °
L CCMTO09T308-HF 0.8 |0.15-2.00/0.08-0.30 ° ° °
Finishing
CCMT120404-HF 0.4 |0.14-2.40|0.07-0.27 ° °
CCMT120408-HF 0.8 | 0.2-3.0 |0.08-0.30 ° 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 A***.SCLCR/L S***_SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A269 A270 A306 A307 A334 A352 A353
E***-SCLCR/L
,,,,,,,,,,,,,,,,,,,, Kr95®
@V”’—
A5
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

CCMT L 1.C S d
O  Ideal machining conditions 0602 | 64 | 635 | 238 | 28
€3 Normal machining conditions 09 13 97 19525 397 44
Turning inserts €8 Unfavourable machining conditions 1204 | 129 | 127 | 476 | 5.6
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P | 0OOGBGS 88  |o®
O
PNV M o% 0O0BGB006
K OBBB
N ©]@) o8
S OCOBBHBO o®8
H
o0 NMm NN DM N Nk("\l)-—NLnLn — '—\—k‘—J
IS0 r | oa f [gohghbbogetbhoscsglognpn oo
’ U000 0U=s==aoRocoluoouRangEly =&
[ Qe e Wi wa R aa i e e a W e Qi el aa R aa Qi e} o'a llfa'a Wi a'a i a'a i o'a MY S Ve o )l =il e an
S>>>>>>>>>>>>>>>>>>55> > >
CCMT060202-EF 0.2 |0.06-1.70|0.03-0.11 ° °
EF CCMT060204-EF 04 | 0.1-1.7 |0.05-0.17 ) °
CCMTO09T302-EF 0.2 {0.08-2.00|0.04-0.15 o °
E CCMTO09T304-EF 0.4 |0.11-2.00|0.06-0.23 ° °
CCMTO09T308-EF 0.8 |0.15-2.00/0.08-0.30 ) °
Finishing CCMT120404-EF 0.4 |0.14-2.40/0.07-0.27 ° °
CCMT120408-EF 0.8 | 0.2-3.0 | 0.1-0.3 ° °
XE CCMT060202-XF 0.2 | 0.5-1.5 |0.08-0.15 °
CCMT060208-XF 0.8 | 0.5-1.5 |0.08-0.20| ®
E CCMTO09T302-XF 0.2 | 0.5-2.0 |0.08-0.15| e
CCMTO09T308-XF 0.8 | 0.5-20 |0.08-0.25|e o
Finishing
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A***-SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
\é ’y @ \/’ \/’
A269 A270 A306 A307 A334 A352 A353
E***-SCLCR/L
,,,,,,,,,,,,,,, Kr9s® ..
. A3B5
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

Turning
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N

Drilling

CCMT L I.C S d
O  Ideal machining conditions 0602 | 64 | 635 | 238 | 28
€3 Normal machining conditions 09 13 97 19525 3.97 44
Turning inserts &8 Unfavourable machining conditions 1204 | 129 | 127 | 476 | 5-36
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOOMBHGEE DB o8O0
O
N7 M o% 00BGB0080
K OBBB
N o0 o
S OCOBBRO O
H
[50) NN NN DN NLr\Jl-—Nmm — l—.—g
IS0 r | oa f |SohgRbbngeRhnSoSg 88 5o
: UBLU0U0U==o0RooluLLVRaRVEY =&
[oa o Jea WY ea lifea MY ea B = M s Wi oo Wit s a Qi ca WY aa | lfa'a Wi aa R aa Wi a'a WY a'a MY W o | [~li~l I—d [ala)
S>>>>>>>>>>>>>>>>>>55% |[>>
CCMT060204-EM 04 | 0.2-24 |0.06-0.17 o0 °
EM CCMT060208-EM 0.8 | 0.4-2.4 |0.08-0.23 ® O °
_ CCMTO09T304-EM 0.4 |0.25-3.00|0.08-0.23 o0 °
. CCMTO09T308-EM 0.8 | 0.5-3.0 | 0.1-0.3 o0 °
CCMT120404-EM 04 | 03-3.6 |0.09-0.27 ° °
Medium Cut
CCMT120408-EM 0.8 | 0.6-3.6 |0.12-0.36 [ N ] °
CCMT120412-EM 1.2 [0.72-3.60(0.14-0.43 o
CCMT09T304-XM 0.4 1-25 |0.15-03 | e o
xM CCMT09T308-XM 0.8 1-25 [0.15-035| @ °
E CCMTO09T312-XM 1.2 1-2.5 0.15-04 | e °
CCMT120404-XM 0.4 1-3.0 0.15-0.3 | o o
Medium Cut| CCMT120408-XM 0.8 1-3.0 |0.15-0.35| o o
CCMT120412-XM 1.2 1-3.0 0.15-04 | o o
® Ex stock 0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A***.SCLCR/L S***_SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A269 A270 A306 A307 A334 A352 A353
E***-SCLCR/L
,,,,,,,,,,,,,,,,,,,, Kr:95° .
""""""""""" A355
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

CCMT L 1.C S d
O  Ideal machining conditions 0602 | 64 | 635 | 238 | 28
€3 Normal machining conditions 09 13 97 19525 3.97 44
Turning inserts €8 Unfavourable machining conditions 12000 129 | 127 | 476 | 5.6
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOOMBHE STAX) O&0
O
U7 M 06 008880080
K OBBB
N ©]@) o8
S OCOBBHBO o®8
H
(5] NN DO N'?\Jl-—mmm — -——E
IS0 r | oa f |[gohghbbopgetbhoscsg8ognpn oo
: U000 0U=S=0R00000LUROGRIVUELY =&
[ R e W wa R aa e e i a Qi aa Ji aa R aa Qi e} o'a ifa'a Wi a'a i a'a i o'a WS Wa o} [—lib—l B~ an
S>>>>>>>>>>F>>>>>>>55> |[>>
CCMT060204-HM 04 | 0.2-24 |0.06-0.17 ° ° o o °
HM CCMT060208-HM 0.8 | 0.2-3.0 |0.08-0.20 ° ° ° °
;Q CCMTO09T304-HM 0.4 |0.25-3.00|0.08-0.23 o ° o o °
CCMTO09T308-HM 0.8 | 0.5-3.0 | 0.1-0.3 ° ° ° °
|
CCMT120404-HM 04 | 03-3.6 |0.09-0.27 () ° o [
Medium Cut
CCMT120408-HM 0.8 | 0.6-3.6 |0.12-0.36 () ° () °
CCMT120412-HM 1.2 |0.72-3.60(0.14-0.43 ° o o)
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A***-SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
- 5},"' gﬁﬁﬂ" P S
A269 A270 A306 A307 A334 A352 A353
E***-SCLCR/L
,,,,,,,,,,,,,,,,,,,, Kr:95° .
A5
A48 Grade selection A42 Technical info A501 Cutting data A366

System code

A120



rositiveinserts  General turning

Turning

Milling

N

Drilling

O

Technical
Information

CCx* L I.C S d
O  Ideal machining conditions 0602 | 64 | 635 | 238 | 28
€3 Normal machining conditions 09 13 97 19525 3.97 4.4
Turning inserts &2 Unfavourable machining conditions 1204 | 129 | 127 | 476 | 5.56
CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOOMBHEE: SEA O8O
O
i Y 7] M 0 008 8800a0
K OBHBHB
N 00 o
S OOBBRO @)Y
H
[50) NN NN DN NLr\Jl-—Nmm — -—\—kv—J
150 ra f o |@nmgpmogonhingoog S |5
: D000 U=S=0R00000UROGRVEY =&
[ea o Qoo Moo lea MY ea B = a W el oo Wit s a Qi ca Wi aa | aa S a'a i a'a B a2 Wi a'a MY SV o |l [~ 4 an
S>>>>>>>>>>>>>>>>>>55> > >
Basic CCMWO09T304 0.4 | 0.1-5.0 |0.05-0.50 o
a CCMW120404 0.4 | 0.2-5.0 |0.05-0.50 oo
’ CCMW120408 0.8 | 0.5-5.0 |0.08-0.50 o
Medium Cut
TC CCMT060204-TC 04 | 05-3.0 | 0.1-03 o )
CCMT09T304-TC 04 | 0.5-3.0 | 0.1-0.3 o °
. CCMT09T308-TC 0.8 | 0.5-3.0 | 0.1-04 ° °
CCMT120404-TC 0.4 1-4 0.1-0.3 ° °
Medium Cut
CCMT120408-TC 0.8 1-4 0.1-0.4 ° °
CCMT060204-HR 04 | 0.5-3.0 |0.05-0.24 () °
riHR CCMT060208-HR 0.8 | 0.8-3.2 |0.09-0.26 ° o °
@) | ccmTosT304-HR 04 | 02-40 |0.05-030 o o .
W | ccMT09T308-HR 0.8 -4 0.12-0.35 o o e o
Roughing | CCMT120408-HR 0.8 | 1.2-48 |0.14-0.42 ° ° °
CCMT120412-HR 1.2 |1.44-4.80|0.17-0.50 () [
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A***.SCLCR/L S***_SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
® e / \/’
)
A269 A270 A306 A307 A334 A352 A353
E***-SCLCR/L
,,,,,,,,,,,,,,,,,,,, Kr:95°
A5
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

CCGX L 1.C S d

A O  Ideal machining conditions 0602 | 64 | 635 | 238 | 28
09 T3 9.7 |9.525| 3.97 4.4

€3 Normal machining conditions

Turninginserts €8 Unfavourable machining conditions 12000 129 | 127 | 476 | 5.6
o CC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
c
= /\‘80°77 P OOO&BOHBR STAX) o880
e N M O OCOSBHBHO0B0
K OHBHHB
N ©]@) O
S COBHBHO O&%
B i
mmNMNNmmNmeN)‘_NmmO‘_ ‘_\—‘k_)
150 roa f [SploilgondoogR3G R |55
. U000 0U=S=0R00000LUROGRIVUELY =&
[ R e W wa R aa e e i a Qi aa Ji aa R aa Qi e} o'a ifa'a Wi a'a i a'a i o'a WS Wa o} [—lib—l B~ an
S>>>>>>>>>>>>>>>>>>55> > >
CCGX060202-LC 0.2 {0.3-3.0]0.05-0.15 ° °
E LC CCGX060204-LC 04 |0.5-3.0| 0.1-0.3 ° °
g - CCGX09T302-LC 0.2 |0.5-4.0| 0.1-0.2 ° °
@ CCGX09T304-LC 04 |0.5-5.0| 0.1-0.3 ° °
| CCGX09T308-LC 0.8 |0.5-5.0]0.15-0.60 ° °
Alum
Machining CCGX120404-LC 04 |0.5-7.0| 0.1-0.3 ° °
CCGX120408-LC 0.8 |0.5-7.0]0.15-0.60 ° °
C CCGX060202-LH 0.2 {0.3-3.0]0.05-0.15 ° °
CCGX060204-LH 04 |0.5-3.0| 0.1-0.3 ° °
CCGX060208-LH 0.8 {0.6-3.0/0.15-0.40 °
LH CCGX09T302-LH 0.2 {0.4-5.0]0.05-0.15 ° °
r=y
() CCGX09T304-LH 04 |0.5-5.0| 0.1-0.3 ° °
(@)} — 4
£ | CCGX09T308-LH 0.8 |0.5-5.0]0.15-0.60 ° °
E Alum CCGX120402-LH 0.2 {0.4-7.0]0.05-0.15 o o
Machining
CCGX120404-LH 04 |0.5-7.0| 0.1-0.3 ° °
CCGX120408-LH 0.8 |0.5-7.0]0.15-0.60 ° °
CCGX120412-LH 1.2 |0.5-7.0|0.15-0.80 o °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
c
© O
O 5
£E
o O
=
x
[
©
£
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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Positive inserts General tu rning

Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A***.SCLCR/L S***_SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
- .
S
A269 A270 A306 A307 A334 A352 A353

E***-SCLCR/L
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General tu rning Positive inserts

O  Ideal machining conditions cp* L 1.C ) d
€3 Normal machining conditions 06 02 6.4 6.35 | 238 2.8
Turning inserts §%  Unfavourable machining conditions 0973 | 97 |9525| 397 | 44
CP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
80° P OOOGHE SR O8I0
0,
N0 11 M o 00BHS 0080
K OBHBHB
N ©]@) O
S COBBBO O
H
mmNmNNmmNmN%\l)-—NmmO\— ,_‘_f;)
IS0 roa f |Sphaguinldgonecegag8 el |55
VOoUUUUS=SaON0Q0U0VUUa00NYEY [=q
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>E>>>>>>>>>>>>>>>>>>5> |>>
HE CPMT060204-HF 04 | 0.1-1.5 0.04-0.18 o o o
" 7 CPMT060208-HF 0.8 | 0.1-1.5 |0.05-0.25 o
(7
|
Finishing
SF CPGT060202-SF 0.2 |0.05-2.00|0.05-0.25 o o
- CPGT060204-SF 0.4 |0.05-2.00|0.05-0.35 ° °
)@ CPGT09T304-SF 0.4 |0.05-2.00/0.05-0.35 ° °
Finishing
Flat CPGW060204 0.4 | 05-1.5 [0.05-0.40 o
Medium Cut
HM CPMTO09T304-HM 04 | 0.2-3.5 |0.05-0.35 °
) CPMT09T308-HM 0.8 | 0.2-3.5 |0.10-0.55 o
R
|
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
S***.SCLPR/L C***_.SCLPR/L
Kr: 95° Kr: 95°
M
A348 A354
System code A48 Grade selection A42 Technical info A501 Cutting data A366

A124



rositiveinserts  General turning

O  Ideal machining conditions DC** L 1.C S d
€3 Normal machining conditions 07 02 7.8 6.35 | 238 2.8
Turning inserts §%  Unfavourable machining conditions 11 T3 | 116 | 9525 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE SEAY OI%(@)
M o8 OO0&BBHO0S0
K OSBHBB
N o0 O
S OCOBBRO @)
H
I50) NMmM NN MmN NLC\JI-—NLHLDO‘— ‘—\—E
IS0 roa, f |SpomoRiblgotnndoogya8nln oo
OUB0000U==0R000000URAKIVEL |=&
[sa gl ca R ea R e W a'a o' M a e a R aa i o a 2 a R a2 | o' B 'a Wi e B a'a S a'a R AW o | (el I~ [ala)
SS>>>>>>>>>>>>>>>>>>>>> |>5>
AHF DCMT070204-AHF 0.4 | 0.2-2.5 |0.05-0.20 o o e °
DCMT11T302-AHF 0.2 | 0.5-3.0 |0.05-0.15 o L ) e e
g DCMT11T304-AHF 04 | 05-30 005030 e oo .
DCMT11T308-AHF 0.8 | 0.5-3.0 |0.05-0.40 ° ° oo
Finishing
DCGT070202-SF 0.2 |0.05-1.50/0.05-0.15 ® @ O
SF DCGT070204-SF 0.4 10.05-1.50/0.05-0.20 o °
=~ | DCGT070208-SF 0.8 |0.05-1.50/0.05-0.30 °
VALY
— DCGT11T302-SF 0.2 |0.05-2.00/0.05-0.15 o o el|e
N DCGT11T304-SF 0.4 |0.05-2.00/0.05-0.20 ° °
Finishing
DCGT11T308-SF 0.8 |0.05-2.00/0.05-0.30 ° °
® Ex stock o0 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'
=
> o y 5 V Z y
A271 A272 A273 A308 A309 A310 A311
S***.SDQCR/L A***-SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
5 & &S ¢
A336 A337 A338 A357
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

O  Ideal machining conditions DCMT L 1.C ) d
A €3 Normal machining conditions 07 02 78 | 635 | 238 | 28
Turning inserts §%  Unfavourable machining conditions 1173 | 116 [ 9525 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
= P OOOGHBER SR O&0
c
£ M o 0088 H00g0
.
2 K OBBB
N ©]@) o8
S COBBBO o8
H
Mmmmmmmmmmmg‘—mmmo-— ‘—\—E
150 ra, f |Spmoniblgotnndoogsadnln oo
OUBU000U==0R000000URDKRIVEL |=&
[oa R ea R o'a e e W a'a Wi a2 M2 a W a'a Wi a'a Qo' R aa ) lfa'a Wi a'a Wi o'a Wi 'a B o'a I 2 W a'a | I~ib~l I~ [ala)
S>>>>>>>>>>>>>>>>>>>55> |[5>
EF DCMT070202-EF 0.2 [0.06-1.50|0.03-0.11 o o
DCMT070204-EF 0.4 |0.08-1.50/0.05-0.17 ° °
2 &7 | pcmTiT302EF 0.2 |0.08-2.00/0.04-0.15 o .
g DCMT11T304-EF 0.4 [0.11-2.00|0.06-0.23 ° °
Finishing DCMT11T308-EF 0.8 |0.15-2.00/0.08-0.30 ° L)
DCMT070202-HF 0.2 |0.06-1.50/0.03-0.11 o °
HF DCMT070204-HF 0.4 |0.08-1.50/0.05-0.17 ° °
“/ DCMT070208-HF 0.8 [0.08-1.50{0.05-0.30 ° o
C a/ DCMT11T302-HF 0.2 [0.08-2.00/0.04-0.15 o e o
N DCMT11T304-HF 0.4 |0.11-2.00|0.06-0.23 ° ° o °
Finishing
DCMT11T308-HF 0.8 |0.15-2.00/0.08-0.30 () °
XF DCMT070202-XF 0.2 | 0.5-1.5 |0.08-0.15 o
o DCMT070204-XF 04 | 0.5-1.5 |0.08-0.15| 0
£ 22 | pcmr070208-xF 08 | 0515 |0.08-0.25|0
E DCMT11T304-XF 04 | 0.5-2.0 |0.08-0.15| 0
Finishing DCMT11T308-XF 0.8 | 0.5-2.0 |0.08-0.25|0
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
D HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-SC SDJCR/L-SC SDNCN-SC
- Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
© O
=
_LE) g q - >
\ ) 3 -~
B ! ” = _diF ; ;
A271 A272 A273 A308 A309 A310 A311
S***.SDQCR/L A***.SDUCR/L S***.SDZCR/L E***-SDQCR/L
E Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
< S / o AN
O]
2
- A336 A337 A338 A357
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

Turning

Milling

O Ideal machining conditions DCMT L 1.C S d
€3 Normal machining conditions 07 02 7.8 6.35 | 238 2.8
Turning inserts §%  Unfavourable machining conditions 11 T3 | 1.6 [ 9525 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE STAY) O8O0
M o8 OO&BBHO0B0
K OSBHBB
N o0 O
S OCOBBRO O
H
I50) NMmM NN MmN Nkc\Jl-—Nmmo‘— \—.—-L—J
IS0 ra f |Spbhgublgolunsgose]e3uin oo
OUB000U==0R000000URAKRIVEL |=&
[oa R e R e'a N ea e W a'a W a'a Wi a a W a'a B a'a Qo' S ) lfa'a Wi a'a Wi o'a Wi a'a B o'a W 2 Wil a'a | I~ I~ [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
EM DCMTO070204-EM 0.4 |0.19-2.25|0.06-0.17 o0 °
DCMT070208-EM 0.8 [0.38-2.25|0.08-0.23 ® O °
’ DCMT11T304-EM 04 |0.25-3.000.08-0.23 oo o
DCMT11T308-EM 0.8 | 0.5-3.0 | 0.1-0.3 o0 °
Medium Cut
XM DCMT11T304-XM 0.4 1-2.5 0.15-03 | ® o
DCMT11T308-XM 0.8 1-25 |0.15-0.35|e °
g DCMT11T312-XM 1.2 1-2.5 0.15-04 | @ °
Medium Cut
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
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'
q el ‘\‘::: ~A & -~
[ le y ® V 4 y
A271 A272 A273 A308 A309 A310 A311
S***.SDQCR/L A***-SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
a / o A
A336 A337 A338 A357
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

O  Ideal machining conditions DCMT L 1.C ) d
€3 Normal machining conditions 07 02 7.8 6.35 | 238 2.8
Turning inserts §%  Unfavourable machining conditions 1173 | 116 | 9525 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBER SR O8I0
M (OF%) OO&BBHOO0HB0
K OBBB
N ©]@) o8
S COBBBO o8
H
[50) NMmM AN DM Nkr\Jl-—NLnLno\— -—\—8
150 roa, f |Spomoniblgotnndoogsadnln o5
UBU00U==0R00000URXaRVUEY =&
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>E>>>>>>>>>>>>>>>>>>5> |>>
HM DCMT070204-HM 0.4 |0.19-2.25/0.06-0.17 o e ° () ° °
DCMT070208-HM 0.8 [0.38-2.25/0.08-0.23 () ° () °
DCMT11T304-HM 0.4 |0.25-3.00|0.08-0.23 o e ° () ° °
DCMT11T308-HM 0.8 | 0.5-3.0 | 0.1-0.3 ° ° ° ° °
Medium Cut
DCMT11T312-HM 1.2 | 0.6-3.0 |0.12-0.36 [¢] o o
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
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'
- - N A 2 -~
e v S V 0 y
A271 A272 A273 A308 A309 A310 A311
S***_SDQCR/L A***-SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
M o AN
A336 A337 A338 A357
A48 Grade selection A42 Technical info A501 Cutting data A366

System code

A128



rositiveinserts  General turning

O  Ideal machining conditions DC** L 1.C S d
€3 Normal machining conditions 07 02 7.8 6.35 | 238 2.8
Turning inserts §%  Unfavourable machining conditions 11 T3 | 116 | 9525 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE SEAY OI%(@)
M O OO0&BBHO0S0
K OSBHBB
N o0 O
S OCOBBRO @)
H
I50) NMmM NN MmN NLC\JI-—NLHLDO‘— ‘—\—E
IS0 roa f |[STugcmpfor-umooSgR]S3unn oo
OUB0000U==0R000000URAKIVEL |=&
[sa gl ca R ea R e W a'a o' M a e a R aa i o a 2 a R a2 | o' B 'a Wi e B a'a S a'a R AW o | (el I~ [ala)
SS>>>>>>>>>>>>>>>>>>>>> |>5>
Flat DCMW11T304 04 |0.5-5.0|0.05-0.20 o
DCMW11T308 0.8 [04-5.0| 0.1-04 o
-
Medium Cut
HR DCMT11T304-HR 0.4 1-4 0.1-0.3 () [
'7 DCMT11T308-HR 0.8 1-4 10.12-0.35 ° °
E// DCMT11T312-HR 1.2 [1.2-40/0.14-042 o
Roughing
DCGX070201-LC 0.1 |0.3-4.0/0.05-0.10 °
LC DCGX070202-LC 0.2 |0.3-4.0/0.05-0.15 ° °
@/ DCGX070204-LC 0.4 |0.5-4.0| 0.1-0.3 ° °
DCGX11T302-LC 0.2 [0.3-5.5/0.05-0.15 ° °
Alum DCGX11T304-LC 0.4 |0.5-5.5| 0.1-0.3 ° °
Machining | cGX117T308-LC 0.8 |0.5-5.5|0.15-0.60 o .
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-SC SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
=
> o y 5 V Z y
A271 A272 A273 A308 A309 A310 A311
S***.SDQCR/L A***-SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
5 & &S ¢
A336 A337 A338 A357
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

O  Ideal machining conditions DCGX L 1.C ) d
€3 Normal machining conditions 07 02 7.8 6.35 | 238 2.8
Turning inserts §%  Unfavourable machining conditions 1173 | 116 | 9525 397 | 44
DC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBER SR @)%@)
M O OO&BBHOO0HB0
K OBBB
N ©]@) o8
S COBBBO o8
H
[50) NMmM AN DM Nkr\Jl-—NLnLno\— -—\—8
IS0 rloa, f |Spomoniblgotnndoogsadnln o5
UBU00U==0R00000URXaRVUEY =&
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>E>>>>>>>>>>>>>>>>>>5> |>>
DCGX070202-LH 0.2 |0.3-4.0/0.05-0.15 ° °
LH DCGX070204-LH 0.4 0.5-4.0| 0.1-0.3 ° )
p——
) DCGX070208-LH 0.8 |0.5-4.0/0.15-0.60 o °
DCGX11T302-LH 0.2 |0.3-5.5/0.05-0.15 ° °
Alum DCGX11T304-LH 0.4 0.5-5.5| 0.1-0.3 ° °
Machining | "5 cGX117308-LH 0.8 |0.5-5.50.15-0.60 ° °
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-SC SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
- N -~
A271 A272 A273 A308 A309 A310 A311
S***_SDQCR/L A***-SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
3 / \o A
A336 A337 A338 A357
A48 Grade selection A42 Technical info A501 Cutting data A366

System code
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rositiveinserts  General turning

O  Ideal machining conditions DPGT L 1.C S d
€3 Normal machining conditions 07 02 7.8 6.35 | 238 28
Turning inserts §2  Unfavourable machining conditions 1173 | 116 19525 397 | 44
DP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE SEAY OI%(@)
M o8 OOBHBHBOO0BO
K OBHBHB
N o0 O
S OOBBBO @)
H
o0 N NN DN NLC\JI-—NLI'\LDO‘— ‘—\—E
IS0 rloa f |SomomRhlblorbnScoos RSl |53
CD800U0U=S=0R00000UROKRVEY =&
[sa gl ca R ea R e W a'a o' M a e a R aa i o a 2 a R a2 | o' B 'a Wi e B a'a S a'a R AW o | (el I~ [ala)
S>>>>>>>>>>>>>>>>>>>5> |>>
Sk DPGT070202-SF 0.2 |0.05-2.00/0.05-0.15 o °
DPGT070204-SF 0.4 |0.05-2.00/0.05-0.30 ° °
/%) | DPGT11T304-SF 0.4 0.05-2.00| 0.1-0.3 o o
DPGT11T308-SF 0.8 |0.05-2.00| 0.1-0.4 o o
Finishing
® Ex stock © On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
S***.SDQPR/L S***.SDUPR/L C***.SDQPR/L
Kr: 107°30' Kr: 93° Kr: 107°30'
@/ ()
A349 A350 A356
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

RC** L 1.C S d

A 08 03 8 8 3.18 | 3.36
10 T3 10 10 3.97 3.6

12 04 12 12 476 | 444

16 06 16 16 6.35 55
20 06 20 20 6.35 6.5

O  Ideal machining conditions
€3 Normal machining conditions

o
£ Turning inserts §%  Unfavourable machining conditions 2507 | 25 | 25 | 794 | 77
S
=)
= RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOHBHER SERY o080
31.C M o) 008680080
I K OBH OB
B N 00 oS
L S OCOBBBO O
H
mmNmNNmmNmer\)l‘—Nmmo-—m;\—E
o 150 5, | f [EZ@S@RBgebLBoecRR SNl |5 s
c VoVUUUSZZO~NOQ00VVVYaO0®nYEY = N
= [ R e R e W a B s W e By e W e S e M o a Ry e S e} a'a S a'a S a'a S a'a W a'a W WY e a | I~ e an
= S>>>>>>>>>>>>>>>>>>>5>> |>>
= | RCMT0803MO 0.5-3.0 |0.1-0.4 . .
E?fif RCMT10T3MO 0.5-4.0 |0.1-0.5 o °
@ | rcmTI208MO 0.85.0 |0.1-0.6 o e o o
v RCMT1606MO 1-6  [0.1-0.8 e o o e
Medium Cut| RCMT2006MO 1.2-8.0 [0.1-1.0 o °
C RCMT2507MO 1.4-10.0|0.1-1.2 o o
LH RCGX0803MO-LH 1-4 |0.2-0.5 °
RCGX1204MO-LH 1.2-5.0 |0.2-0.6
o
é Alum
= Machining
o ® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
D Tool holder
SRDCN SRGCR/L
c
© O
2 = <3 A
£E
o O
=
A288 A289
X
O]
o
£
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

RCMX L 1.C S d
08 03 8 8 3.18 | 3.36
10 03 10 10 3.18 4.4
12 04 12 12 4.76 4.4
16 06 16 16 6.35 5.5
O  Ideal machining conditions 2006 | 20 20 | 635 | 65
€3 Normal machining conditions 25 07 25 25 7.94 7.2
Turning inserts &8 Unfavourable machining conditions 32 09 32 32 9.52 | 102
RC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
70 P OOO&BBE DB O8O
ol {, M 0 008880080
k\ o dI""’ K OBBB
N = N 00 0B
i — S QO0BHBBO oL
H
[50) NN NN N NLr\Jl-—Nmm — -—\—k-—J
150 a f [SnhgRhlgeo-bSosgR28 i oo
: D000 US=0R00000UROGRVEY =&
[ea s Qe MY ea Wfea Moo B = a W ca Wi oo Wi s a Qe WY aa |l aa S a'a R a'a Wi a2 Wi a'a MY Wi a o |l [~li~l I~d [ala)
S>>>>>>>>>>>>>>>>>>55> > >
RCMX0803MO 0.5-4.0| 0.1-0.5 °
Basic RCMX1003MO 0.5-5.0| 0.1-0.6 °
: RCMX1204MO 1-6 0.1-0.8 ) °
\ / RCMX1606MO 1-7 0.2-0.9 ° o o
h RCMX2006MO 1-9 0.2-1.0 ° °
Light
Roughmg RCMX2507MO 2-10 |0.25-1.20 °
RCMX3209MO 2-13 ]0.25-1.40 °
Basic | RCMX2507MO-1 29 | 0.1-04 o
o/
Light
Roughing
Basic | RCMX3209MO-PV 3-12 | 0.1-04 o e
¥
Light
Roughing
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

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

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts €2 Unfavourable machining conditions
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
90 P OOOGBHBER SR O8I0
oo g m o 0oaae80ogo
. 7 \
T I+ ed i
N N 00 08
r 5 o S 00BHBBO 08
H
mmNmNNmmNmer\Jl-—NLnLno\— ,_‘_f;)
Is0 r e fo|82RghnngorhnSc33R38bph |53
VUoVUUU=ZZ2Z0O0N00000VYaA0ONYEY = N
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>> >>>>>>>55> |>>
SCMT09T304-AHF 04 | 0.5-3.0 |0.05-0.30 ° ° o)
SCMTO09T308-AHF 0.8 | 0.5-3.0 |0.05-0.40 ° ° ()
EF SCMTO09T302-EF 0.2 |0.07-2.00|0.05-0.15 °
SCMTO09T304-EF 0.4 |0.11-2.00|0.06-0.23 °
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 o O °
SCMTO09T308-EM 0.8 | 0.5-3.0 | 0.1-0.3 L) °
SCMT120404-EM 04 | 0.3-3.6 |0.09-0.27 o o °
SCMT120408-EM 0.8 | 0.6-3.6 |0.12-0.36 o o °
SCMT120412-EM 1.2 |0.72-3.60|0.14-0.43 o °
SCMTO09T304-XF 04 | 0.5-20 |0.08-0.25|e
SCMTO09T308-XF 0.8 | 0.5-2.0 [0.08-030|e o
Finishing
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SSBCR/L SSDCN SSKCR/L SSSCR/L S***.SSKCR/L
Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75°
" p P /
o
A279 A280 A281 A282 A339
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning
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O  Ideal machining conditions SCMT L 1.C S d
€3 Normal machining conditions 09 T3 | 9.525 | 9.525 | 3.97 | 44
Turning inserts §%  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 5.56
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
% P OOOGBHBE STAY) O8O0
ol N g M o 008880080
. 7 \ e
~ M Qd['; K e
> 4 N 00 0
~N e —
AT S S 00BHBBO 08
H
Mmmmmmmmmmr\lg-—mmmo‘— \—.—-L—J
150 rloa, f Bo|sign@ge 2ins ol sl e e el s s
OUB000U==0R000000URAKRIVEL |=&
[oa R e R e'a N ea e W a'a W a'a Wi a a W a'a B a'a Qo' S ) lfa'a Wi a'a Wi o'a Wi a'a B o'a W 2 Wil a'a | I~ I~ [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
HE SCMT09T302-HF 0.2 |0.15-2.00/0.05-0.15
2 SCMT09T304-HF 0.4 10.11-2.00|0.05-0.23 °
Q’/ SCMT09T308-HF 0.8 |0.15-2.00/0.05-0.30 ° °
| |
Finishing
HM SCMT09T304-HM 0.4 10.25-3.00|0.08-0.23 () () °
‘Q/ SCMT09T308-HM 0.8 | 0.5-3.0 | 0.1-0.3 () ° °
rad SCMT120404-HM 04 | 03-3.6 |0.09-0.27 [ [
|
SCMT120408-HM 0.8 | 0.6-3.6 |0.12-0.36 o ° ° °
Medium Cut
SCMT120412-HM 1.2 10.72-3.60|0.14-0.43 °
SCMT09T304-XM 0.4 1-2.5 0.15-0.3 | o o
SCMT09T308-XM 0.8 1-25 |0.15-0.35|0 o
SCMT09T312-XM 1.2 1-2.5 0.15-04 | o o
SCMT120408-XM 0.8 1-3.0 |0.15-0.35| o o
Medium Cut
SCMT120412-XM 1.2 1-3.0 |0.15-04 |o o
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SSBCR/L SSDCN SSKCR/L SSSCR/L S***.SSKCR/L
Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75°
@ @3
o
A279 A280 A281 A282 A339
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

SC** L 1.C S d
09 T3 | 9.525 | 9.525 | 3.97 4.4
1204 | 127 | 127 | 476 |555.56

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts €2 Unfavourable machining conditions
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
90 P OOOGBHBER SR O8I0
G ™ yg M 0% 00BBH00Y0
. 7 \ i
+AD [ ; K o8BS
> N 00 o
L S S 008HBO oL
<= H
o0 NN NN DN Nkr\Jl-—NLnLno\— ,_‘_f;)
IS0 rloa fo8pilthikfgenmnndccgRes8ole 55
VUoVUUU=ZZ2Z0O0N00000VYaA0ONYEY = N
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>E>>>>>>>>>>>>>>>>>>5> |>>
SCMT09T304-HR 0.4 | 0.2-4.0 |0.05-0.40 o ° o)
,HR = SCMTO09T308-HR 0.8 1-4 0.12-0.35 () ° ° °
@9 | scmTooT312-HR 12 | 12-40 |0.14-0.42 o
L—
Wy | SCMT120404-HR 0.4 | 0.5-4.0 |0.05-0.50 o o
Roughing | SCMT120408-HR 0.8 | 1.2-48 |0.14-0.42 ° °
SCMT120412-HR 1.2 |1.44-4.80/0.17-0.50 (] ° () o
LC SCGX09T304-LC 04 | 0.5-5.0 | 0.1-0.5 )
éi) SCGX09T308-LC 0.8 | 0.5-5.0 |0.15-0.60
'( - SCGX120408-LC 0.8 1-7  10.15-0.60 °
Alum
Machining
® Ex stock o0 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°
- [ J /
©
A279 A280 A281 A282 A339
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

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

O  Ideal machining conditions
€3 Normal machining conditions

Turning inserts €2 Unfavourable machining conditions
SC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE STAY) OIX@)
oL.C M o8 OO0&BBHO0S0
' K oOBBSB
N o0 O
S OCOBBRO O
H
I50) NMmM NN MmN NLC\JIFNLHLHO‘— ‘—\—E
IS0 rloa, f |SpomoRiblgotnndoogya8nln oo
OUB0000U==0R000000URAKIVEL |=&
[sa gl ca R ea R e W a'a o' M a e a R aa i o a 2 a R a2 | o' B 'a Wi e B a'a S a'a R AW o | (el I~ [ala)
S>>>>>>>>>>>>>>>>>>>>> > >
LH SCGX09T302-LH 0.2 |0.5-4.0/0.05-0.15 o °
,‘-ﬂ SCGX09T304-LH 0.4 |0.5-4.0| 0.1-0.3 °
v\l ./< SCGX09T308-LH 0.8 |0.5-4.0/0.15-0.60 °
SCGX120408-LH 0.8 |0.5-5.0/0.15-0.60 o °
Alum
Machining
® Ex stock o0 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°
@ @2
©
A279 A280 A281 A282 A339
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

O  Ideal machining conditions SPMW | L 1.C S d
€3 Normal machining conditions 09 T3 | 9525 | 9525 | 3.97 44
Turning inserts §%  Unfavourable machining conditions 1204 | 127 | 127 | 476 | 556
SP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
90° P OOO&BHER SR @)%@)
e M M o) 00BHBH00g0
. /7 N
\a\e od K OBHBHB
. 9'\7 N 00 oF:
r L S COBHBHO (@)}
H
150 r|a | f [ExRS@plgetbnBoeg RSN |55
UBU00U==0R00000URXaRVUEY =&
[ R R W R e W e B e N e Qi el aa R a2 Qi e} a'a i a'a i a'a i a'a Wi a'a S Wa a ) [~ b= [ala)
S>E>>>>>>>>>>>>>>>>>>5> |>>
SPMWO09T304 0.4 |0.5-4.0/0.1-0.4 o
Flat SPMWO09T308 0.8 [0.5-4.0/0.2-04 o
) ’ SPMW120408 08 | 1-6 |0.3-0.6 o
—
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
A48 Grade selection A42 Technical info A501 Cutting data A366

System code

A138



rositiveinserts  General turning

O  Ideal machining conditions TBGH L 1.C S d
€3 Normal machining conditions 06 01 | 687 | 397 | 1.59 2.2
Turning inserts €2 Unfavourable machining conditions
TB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&GBHE: SEAY OI%(@)
M O COBHBHO0BIO
K OBHBHB
ad [ N Q0 08
5 o= S Q08BBO oY%
H
[50) NN DN NLC\JI-—NLnLn — l—\_-L—)
IS0 r|oa f [SnhgRhlgo-unSoog RS oo
P OB00U0U0U==0R00000URARUEL =&
[ea e Jera WY ea Wfe'a Wi ca B s W s Wi oo WY s a Qi ca WY e | I a'a W a'a B a'a WY a2 WY a'a R WY o |l [~ 4 [ala)
SS>>>>>>>>>>>>>>>>>>>>> |>5>
TBGH060102L 0.2 |0.5-3.5/0.05-0.40 ° °
TBGH060104L 0.4 |0.5-3.5/0.05-0.40 o °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

TCGT L 1.C S d
O  Ideal machining conditions 06T1 | 687 | 397 | 198 | 22
€3 Normal machining conditions 0902 | 963 | 556 | 238 25
Turning inserts €8 Unfavourable machining conditions ne n 63> | 3.18 | 28
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO®BHBR SERY O&0
S
M o8B OO0&BBHOO0B0
K OBHB®B
od N 00 o
i S 0OBBBO o
H
[0} NN DN N'?\Jl-—mm-.n — -—\_E
IS0 r | oa f |[gohghbbopgetbhoscsg8ognpn oo
: U000 0U=S=0R00000LUROGRIVUELY =&
[ R e W wa R aa e e i a Qi aa Ji aa R aa Qi e} o'a ifa'a Wi a'a i a'a i o'a WS Wa o} [—lib—l B~ an
S>>>>>>>>>>F>>>>>>>55> |[>>
TCGT06T102-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| 0.1-0.3 °
A TCGT090208-SF 0.8 |0.05-2.00|0.10-0.35 °
TCGT110302-SF 0.2 |0.05-2.00|0.05-0.15 o
Finishing TCGT110304-SF 0.4 |0.05-2.00| 0.1-0.3 ° °
TCGT110308-SF 0.8 |0.05-2.00|0.10-0.35 o
® Ex stock 0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
STGCR/L E***-STFCR/L
Kr:91° Kr: 90°
) V
A285 A361
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

TCMT L 1.C S d
O  Ideal machining conditions 0902 | 963 | 556 | 238 | 25
€3 Normal machining conditions 1102 [ 635 | 238 28
Turning inserts &8 Unfavourable machining conditions T6QEM 165 | 9525 | 3.97 | 44
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBER DB o8O0
> M oL 0088000
K OBBB
ad N o0 o
7°F= S OCOBBRO O
H
[50) NN NN DN NLr\Jl-—Nmm — l—.—g
IS0 roa f |[gohghbogetbhnsssggognpn oo
: UBLU0U0U==o0RooluLLVRaRVEY =&
[oa o Jea WY ea lifea MY ea B = M s Wi oo Wit s a Qi ca WY aa | lfa'a Wi aa R aa Wi a'a WY a'a MY W o | [~li~l I—d [ala)
S>>>>>>>>>>>>>>>>>>55% |[>>
AHF TCMT110204-AHF 04 | 0.2-2.5 |0.05-0.30 [ )
TCMT110208-AHF 08 | 0.2-25 | 0.1-04 [] °
é TCMT16T304-AHF 04 | 0530 005030 e o
’ TCMT16T308-AHF 08 | 05-35 | 0.1-04 ° °
Finishing
TCMT090202-HF 0.2 |0.06-1.70/0.03-0.13 () o
TCMT090204-HF 04 | 0.1-1.7 ]0.05-0.19 o °
HF TCMT090208-HF 0.8 |0.15-1.70/0.10-0.25 o
P TCMT110202-HF 0.2 |0.08-2.00|0.05-0.20 °
== TCMT110204-HF 04 | 0.1-2.0 |0.05-0.30 [ ()
o TCMT110208-HF 0.8 | 0.1-2.0 |0.05-0.35 ° °
Finishing
TCMT16T304-HF 0.4 |0.11-2.00/0.05-0.23 °
TCMT16T308-HF 0.8 | 0.2-3.5 |0.05-0.30
TCMT090202-XF 0.2 | 0.5-1.5 |0.08-0.15 o
XF TCMT090204-XF 04 | 0.5-15 |0.08-0.20| e
TCMT110202-XF 0.2 | 0.5-2.0 |0.08-0.15 o
A TCMT110204-XF 04 | 0.5-2.0 [0.08-0.20| e
TCMT110208-XF 0.8 | 0.5-2.5 [0.08-0.25|e
Finishing | TCMT16T304-XF 0.4 | 0.5-2.5 |0.08-0.20| @
TCMT16T308-XF 0.8 | 0.5-25 |0.08-0.25|e
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S***.STFCR/L E***-STFCR/L
Kr: 90° Kr:91° Kr: 91° Kr: 60° Kr:91° Kr: 90°
o &) ©
S 2
A283 A284 A285 A286 A341 A361
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

TCMT L 1.C S d
O  Ideal machining conditions 0902 | 963 | 556 | 238 | 25
€3 Normal machining conditions 1102 [ 635 | 238 28
Turning inserts €8 Unfavourable machining conditions T6QEN 165 | 9525 | 3.97 | 44
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO®BHBR STAX) O&0
> M o= 008BH00GO
K OBBB
od N 00 o8
7 S 008HBO oS
H
o0 NMm NN DM N Ng-—mmm — '—\—k‘—J
IS0 r | oa f [E-hl@a@ngelninSsSg 88 5o
: UBLU0U=S=oRoouuouRaonrLEy =&
[ Qe e Wi wa R aa i e e a W e Qi el aa R aa Qi e} o'a llfa'a Wi a'a i a'a i o'a MY S Ve o )l =il e an
S>>>>>>>>>>>>>>>>>>55> > >
TCMT090202-EF 0.2 {0.06-1.70|0.03-0.13
EF TCMT090204-EF 04 | 0.1-1.7 |0.05-0.19 °
\ TCMT110202-EF 0.2 | 0.2-2.0 |0.05-0.13 o
' TCMT110204-EF 04 | 0.2-2.0 |0.05-0.20 °
L TCMT16T304-EF 0.4 | 0.3-3.0 |0.05-0.23 °
Finishing
TCMT16T308-EF 0.8 | 0.3-3.0 | 0.1-04 °
EM TCMT090204-EM 0.4 {0.19-2.25|0.06-0.17 o °
TCMT110204-EM 04 | 0.2-2.7 |0.05-0.30 o °
A TCMT110208-EM 0.8 | 0.8-2.7 |0.08-0.30 °
TCMT16T304-EM 0.4 |0.25-3.00|0.08-0.23 °
Medium Cut
TCMT16T308-EM 0.8 | 0.5-3.0 | 0.1-0.3 oo °
XM TCMT16T304-XM 0.4 1-3.0 |0.15-03 |o o
TCMT16T308-XM 0.8 1-3.0 |0.15-0.35| 0 o
A TCMT16T312-XM 1.2 1-3.0 | 0.15-04 |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
STACR/L STFCR/L STGCR/L STTCR/L S***_.STFCR/L E***-STFCR/L
Kr: 90° Kr:91° Kr:91° Kr: 60° Kr:91° Kr: 90°
% @ ‘o
o 2
A283 A284 A285 A286 A341 A361
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

TC** L 1.C S d
0902 | 963 | 556 | 238 2.5
11 02 11 635 | 238 2.8
16 T3 | 16,5 | 9.525 | 3.97 4.4

O  Ideal machining conditions
€ Normal machining conditions

Turning inserts €8 Unfavourable machining conditions 2204 | 22 | 127 | 476 | 55
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBER SERY O8O
> M O 00868000
K OBHBHB
od | N 00 o
7°F= S OOBBRO O
H
[5) NN DN Ng.—r\lmm — —_B
150 rloa f [S-hgRibloge-bSosgR2g i oo
: UBLUU0U=S=o0R00uLLVURARVELY =&
[oa e R ea R ea R eva W2 R o W ~a R va [ a'a S va i e |l [ a'a B a'a Wi w'a B a'a N 'a Ny aWYa a | [P~ [P4 [alya)
S>>>>>>>>>>>>>>>>>>55> > >
Flat TCMW16T308 0.8 | 0.5-5.0 |0.05-0.60 o
O
——
Medium Cut
TCMT090204-HM 0.4 |0.19-2.25/0.06-0.17 () ° ° °
HM TCMT090208-HM 0.8 |0.38-2.25|0.08-0.23 o o o
TCMT110204-HM 04 | 0.2-2.7 0.07-0.20 () ° ° °
“ TCMT110208-HM 0.8 | 0.5-2.7 | 0.1-0.3 () () [
—
TCMT16T304-HM 0.4 10.25-3.00|0.08-0.23 () ° °
Medium Cut
TCMT16T308-HM 0.8 | 0.5-3.0 | 0.1-0.3 ° ° ° °
TCMT16T312-HM 1.2 | 0.6-3.0 {0.12-0.36 o °
TCMT090204-HR 04 | 0.5-3.0 | 0.1-0.3 o
TCMT090208-HR 0.8 | 0.5-3.5 |0.08-0.50 o o
HR TCMT110204-HR 04 | 05-3.0 | 0.1-04 [
a TCMT110208-HR 0.8 1-4 0.1-0.5 °
s | TCMT16T304-HR 04 | 0540 | 0.1-04 ° °
Roughing | TCMT16T308-HR 0.8 1-4  10.12-0.35 ° °
TCMT16T312-HR 1.2 | 1.2-40 |0.14-0.42 o o °
TCMT220408-HR 0.8 | 1.2-48 |0.14-0.42 () [ [
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S***_.STFCR/L E***-STFCR/L
Kr: 90° Kr:91° Kr:91° Kr: 60° Kr:91° Kr: 90°
" /
() ‘o
o 2
A283 A284 A285 A286 A341 A361
System code A48 Grade selection A42 Technical info A501 Cutting data A366

<
v_ A143

Turning

Milling

N

Drilling

O

Technical
Information

Index



General tu rning Positive inserts

O  Ideal machining conditions TCMT L 1.C ) d
A €3 Normal machining conditions 22 04 22 127 | 476 5.5
Turning inserts €2 Unfavourable machining conditions
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
= P OOO&BHER SR O8I0
c
£ S M O 0088 S0080
S
2 K OBHBHB
od N 00 o8
76 S COBHBHO O
H
150 r|oa | f |SphophogosbnsoSgyRgnln 55
CB800U00U=S=0R00000URORIVEY =&
[ R R W R e W e B e N e Qi el aa R a2 Qi e} a'a i a'a i a'a i a'a Wi a'a S Wa a ) [~ b= [ala)
S>>>>>>5>>>>>>>>>>>>>>> |>>
TCMT220408 0.8 [1.2-4.8|0.14-0.42 °
Basic
g
= w
i —
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
(@)}
£
a
c
© O
3
£E
o O
=
X
O]
©
£
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

TCGX L I.C S d
O  Ideal machining conditions 0902 | 963 | 556 | 238 | 25
€3 Normal machining conditions 1102 [ 635 | 238 28
Turning inserts &8 Unfavourable machining conditions 168 165 | 9.525 | 3.97 | 44
TC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOHBHBER SEA OO0
S
M O OOSBBBO0S0
K OBHBHB
od N 00 o8
i S 0OBBBO o)
H
[50) NN DN NLr\Jl-—Nmm — -—\—kv—J
IS0 r|oa f |S2hghhlgo?nnBEosgR g 5o
. D000 U=S=0R00000UROGRVEY =&
[ea o Qoo Moo lea MY ea B = a W el oo Wit s a Qi ca Wi aa | aa S a'a i a'a B a2 Wi a'a MY SV o |l [~ 4 an
S>>>>>>>>>>>>>>>>>>55> > >
TCGX090202-LC 0.2 {0.3-4.0/0.05-0.15 ° °
LC TCGX090204-LC 04 |0.5-4.0| 0.1-0.3 ° °
y TCGX110202-LC 0.2 (0.3-5.0/0.05-0.15 ° °
@‘7 TCGX110204-LC 0.4 |0.5-5.0| 0.1-0.3 ° °
| TCGX110208-LC 0.8 |0.5-5.0/0.15-0.60 ° °
Alum
Machining | TCGX16T304-LC 0.4 [0.5-7.0| 0.1-0.3 °
TCGX16T308-LC 0.8 |0.5-7.0]0.15-0.60 ° °
TCGX090202-LH 0.2 {0.3-4.0/0.05-0.15 o °
TCGX090204-LH 04 |0.5-4.0| 0.1-0.3 °
LH TCGX110202-LH 0.2 |0.3-5.0/0.05-0.15 o °
2y
=) TCGX110204-LH 0.4 |0.5-5.0| 0.1-0.3 ° °
Y 4 \,
s | TCGX110208-LH 0.8 |0.5-5.0/0.15-0.60 °
Alum TCGX16T302-LH 0.2 {0.5-7.0]0.05-0.15 °
Machining
TCGX16T304-LH 04 |0.5-7.0| 0.1-0.3 o °
TCGX16T308-LH 0.8 |0.5-7.0/0.15-0.60 o °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC?> Coated cermet
HW Uncoated carbide
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S***.STFCR/L E***-STFCR/L
Kr: 90° Kr:91° Kr:91° Kr: 60° Kr:91° Kr: 90°
" /
() o
o \'-
A283 A284 A285 A286 A341 A361
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

O  Ideal machining conditions TPGH L 1.C ) d
€3 Normal machining conditions 0902 | 963 | 556 | 2.38 2.8
Turning inserts §%  Unfavourable machining conditions 1103 11 635 | 3.18 | 3.18
TP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOO&BHER SR O8I0
M O OCOBHBHOO0HB0
K OBHBHB
sl N 00 o
1= S 008BBO 08
H
150 roa f [Splonilgo ndoogRe8nine |55
UBU00U==0R00000URXaRVUEY =&
[ R R W R e W e B e N e Qi el aa R a2 Qi e} a'a i a'a i a'a i a'a Wi a'a S Wa a ) [~ b= [ala)
S>> >>>>>>>55> |>>
TPGH090202L 0.2 |0.2-3.0/0.05-0.15 ° o o
(_\j TPGH090204L 0.4 |0.2-3.0/0.05-0.30 ° L)
ib‘ TPGH110302L 0.2 |0.2-3.5/0.05-0.15 ° o0
Super TPGH110304L 0.4 |0.2-3.5/0.05-0.30 ° o0
Finishing
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
System code A48 Grade selection A42 Technical info A501 Cutting data A366
<
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rositiveinserts  General turning

Turning

Milling

N

Drilling

O  Ideal machining conditions TPGT L 1.C S d
€3 Normal machining conditions 0902 | 963 | 556 | 2.38 2.5
Turning inserts §%  Unfavourable machining conditions 1103 11 635 | 3.18 | 28
TP** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE SEAY OI%(@)
M oL 00B&B00GO0
K OBHBHB
sl N 00 o8
1P S 00BBBO 0
H
I50) NMmM NN MmN NLC\JI-—NLI'\LDO‘— ‘—\—E
150 roa f [Sphohulgoundoog ]Gk |55
OUB0000U==0R000000URAKIVEL |=&
[sa gl ca R ea R e W a'a o' M a e a R aa i o a 2 a R a2 | o' B 'a Wi e B a'a S a'a R AW o | (el I~ [ala)
SS>>>>>>>>>>>>>>>>>>>>> |>5>
TPGT090202-SF 0.2 |0.05-2.00/0.05-0.15 °
SF TPGT090204-SF 0.4 |0.05-2.00|0.05-0.25 o ° °
TPGT090208-SF 0.8 |0.05-2.00/0.05-0.35 °
TPGT110302-SF 0.2 |0.05-2.00/0.05-0.15 ° °
s TPGT110304-SF 0.4 |0.05-2.00|0.05-0.25 o °
Finishing
TPGT110308-SF 0.8 |0.05-2.00|0.05-0.35 °
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
S***.STUPR/L C***.STUPR/L E***-STFPR/L
Kr: 93° Kr: 93° Kr: 90°
A351 A360 A362
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

VBMT L 1.C S d
A O  Ideal machining conditions 102 | 11 1635238 | 28
€3 Normal machining conditions 1103 [ 635 | 318 28
Turning inserts €8 Unfavourable machining conditions 16004 | 165 | 9.525 | 476 | 44
o VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
£ P 0OO®®B® 86 080
.
= M (@) OO0&BBHO0S0
K OBBB
N 00 o8
S QOBHBHBO o®8
B i
[0} NN DO Nkr'\l)-—Nan — -—\—k'—J
IS0 r | oa f |S2ngfbbgeRhnSoSg 8B 5o
’ UBLU0U=S=oRoouuouRaonrLEy =&
[ R ea R R a R e N a < Wi~ a Wy wa i a'a Ry aa Wi e ) [fe'a R a Wi a'a Wi 'a W a'a Y W o a | [=alib= ) I~ [alya)
S>>>>>>>>>>>>>>>>>>>5>% > >
AHE VBMT160404-AHF 0.4 | 0.2-3.0 |0.05-0.30 ° °
g VBMT160408-AHF 0.8 | 0.8-3.5 |0.08-0.40 ° °
s ==
Finishing
EF VBMT110302-EF 0.2 {0.06-1.70|0.03-0.13 °
VBMT110304-EF 04 | 0.1-1.7 |0.05-0.19 ° °
C wwouss | VBMT110308-EF 0.8 |0.13-1.70|0.07-0.26 ° o
VBMT160404-EF 04 | 0.1-1.8 |0.05-0.20 ° °
Finishing | YVBMT160408-EF 0.8 |0.14-1.80|0.07-0.27 ° °
VBMT110202-XF 0.2 | 0.5-2.0 |0.08-0.20 ¢}
XF VBMT110204-XF 04 | 0.5-2.0 |0.08-0.20| @
(@)}
< VBMT110302-XF 0.2 | 0.5-2.0 |0.08-0.20 o
E ; VBMT110304-XF 04 | 0.5-2.0 |0.08-0.20| ®
o VBMT160404-XF 04 | 0.5-2.5 |0.08-0.20| @
Finishing
VBMT160408-XF 0.8 | 0.5-2.5 |0.08-0.25| @
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
D HW Uncoated carbide
Tool holder
= SVJBR/L SVABR/L SVVBN S***-SVQBR/L S***_S\VUBR/L S***_-SVXBR/L
E’ iel Kr: 93° Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93° Kr: 93¢
= ©
< £
o O
®, ®, & - \;
A274 A275 A276 A345 A346 A347
x
[
©
=
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

O  Ideal machining conditions VB** L 1.C S d
€3 Normal machining conditions 1102 n 6.35 | 238 2.8
Turning inserts §%  Unfavourable machining conditions 1604 | 165 | 9525 | 476 | 44
VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE SEAY OI%(@)
M o8 OO0&BBHO0S0
K OSBHBB
N o0 O
S OCOBBRO @)
H
[50) NN DN NLC\JI-—NLnLn — l—\_-L—)
IS0 r|oa f [SnhgRhlgo-unSoog RS oo
P CB80U0U==0R00000UROGKUVUEL =&
[sa gl ca R ea R e W a'a o' M a e a R aa i o a 2 a R a2 | o' B 'a Wi e B a'a S a'a R AW o | (el I~ [ala)
SS>>>>>>>>>>>>>>>>>>>>> |>5>
HE VBMT110202-HF 0.2 |0.2-2.0/0.05-0.15
VBMT110204-HF 0.4 |0.2-2.0/0.05-0.35 o
\\Q?» 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 o
VBET160408-NF 0.8 |0.2-3.0/0.08-0.40 o
Finishing
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SVJBR/L SVABR/L SVVBN S***.SVQBR/L S***_SVUBR/L S***_SVXBR/L
Kr: 93° Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93° Kr: 93°
A o
@, ®, (Y g \;
A274 A275 A276 A345 A346 A347
A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

O  Ideal machining conditions VBGT L 1.C S d
€3 Normal machining conditions 1103 n 6.35 | 318 2.8
Turning inserts €2 Unfavourable machining conditions
VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGHE SR O8I0
M (OF%) OO&BBHOO0HB0
K OBBB
N ©]@) O
S COBBBO O
H
mmNmNNmmNmer\Jl-—NanO\—m‘_\—g
IS0 ra f |Spogouolie nuneocsgogcgne 53
VoUVUUUUZSZZ=ZO0ON000VVYYa0®nlEY = N
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>>>>>>5>>>>>>>>>>>>>>> |>>
SF VBGT110302-SF 0.2 |0.05-2.00/0.05-0.15 oole
VBGT110304-SF 0.4 |0.05-2.00/0.05-0.20 ole
'@,
Finishing
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SVJBR/L SVABR/L SVVBN S***.SVXBR/L
Kr: 93° Kr: 90° Kr: 72°30' Kr: 93°
Vel
. - y v/
A274 A275 A276 A347
A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

O  Ideal machining conditions VB** L 1.C S d
€3 Normal machining conditions 1103 n 6.35 | 318 28
Turning inserts §2  Unfavourable machining conditions 16 04 | 165 | 9525 | 476 | 44
VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE STAY) O8O0
M o8 OO&BBHO0B0
K OSBHBB
N o0 O
S OCOBBRO O
H
[50) NN DN NLC\JI-—NLnLn — \—._-E
IS0 r | a f |SohgoRblgo?nnBosgRg e 5o
P CB80U0U==0R00000URDHKUEL =&
[Sa g ca Qs R e R e'a o' R aa e a S aa M s a W s a W aa | s WY a'a Y a'a Wi a'a W a'a W 2 W a'a | ==l I [alya)
S>>>>>>>>>>>>>>>>>>>>> |>5>
NGF VBET160408-NGF 0.8 | 0.2-3.0 |0.08-0.30 °
VBET160412-NGF 1.2 | 0.2-3.0 | 0.1-04 )
_— a\\
Finishing
EM VBMT110304-EM 0.4 10.15-2.00/0.07-0.20 ° °
VBMT110308-EM 0.8 | 0.2-2.0 |0.09-0.27 o ° °
<5 | \BMT160404-EM 04 |0.23-2.70|0.07-0.20 . N
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 ° ()
VBMT160408-HM 0.8 10.45-2.70/0.09-0.27 ° o 0o 0 () o
* VBMT160412-HM 1.2 10.54-2.70/0.11-0.32 °
Medium Cut
XM VBMT160404-XM 0.4 1-25 |0.15-0.25| e o
VBMT160408-XM 0.8 1-2.5 0.15-0.3 o
== 1\ MT160412XM 12| 125 [0.15-035|e o
Medium Cut
® Ex stock o0 On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SVJBR/L SVABR/L SVVBN S***.SVQBR/L S***.SVUBR/L S***.SVXBR/L
Kr: 93° Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93° Kr: 93°
% o
@, ®, (Y g \;
A274 A275 A276 A345 A346 A347
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

O  Ideal machining conditions VBMT L 1.C S d
€3 Normal machining conditions 1604 | 165 | 9525 | 476 44
Turning inserts €2 Unfavourable machining conditions
VB** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBER SR O8I0
M OosH OO&BBHOO0HB0
K OBHBHB
N ©]@) O
S COBBBO O
H
mmNmNNmmNmer\Jl-—NanO\— ,_‘_f;)
IS0 f o oa, f |[SnhgRhlbgo-unSoo g2 oo
CB800U00U=S=0R00000URORIVEY =&
[oa R ea R o'a N ea e W a'a Wi a'a M2 a W a'a B a'a W o' R a ) lfa'a M a'a Wi a'a Wi a'a B o'a B 2 Wl a'a || I~ib~) I~ [ala)
S>>>>>>5>>>>>>>>>>>>>>> |>>
HR VBMT160404-HR 04 | 0.5-3.0 | 0.1-0.3 ° °
- VBMT160408-HR 0.8 | 09-3.6 |0.11-0.32 ¢} °
&S5 | VBMT160412-HR 12 1.08-3.60|0.13-0.38 o e
Roughing
SNR VBMT160408-SNR 0.8 | 05-40 | 0.1-0.3 o
VBMT160412-SNR 1.2 | 05-40 | 0.3-06 [olNe)
T
Roughing
® Ex stock o On demand HC' Coated carbide
YBC152F, YBC252F, YBM153F, YBM253F available HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SVJBR/L SVABR/L SVVBN S***.SVQBR/L S***_SVVUBR/L S***_SVXBR/L
Kr: 93° Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93° Kr: 93°
A /
@& ®, o g \;
A274 A275 A276 A345 A346 A347
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

O  Ideal machining conditions VCGT L 1.C S d
€3 Normal machining conditions 1103 n 6.35 | 318 2.8
Turning inserts §%  Unfavourable machining conditions 1604 | 165 | 9525 | 476 | 44
VC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
P OOOGBHBE SEAY OI%(@)
M o8 OO0&BBHO0S0
K OSBHBB
N o0 O
S OCOBBRO @)
H
[50) NN DN NLC\JI-—NLnLn — l—\_-L—)
150 r ] a f [SnhgRhlgo-unSoog RS oo
P OB00U0U0U==0R00000URARUEL =&
[sa gl ca R ea R e W a'a o' M a e a R aa i o a 2 a R a2 | o' B 'a Wi e B a'a S a'a R AW o | (el I~ [ala)
SS>>>>>>>>>>>>>>>>>>>>> |>5>
HE VCGT110304-HF 0.4 | 0.2-2.0 |0.05-0.30 o
_—
Finishing
NF VCGT160408-NF 08 | 0.2-20 | 0.1-04 )
Finishing
SF VCGT110302-SF 0.2 |0.05-1.00|0.05-0.15 ° °
VCGT110304-SF 0.4 |0.05-1.00|0.05-0.25 o ° ° °
@ VCGT160404-SF 0.4 |0.05-1.50/0.05-0.25 °
Finishing
® Ex stock o0 On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
Tool holder
SVVCN SVJCR/L SVACR/L-SC SVJCR/L-SC S***_SVVQCR/L S***_SVVUCR/L C***_-SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30' Kr: 93° Kr: 107°30'
y 4Z y s é /
A277 A278 A312 A313 A343 A344 A363
C***_-SVVUCR/L
,,,,,,,,,,,,,,,,,,,, Kr:93®
\{\ /
&2
A4
System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

VCGX L 1.C S d
A O  Ideal machining conditions 1M03 | 11 | 635318 | 28
€3 Normal machining conditions 1604 | 166 | 9525 476 44
Turning/MiIIing inserts €8 Unfavourable machining conditions 2208 22 127 | 556 | 55
o VC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
g P OOOMBHE SERY O&0
S
= M (@) OO0&BBHOO0B0
K OBBB
N 00 O
S QOBHBHBO O&%
B ;
(5] NN DO N'?\Jl-—mmm — -—\—E
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VCGX110301-LC 0.1 |0.3-3.0/0.05-0.10 ° ° °
g VCGX110302-LC 0.2 |0.3-3.0/0.05-0.15 ° o °
g LC VCGX110304-LC 04 |0.5-3.0| 0.1-0.3 ° °
A VCGX110308-LC 0.8 1-3 0.1-0.5 ° °
VCGX160404-LC 0.4 |0.5-5.0| 0.1-0.3 ° °
Alum VCGX160408-LC 0.8 |0.5-5.0/0.15-0.60 ° °
Machining
VCGX160412-LC 1.2 |0.5-5.0|/0.15-0.80 o °
C VCGX220530-LC 3 ]0.5-7.0|0.25-1.00 ° o e
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW  Uncoated carbide
g
— Tool holder
a SVVCN SVJCR/L SVACR/L-SC SVJCR/L-SC S***.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'
D y > y 4 9 / / \
A277 A278 A312 A313 A343 A344 A363
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System code A48 Grade selection A42 Technical info A501 Cutting data A366
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rositiveinserts  General turning

VCGX L I.C S d
11 02 11 6.35 | 2.38 2.8
O  Ideal machining conditions 1103 1 635 | 3.18 28
€ Normal machining conditions 1604 | 166 | 9.525) 476 4.4
Turning/MiIIing inserts €2 Unfavourable machining conditions 22 05 22 127 | 556 5.5
VC** turning/milling insert HC' (CVD) HC' (PVD) HT | HC? HW
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VCGX110204-LH 04 |0.5-3.0| 0.1-0.3 ° °
VCGX110301-LH 0.1 {0.5-3.0/0.05-0.10 o0
VCGX110302-LH 0.2 |0.3-3.0/0.05-0.15 ° ® O
LH VCGX110304-LH 0.4 |0.5-3.0| 0.1-0.3 ° °
@~ VCGX110308-LH 0.8 |0.5-3.0/0.15-0.60 o °
VCGX160402-LH 0.2 {0.5-5.0]0.05-0.10 ° °
Alum VCGX160404-LH 0.4 |0.5-5.0| 0.1-0.3 ° °
Machining
VCGX160408-LH 0.8 |0.5-5.0/0.15-0.60 ° °
VCGX160412-LH 1.2 |0.5-5.0|0.15-0.80 o °
VCGX220530-LH 3 ]0.5-7.0/0.25-1.00 o ® O
® Ex stock o On demand HC' Coated carbide
HT  Uncoated cermet
HC? Coated cermet
HW Uncoated carbide
Tool holder
SVVCN SVJCR/L SVACR/L-SC SVJCR/L-SC S***_-SVVQCR/L S***.SVUCR/L C***.SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30' Kr: 93° Kr: 107°30'
S,
A277 A278 A312 A313 A343 A344 A363
C***.SVUCR/L
,,,,,,,,,,,,,,,,,,,, Kr93®
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System code A48 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Positive inserts

O  Ideal machining conditions vemT L 1.C ) d
€3 Normal machining conditions 1103 n 6.35 | 3.18 2.8
Turning inserts §%  Unfavourable machining conditions 16 04 16 19525 | 476 | 44
VC** positive insert HC' (CVD) HC' (PVD) HT | HC? HW
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XF VCMT110302-XF 0.2 {0.5-2.0/0.08-0.20 o
VCMT110304-XF 0.4 |0.5-2.0/0.08-0.20| ®
== | VCMT110308-XF 0.8 |0.5-2.0/0.08-0.25 | ®
VCMT160404-XF 0.4 |0.5-2.5/0.08-0.20 | ®
Finishing VCMT160408-XF 0.8 |0.5-2.5/0.08-0.25| @
EF VCMT160404-EF 0.4 |0.5-2.5/0.05-0.20 °
i
Medium Cut
EM VCMT160404-EM 0.4 |0.5-2.5/0.05-0.35 °
VCMT160408-EM 0.8 |0.5-2.5/0.10-0.45 °
e
Medium Cut
XM VCMT160412-XM 1.2 | 1-25 |0.15-0.35|0 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
System code A48 Grade selection A42 Technical info A501 Cutting data A366
l‘.
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rositiveinserts  General turning

Tool holder
SVVCN SVJCR/L SVACR/L-SC SVJCR/L-SC S***.SVQCR/L S***.SVUCR/L C***-.SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30' Kr: 93° Kr: 107°30'
S,
A277 A278 A312 A313 A343 A344 A363

C***-SVUCR/L
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General turning  1so code - PcBN & PCD inserts

N

N G A

12 04 08 T 020 20

- 2 (W)

1 2 3 4 5 6 7 8 9 10 11 12
Insert shape Clearance angle Tolerance class
A g B c <> A ‘ m
A J‘/a“ ° ‘1‘\"5“ /NI
1.C S
D E H <:> Code \Cimm] | mmm] S [mm]
C S — D \% A +0,025 +0,005 +0,025
C +0,025 +0,013 +0,025
K L I:I M ‘ E +0,025 +0,025 +0,025
E 5 F 5 F +0,013 +0,005 +0,025
o Q s T 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}xrgoo 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 Special 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 L] LS Q é .g E
C D S T \ W
> 65° 3,97 06
c N T
5,56 09
<65° <65° 6,0
@ W ﬁ 6,35 06 07 1 11
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
N
A158 v




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

Insert thickness S [mm] Nose radius r [mm] Cutting edge profile
é_i—j é_‘/—j g Code Cutting edge ‘ Insert shape
f f
Code ‘ S Code ‘ S Code ‘ r E Rounding iy
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 e
T3 3,97 09 9,52 08 0,8
04 4,76 T9 9,72 12 1,2
T4 4,96 1 11,11 16 1,6 T Chamfer W
05 5,56 12 12,70 20 2,0
T5 5,95 24 24
32 3,2
X Special s Chamfer + Rounding T
MO Round inserts
6 7 8
Chamfer width b [mm] Chamfer angle a Cutting edges
b Code Form
T N
Code ‘ b Code ‘ a 1 O
010 0,10 05 5°
015 0,15 10 10° r—
020 0,20 15 15° 2 O
025 0,25 20 20°
030 0,30 25 25°
035 0,35 30 30° 3 i j
040 0,40
045 0,45
050 0,50
100 1,00 4 E
200 2,00
9 10 11
Extra
Code Description
w Wiper
HS Full face single brazed CBN insert
M Solid CBN with clamping dimple
CcB Chip breaker (CBN)
MED Chip breaker, fine - medium (PCD)
ROF Chip breaker, medium - roughing (PCD)
L (L/R) Full-edge tipped (PCD)

12

A159

Turning

Milling

N

Drilling

O

Technical
Information

Index



A

Turning

Milling

N

Drilling

D

Technical
Information

Index

General turning  rcsn & pcp inserts

O  Ideal machining conditions CNGA L 1.C S d
€3 Normal machining conditions 1204 | 129 | 127 | 476 | 5.16
Turning CBN inserts €2 Unfavourable machining conditions
CN** negative insert BL (CBN) BC (CBN) BH (CBN)
80° P
21C A i M
' K O
ad N
ﬂ so @
H O3 OB
[CNCNT]
150 rl e f |S2&R 28 A& =
[salaalaaliyaa) [salaalaal o
$YYS 2¥Y¥ $
CNGA120402501020-2 0.2 |0.08-0.50|0.05-0.15 o o
CNGA120402501225-2 0.2 |0.08-0.50/0.05-0.15 o [}
CNGA120404E-2 0.4 |0.08-0.50(0.05-0.20| o o
CNGA120404501020-2 0.4 |0.08-0.50|0.05-0.20 ° o o
CNGA120404501225-2 0.4 |0.08-0.50|0.05-0.20 ° ¢}
CNGA120408E-2 0.8 10.08-0.50/0.05-0.25| o o
CNGA120408501525-2 0.8 0.08-0.50/0.05-0.25 ° ° °
- ] CNGA120408502020-2 0.8 [0.08-0.50|0.05-0.25 ° °
CNGA120412E-2 1.2 [0.08-0.50{0.05-0.30| o o
CNGA120412501020-2 1.2 |0.08-0.50|0.05-0.30 °
CNGA120412501525-2 1.2 {0.08-0.50{0.05-0.30 ° ° °
CNGA120412502020-2 1.2 |0.08-0.50|0.05-0.30 ° o
CNGA120416501020-2 1.6 |0.08-0.50(0.05-0.35 o
CNGA120416501525-2 1.6 |0.08-0.50(0.05-0.35 o o o
CNGA120416502020-2 1.6 |0.08-0.50(0.05-0.35 o o
CNGA120408501525-2W 0.8 |0.08-0.50|0.05-0.25 ° ¢} ¢}
CNGA120408502020-2W 0.8 |0.08-0.50/0.05-0.25 o
2
® Ex stock 0 On demand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
Kr: 95° Kr: 75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
» #
A230 A237 A238 A252 A253 A324
System code Grade selection A42 Technical info A501 Cutting data A366
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pcen&PcDinserts  General turning

O  Ideal machining conditions DNGA | L 1.C S d
€3 Normal machining conditions 1506 | 155 | 127 | 635 | 5.16
Turning CBN inserts €2 Unfavourable machining conditions
DN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
M
K O
N
S O St
H| OD% OB
[CNCNV}
AN N o= M — — wn
IS0 r ap f = 2 = 2 N
[saaaia'a iyaal [aalaaiyaa) o
[CRCRURY) [CRR] o
>>>> > > >
DNGA150604E-2 0.4 |0.08-0.50|0.05-0.20 | © o
DNGA150604S01020-2 0.4 |0.08-0.50/0.05-0.20 o o o
DNGA150604501225-2 0.4 [0.08-0.50/0.05-0.20| o o o
DNGA150608E-2 0.8 |0.08-0.50|0.05-0.25 | © o
= DNGA150608501020-2 0.8 |0.08-0.50|0.05-0.25 o
J DNGA150608501525-2 0.8 |0.08-0.50/0.05-025| o e °
DNGA150608502020-2 0.8 0.08-0.50|0.05-0.25 ° °
DNGA150612501020-2 1.2 |0.08-0.50|0.05-0.30 o
DNGA150612501525-2 1.2 10.08-0.50/0.05-0.30| e o o
DNGA150612502020-2 1.2 |0.08-0.50|0.05-0.30 ° o
® Ex stock © On demand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***.PDSNR/L S***.PDUNR/L
Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
“ l -
”. o © . ’ e
A231 A240 A241 A254 A255 A326 A327
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

O Ideal machining conditions SNGA L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 | 5.16
Turning CBN inserts €2 Unfavourable machining conditions
SN** negative insert BL (CBN) BC (CBN) BH (CBN)
o P
90
P M
oic A 0 K o
A o
\J N
Y Eﬂ SO ©
H O3 OB
[CNCNT]
N M- — A — — n
1SO r ap f = —E2 = 2 N
5588 |BEE g
¥YY¥YY === =
SNGA120408501020-4 0.8 |0.08-0.50|0.05-0.25 o
SNGA120408501525-4 0.8 |0.08-0.50|0.05-0.25 o o [}
i P SNGA120408502020-4 0.8 |0.08-0.50|0.05-0.25 o o
SNGA120412501020-4 1.2 0.08-0.50(0.05-0.30 o
SNGA120412501525-4 1.2 |0.08-0.50|0.05-0.30 o ¢} [}
SNGA120412502020-4 1.2 |0.08-0.50|0.05-0.30 o o
® Ex stock o On demand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr: 75° Kr: 45° Kr: 75° Kr: 45° Kr: 75° Kr: 75°
- = > : 4
UJ LJ
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***_pPSKNR/L
Kr: 75° Kr: 45° Kr:75°
4 o
®
A258 A259 A329
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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pcen&PcDinserts  General turning

O  Ideal machining conditions TNGA L 1.C S d
€3 Normal machining conditions 1604 | 165 | 9525 | 476 | 381
Turning CBN inserts €2 Unfavourable machining conditions
TN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
M
K O
N
S O St
H| OD% OB
[CNCNV}
NN = = M — — n
IS0 r ap f = 2 = 2 N
558E |BEE 8
¥YYY¥ > > >
TNGA160404501020-3 0.4 |0.08-0.50|0.05-0.20 o o o
TNGA160404S01225-3 0.4 |0.08-0.50/0.05-0.20 o
TNGA160408501020-3 0.8 |0.08-0.50|0.05-0.25 o
A TNGA160408501525-3 0.8 |0.08-0.50|0.05-0.25 o o o
= TNGA160408502020-3 0.8 |0.08-0.50|0.05-0.25 ° o
: : . . . . .
TNGA160412501020-3 1.2 |0.08-0.50|0.05-0.30 o
TNGA160412501525-3 1.2 |0.08-0.50|0.05-0.30 o o o
TNGA160412502020-3 1.2 [0.08-0.50(0.05-0.30 o o
® Ex stock 0 On demand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJINR/L MTJINR/L-Z
Kr:91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
& A : *
L)
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***.PTFNR/L
Kr: 91° Kr: 90°
- \}4
A263 A330
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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O  Ideal machining conditions VNGA L 1.C ) d
€3 Normal machining conditions 1604 | 166 | 9.525 | 476 | 381
Turning CBN inserts €2 Unfavourable machining conditions
VN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
M
K O
N
S O B
H O3 OB
[CNCNT]
N M- — A — — n
1SO r ap f = —E2 = 2 N
[sa R aaiya'a iyaa] [aalaaliyaa) o
[CRCRUNY) [CRwRv] o
=>>= === =
VNGA160404501020-2 0.4 |0.08-0.50|0.05-0.20 ° o o
VNGA160404S01225-2 0.4 |0.08-0.50/0.05-0.20 ° [}
(S VNGA160408501020-2 0.8 |0.08-0.50|0.05-0.25 o
VNGA160408501525-2 0.8 |0.08-0.50|0.05-0.25 ° o
VNGA160408502020-2 0.8 |0.08-0.50/0.05-0.25 ° o
® Ex stock © On demand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
DVVNN DVJNR/L MVVNN MVINR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A234 A235 A264 A265
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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pcen&PcDinserts  General turning

O  Ideal machining conditions WNGA | L 1.C S d
€3 Normal machining conditions 0804 | 869 | 127 | 476 | 5.16
Turning CBN inserts €2 Unfavourable machining conditions
WN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
S
= M
K O
od | N
S O St
H O9D% OB
U v u
AN MM = M — — wn
IS0 r ap f = 2 = 2 N
[saaaia'a iyaal [aalaaiyaa) o
UUUU [CReN] (@]
=>>= === =
WNGA080404501020-3 0.4 [0.08-0.50|0.05-0.20 o o o
WNGA080404501225-3 0.4 |0.08-0.50/0.05-0.20 o
WNGA080408501020-3 0.8 [0.08-0.50|0.05-0.25 o
é WNGA080408501525-3 0.8 |0.08-0.50|0.05-0.25 o o
u WNGA080408502020-3 0.8 |0.08-0.50|0.05-0.25 ¢} o
WNGA080412501020-3 1.2 |0.08-0.50|0.05-0.30 o
WNGA080412501525-3 1.2 |0.08-0.50|0.05-0.30 o o ¢}
WNGA080412502020-3 1.2 [0.08-0.50(0.05-0.30 o o
® Ex stock 0 On demand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
DWLNR/L PWLNR/L MWLNR/L S***-.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
[/ /
=
A236 A251 A266 A332
A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

Turning CBN inserts

O  Ideal machining conditions
€3 Normal machining conditions
€2 Unfavourable machining conditions

ZNEX 1.C S d

04 01 4.76 1.59 2.3

ZN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
Y
= =0 M
Sl K o)
N
. so @
HA OS2 OSB3
[CNCNT]
NN o= — M — — n
ISO r 3 f = —E2 = 2 N
[sa R aaiya'a iyaa] [aalaaliyaa) o
[CRCRUNY) [CRwRv] o
>>>> >> = >
ZNEX040102S01515 0.2 |0.08-0.50|0.05-0.15 oo
ZNEX040104S01515 0.4 |0.08-0.50/0.05-0.20 [ele}
® Ex stock © On demand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
C***_.SZI NR/L
Kr: 95°
A365
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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pcen&PcDinserts  General turning
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CccGW L I.C S d
O  Ideal machining conditions 0602 | 64 | 635 | 238 | 28
€3 Normal machining conditions 09 13 97 | 9525 3.97 44
Turning CBN inserts &8 Unfavourable machining conditions 12008 129 | 127 | 476 | 55
CC** positive insert BL (CBN) BC (CBN) BH (CBN)
P
M
K @)
N
S O &b
H| OS5 o8&
[ONCNT]
50 e ¢ |228s 25m |2
88080 SRR, S
>>>> > > >
CCGW060202501020-2 0.2 |0.08-0.50 0.05-0.20 o o o
CCGW060202501225-2 0.2 |0.08-0.50|0.05-0.150.05-0.20 o o
CCGW060204501020-2 0.4 |0.08-0.50 0.05-0.20 o o o
CCGW060204501225-2 0.4 |0.08-0.50 0.05-0.20 o o
CCGW060208501020-2 0.8 |0.08-0.50 0.05-0.25 o
CCGW060208501525-2 0.8 |0.08-0.50 0.05-0.25 o o
CCGW060208502020-2 0.8 |0.08-0.50 0.05-0.25 o o
CCGW09T302501020-2 0.2 |0.08-0.50 0.05-0.15 o o o
CCGW09T302501225-2 0.2 |0.08-0.50 0.05-0.15 o o
CCGWO09T304E-2 0.4 |0.08-0.50 0.05-0.20 o o
CCGW09T304501020-2 0.4 |0.08-0.50 0.05-0.20 ° o o
« | CCGW09T304501225-2 0.4 |0.08-0.50 0.05-0.20 ° o
‘Q CCGWO09T308E-2 0.8 |0.08-0.50 0.05-0.25 o o
b CCGW09T308501020-2 0.8 |0.08-0.50 0.05-0.25 °
CCGW09T308501525-2 0.8 |0.08-0.50 0.05-0.25 ° o o
CCGW09T308502020-2 0.8 |0.08-0.50 0.05-0.25 ° °
CCGWO09T312E-2 1.2 [0.08-0.50 0.05-0.30 o o
CCGW120404501020-2 0.4 |0.08-0.50 0.05-0.20 o o o
CCGW120404501225-2 0.4 |0.08-0.50 0.05-0.20 o o
CCGW120408501020-2 0.8 |0.08-0.50 0.05-0.25 o
CCGW120408501525-2 0.8 |0.08-0.50 0.05-0.25 o o o
CCGW120408502020-2 0.8 |0.08-0.50 0.05-0.25 o o
CCGW120412501020-2 1.2 0.08-0.50 0.05-0.30 o
CCGW120412501525-2 1.2 0.08-0.50 0.05-0.30 o o o
CCGW120412502020-2 1.2 [0.08-0.50 0.05-0.30 o o
® Ex stock © On demand BL CBN with a low CBN content
BC CBN with coating
BH CBN with a high CBN content
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A***_SCLCR/L S***_SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
- .
S
A269 A270 A306 A307 A334 A352 A353

E***-SCLCR/L

System code ) A158 Grade selection ) A42 Technical info ) A501 Cutting data ) A366

A168



pcen&PcDinserts  General turning

O  Ideal machining conditions DCGW | L 1.C S d
€3 Normal machining conditions 07 02 78 | 635 | 238 | 28
Turning CBN inserts §%  Unfavourable machining conditions 1173 | 1.6 | 9525 397 | 44
DC** positive insert BL (CBN) BC (CBN) BH (CBN)
. P
! M
K @)
N
|
S S O St
H O9D% Odes
U v u
NN = — M = — n
ISO r ap f = 2 = 2 N
[saaaia'a iyaal [aalaaiyaa) o
UUUU [CReN] (@]
=>>= == > =
DCGW070202501020-2 0.2 [0.08-0.50(0.05-0.15 ° o
DCGW070202501225-2 0.2 |0.08-0.50|0.05-0.15 o ¢}
DCGW070204501020-2 0.4 [0.08-0.50|0.05-0.20 ° o o
DCGWO070204501225-2 0.4 |0.08-0.50|0.05-0.20 ° o
DCGW070208501020-2 0.8 |0.08-0.50|0.05-0.25 o
DCGW070208S01525-2 0.8 |0.08-0.50|0.05-0.25 ° ¢}
DCGW070208502020-2 0.8 0.08-0.50|0.05-0.25 ° o
DCGW11T302501020-2 0.2 [0.08-0.50(0.05-0.15 o o o
() / DCGW11T302501225-2 0.2 |0.08-0.50|0.05-0.15 o o
DCGW11T304E-2 0.4 10.08-0.50/0.05-0.20| o ¢}
DCGW11T304S01020-2 0.4 |0.08-0.50/0.05-0.20 ° ¢} °
DCGW11T304S01225-2 0.4 |0.08-0.50/0.05-0.20 ° ¢}
DCGW11T308E-2 0.8 [0.08-0.50|0.05-0.25| 0 o
DCGW11T308501020-2 0.8 [0.08-0.50|0.05-0.25 °
DCGW11T308501525-2 0.8 |0.08-0.50|0.05-0.25 ° o °
DCGW11T308502020-2 0.8 |0.08-0.50|0.05-0.25 ° °
DCGW11T312E-2 1.2 |0.08-0.50|0.05-0.30| © o
® Ex stock o On demand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-SC SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
q < A & )
g g A g V 2 y
A271 A272 A273 A308 A309 A310 A311
S***.SDQCR/L A***-SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
5 \// v
A336 A337 A338 A357
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

O  Ideal machining conditions TCGW L 1.C S d
€3 Normal machining conditions 1102 n 6.35 | 238 | 25
Turning CBN inserts §%  Unfavourable machining conditions 16 T3 | 165 | 9525 | 3.97 | 44
TC** positive insert BL (CBN) BC (CBN) BH (CBN)
P
M
K O
N
S O B
H O3 OB
[CNCNT]
N M- — M — — )
IS0 rloa f |[gc|8@20 |=8im 5
[sa R aaiya'a iyaa] [aalaaliyaa) o
[CRCRUNY) [CRwRv] o
>>>> === =
TCGW110204501020-3 0.4 |0.08-0.50|0.05-0.20 o o fo)
TCGW110204S01225-3 0.4 |0.08-0.50/0.05-0.20 o [}
TCGW110208501020-3 0.8 |0.08-0.50|0.05-0.25 o
TCGW110208501525-3 0.8 |0.08-0.50|0.05-0.25 o o
= TCGW110208502020-3 0.8 |0.08-0.50|0.05-0.25 o
% y TCGW16T304501020-3 0.4 |0.08-0.50/0.05-0.20 ° o o
TCGW16T3045S01225-3 0.4 |0.08-0.50/0.05-0.20 ° [}
TCGW16T308501020-3 0.8 |0.08-0.50|0.05-0.25 o
TCGW16T308501525-3 0.8 |0.08-0.50|0.05-0.25 ° o
TCGW16T308502020-3 0.8 |0.08-0.50|0.05-0.25 ° o
® Ex stock © On demand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S***.STFCR/L E***-STFCR/L
Kr: 90° Kr:91° Kr:91° Kr: 60° Kr:91° Kr: 90°
~ =
o 2
A283 A284 A285 A286 A341 A361
System code A158 Grade selection A42 Technical info A501 Cutting data A366

A170



pcen&PcDinserts  General turning

O  Ideal machining conditions VBGW | L 1.C S d
€3 Normal machining conditions 1604 | 166 | 9525 | 476 44
Turning CBN inserts €2 Unfavourable machining conditions
VB** positive insert BL (CBN) BC (CBN) BH (CBN)
P
50
M
K O
: N
S| SO ®©
H O9D% OB
U v u
N M — — N — — n
IS0 r ap f = 2 = 2 N
0o momoMm [saliaalyaal o
UUUU [CReN] (@]
=>>= === =
VBGW160404501020-2 0.4 [0.08-0.50|0.05-0.20 ° o o
VBGW160404501225-2 0.4 |0.08-0.50/0.05-0.20 °
—’ VBGW160408501020-2 0.8 [0.08-0.50|0.05-0.25 o
VBGW160408501525-2 0.8 |0.08-0.50|0.05-0.25 ° o
VBGW160408502020-2 0.8 |0.08-0.50|0.05-0.25 ° o
® Ex stock © On demand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
SVJBR/L SVABR/L SVVBN S***.SVQBR/L S***.SVUBR/L S***.SVXBR/L
Kr: 93° Kr: 90° Kr: 72°30' Kr: 107°30' Kr: 93° Kr: 93°
A <
@& ®, o g \;
A274 A275 A276 A345 A346 A347
A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

O  Ideal machining conditions VeGW | L 1.C S d
€3 Normal machining conditions 1103 | 111 | 635 | 318 | 28
Turning CBN inserts §%  Unfavourable machining conditions 16 04 | 166 | 9525 | 476 | 44
VC** positive insert BL (CBN) BC (CBN) BH (CBN)
P
M
K O
N
S O B
HA OS2 OB
[CNCNT]
N M- — M — — n
1SO r 3 f = —E2 = 2 N
[sa R aaiya'a iyaa] [aalaaliyaa) o
[CRCRUNY) [CRwRv] o
=>>= === =
VCGW110302E-2 0.2 |0.08-0.50|0.05-0.15| © o
VCGW110304E-2 0.4 10.08-0.50/0.05-0.20| o [}
VCGW160404E-2 0.4 |0.08-0.50(0.05-0.20| o o
VCGW160404501020-2 0.4 |0.08-0.50|0.05-0.20 ° o o
VCGW160404S01225-2 0.4 |0.08-0.50/0.05-0.20 [ o
S
VCGW160408E-2 0.8 10.08-0.50/0.05-0.25| o o
VCGW160408501020-2 0.8 0.08-0.50/0.05-0.25 [}
VCGW160408501525-2 0.8 |0.08-0.50|0.05-0.25 ° o
VCGW160408502020-2 0.8 |0.08-0.50|0.05-0.25 ° o
VCGW160412E-2 1.2 |0.08-0.50|0.05-0.30| © ¢}
® Ex stock © On demand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
SVVCN SVJCR/L SVACR/L-SC SVJCR/L-SC S***.SVQCR/L S***.SVUCR/L C***.SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30' Kr: 93° Kr: 107°30'
y 2 y é ; / / 'y
S,
A277 A278 A312 A313 A343 A344 A363
C***-SVVUCR/L
,,,,,,,,,,,,,,,,,,,, Kr93®
\( /
&2
A4
System code A158 Grade selection A42 Technical info A501 Cutting data A366

A172



pcen&PcDinserts  General turning

O  Ideal machining conditions CNGN L 1.C )
€3 Normal machining conditions 09 03 9.7 | 9525 | 3.18
Turning CBN inserts §%  Unfavourable machining conditions 1204 | 129 | 127 | 476
CN** negative insert BL (CBN) BC (CBN) BH (CBN)
\ P
a0
M
K &
N
S
H €& &8
9]
(=} o m
ISO r ap, f |8 3 i
o o o
N N N
> > >
CNGN090308501525 0.8 |0.5-2.0/0.3-0.5|0 o
CNGNO090308T01525 0.8 |0.5-2.0/0.3-0.5 o
CNGN090312501525 1.2 |0.5-2.0/0.3-0.5 |0 o
CNGN090312T01525 1.2 10.5-2.0/0.3-0.5 o
. CNGN120408501525 0.8 |0.5-2.0/0.3-0.5|0 o
CNGN120408T01525 0.8 |0.5-2.0/0.3-0.5 °
CNGN120412501525 1.2 |0.5-2.0/0.3-05| @ ¢}
CNGN120412T01525 1.2 |0.5-2.0/0.3-0.5 ()
CNGN120416501525 1.6 [0.5-2.0/0.3-0.5|0 o
CNGN120408T01525-M 0.8 |0.5-2.0/0.3-0.5 o
CNGN120412T01525-M 1.2 |0.5-2.0|0.3-0.5
. CNGN120416T01525-M 1.6 |0.5-2.0|0.3-0.5
® Ex stock 0 On demand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
CCLNR/L
Kr: 95°
A292
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

O  Ideal machining conditions RNGN 1.C )
€3 Normal machining conditions 0903 | 9.525 | 3.18
Turning CBN inserts §%  Unfavourable machining conditions 1204 | 127 | 476
RN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
M
K &b
N
S
H & St
9]
o o m
ISO a, f |8 3 i
o o o
N N N
> > >
RNGN090300S01525 0.5-2.0/0.3-0.5| 0 o
RNGN090300T01525 0.5-2.0|0.3-0.5 [}
. RNGN120400S01525 0.5-2.0/0.3-0.5| 0 o
RNGN120400T01525 0.5-2.0|0.3-0.5 °
® Ex stock © On demand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
CRDNN
A298
System code A158 Grade selection A42 Technical info A501 Cutting data A366

A174
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pcen&PcDinserts  General turning

Turning CBN inserts

©)

€2 Unfavourable machining conditions

Ideal machining conditions
€3 Normal machining conditions

SNGN L 1.C

12 04 12.7 12.7

4.76

SN** negative insert BL (CBN) BC (CBN) BH (CBN)
P
90"
M
K &
N
S
H & &
9]
(=} o m
ISO r ap, f |8 3 i
o o o
N N N
> > >
SNGN120408501525 0.8 |0.5-2.0/0.3-0.5|© o
SNGN120408T01525 0.8 |0.5-2.0/0.3-0.5 °
- SNGN120412501525 1.2 10.5-2.0]0.3-05|0 o
SNGN120412T01525 1.2 10.5-2.0/0.3-0.5 o
SNGN120416T01525 1.6 [0.5-2.0/0.3-0.5 °
SNGN120412T01525-M 1.2 10.5-2.0/0.3-0.5 o
SNGN120416T01525-M 1.6 [0.5-2.0/0.3-0.5 °
® Ex stock © On demand BL CBN with alow CBN content
BC CBN with coating
BH CBN with a high CBN content
Tool holder
CSKNR/L CSRNR/L CSDNN
Kr: 75° Kr: 75° Kr: 45°
A296 A297 A299
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

Turning CBN inserts

©)

€2 Unfavourable machining conditions

Ideal machining conditions
€3 Normal machining conditions

WNGN L 1.C S

08 04 8.69 12.7 4.76

WN** negative insert BL (CBN) BC (CBN) BH (CBN)
807 P
M
K &b
N
S
H & &8
9]
o S )
ISO r a, f |8 3 i
o o o
N N N
> > >
WNGNO080408T01525 0.8 [0.5-2.0/0.3-0.5 o
WNGNO080412T01525 1.2 {0.5-2.0{0.3-0.5 [¢)

‘ WNGNO080416T01525 1.6 {0.5-2.0{0.3-0.5 o
WNGNO080408T01525-M 0.8 [0.5-2.0/0.3-0.5 o
WNGNO080412T01525-M 1.2 {0.5-2.0{0.3-0.5 o

‘ WNGNO080416T01525-M 1.6 {0.5-2.0{0.3-0.5 o

® Ex stock © On demand BL CBN with alow CBN content

BC CBN with coating
BH CBN with a high CBN content
System code A158 Grade selection A42 Technical info A501 Cutting data A366
N
A176 v



pcen&PcDinserts  General turning

CNGA L 1.C S d

O  Ideal machining conditions
12 04 129 127 | 476 5.16

€3 Normal machining conditions

Turning PCD inserts €2 Unfavourable machining conditions
CN** negative insert DP
P
_ M
’ K
1 N O
N
H
IS0 r a, fog
[a)
Y
CNGA120402F-1 0.2 |0.08-0.50|0.05-0.15| ©
CNGA120404F-1 0.4 |0.08-0.50|0.05-0.20| ©
() / CNGA120408F-1 0.8 |0.08-0.50|0.05-0.25 | ©
CNGA120412F-1 1.2 |0.08-0.50|0.05-0.30| ©
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L S***.PCLNR/L
Kr: 95° Kr:75° Kr: 95° Kr: 75° Kr: 95° Kr: 95°
S > o & g
A230 A237 A238 A252 A253 A324
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

O  Ideal machining conditions DNGA L 1.C ) d
€3 Normal machining conditions 1506 | 155 | 127 | 635 | 5.16
Turning PCD inserts €2 Unfavourable machining conditions
DN** negative insert DP

P
— M
K

N O
_ﬂs S
H

ISO r a, f 5

o

v}

>

DNGA150602F-1 0.2 {0.08-0.50|0.05-0.15| 0

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

o / DNGA150608F-1 0.8 |0.08-0.50|0.05-0.25| 0

® Ex stock © On demand DP Polycrystalline diamond
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°
.’. .7. " ’ :o
A231 A240 A241 A254 A255 A326 A327
System code A158 Grade selection A42 Technical info A501 Cutting data A366

A178



pcen&PcDinserts  General turning

O  Ideal machining conditions VNGA L 1.C S d
€3 Normal machining conditions 16 04 | 16.6 | 9.525 | 476 | 3.81 A

€2 Unfavourable machining conditions

Turning PCD inserts

Turning

VN** negative insert DP
P
M
K
N O
S
H
IS0 r a, fog
o
Y
VNGA160402F-1 0.2 {0.08-0.50|0.05-0.15| 0
VNGA160404F-1 0.4 [0.08-0.50{0.05-0.20| o
I © ‘
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
DVVNN DVJNR/L MVVNN MVINR/L
Kr:72°30' Kr: 93° Kr:72°30' Kr: 93°
A234 A235 A264 A265
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

CCGT L 1.C S d
O  Ideal machining conditions 0602 | 64 | 635 | 238 | 28
€3 Normal machining conditions 09 13 97 19525 3.97 44
Turning PCD inserts €8 Unfavourable machining conditions 12000 129 | 127 | 476 | 5.6
CC** positive insert DP
P
M
K
N O
S
H
IS0 r a, 3
S
>
CCGT060202F-1 0.2 {0.05-0.50|0.05-0.15| o
CCGT060204F-1 0.4 {0.08-0.50|0.05-0.20 | ®
CCGT060208F-1 0.8 |0.08-0.50|0.05-0.25| 0
v CCGTO09T302F-1 0.2 [0.08-0.50{0.05-0.15| o
(1 ‘ CCGTO09T304F-1 0.4 [0.08-0.50{0.05-0.20| o
CCGTO09T308F-1 0.8 [0.08-0.50{0.05-0.25| o
CCGT120402F-1 0.2 {0.08-0.50|0.05-0.15| o
CCGT120404F-1 0.4 {0.08-0.50|0.05-0.20| o
CCGT120408F-1 0.8 {0.08-0.50|0.05-0.25| 0
CCGT060204F-1MED 0.4 [0.08-0.50{0.05-0.20| o
CCGT060208F-1MED 0.8 [0.08-0.50{0.05-0.25| o
'(L\ CCGT09T302F-1MED 0.2 {0.08-0.50|0.05-0.15| 0
‘ CCGT09T304F-1MED 0.4 {0.08-0.50|0.05-0.20| o
CCGT09T308F-1MED 0.8 {0.08-0.50|0.05-0.25| 0

® Ex stock 0 On demand DP Polycrystalline diamond
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A***-SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A269 A270 A306 A307 A334 A352 A353
E***-SCLCR/L
,,,,,,,,,,,,,,,,,,,, Kr:95°
A5
System code A158 Grade selection A42 Technical info A501 Cutting data A366

A180



pcen&PcDinserts  General turning

CCGT L 1.C S d
09 T3 9.7 |9.525| 3.97 4.4
1204 | 129 | 127 | 476 | 5.56

O  Ideal machining conditions
€3 Normal machining conditions

Turning PCD inserts €2 Unfavourable machining conditions
CC** positive insert DP
P
M
K
N O
S
H
IS0 r a, fog
[a)
Y
CCGT09T308-LL 0.8 |0.08-0.50/0.05-0.25 | ©
CCGT09T308-LR 0.8 |0.08-0.50|0.05-0.25| o
CCGT120404-LL 0.4 |0.08-0.50/0.05-0.20 | ©
\ ‘ CCGT120404-LR 0.4 |0.08-0.50/0.05-0.20 | ©
CCGT120408-LL 0.8 |0.08-0.50|0.05-0.25| ©
CCGT120408-LR 0.8 |0.08-0.50|0.05-0.25| ©
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A***-SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A269 A270 A306 A307 A334 A352 A353
E***-SCLCR/L
. A3%B5
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

CCGW L 1.C S d
O  Ideal machining conditions 0602 | 64 | 635 | 238 | 28
€3 Normal machining conditions 09 13 97 19525 3.97 44
Turning PCD inserts €8 Unfavourable machining conditions 12000 129 | 127 | 476 | 5.6
CC** positive insert DP
[~80° 75 $
| /[ M
agiIc
K
N O
S
H
IS0 r a, 3
a
Y
CCGW060202F-1 0.2 {0.08-0.50|0.05-0.15| 0
CCGW060204F-1 0.4 {0.08-0.50|0.05-0.20| o
- CCGWO09T304F-1 0.4 |0.08-0.50|0.05-0.20 | ®
h CCGWO09T308F-1 0.8 [0.08-0.50{0.05-0.25| ®
CCGW120404F-1 0.4 [0.08-0.50{0.05-0.20 | ®
CCGW120408F-1 0.8 [0.08-0.50(0.05-0.25| @
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A***-SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
A269 A270 A306 A307 A334 A352 A353
E***-SCLCR/L
,,,,,,,,,,,,,,,,,,,, Kr95®
A5
Technical info A501 Cutting data A366
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pcen&PcDinserts  General turning

CCGW L 1.C S d
O  Ideal machining conditions 0602 | 64 | 635 | 238 | 28
€3 Normal machining conditions 09 13 97 | 9525 3.97 44
Turning PCD inserts &8 Unfavourable machining conditions 12000 129 | 127 | 476 | 5.56
CC** positive insert DP
P
M
K
N O
S
H
IS0 rloa £ o8
(&)
Y
CCGW060204-LL 0.2 {0.08-0.50|0.05-0.20| o
CCGW060204-LR 0.4 {0.08-0.50|0.05-0.20| o
CCGWO09T304-LL 0.4 {0.08-0.50|0.05-0.20| o
CCGWO09T304-LR 0.4 [0.08-0.50{0.05-0.20| o
4 CCGWO09T308-LL 0.8 [0.08-0.50{0.05-0.25| o
("“ CCGWO09T308-LR 0.8 [0.08-0.50{0.05-0.25| o
CCGW120404-LL 0.4 {0.08-0.50|0.05-0.20| o
CCGW120404-LR 0.4 {0.08-0.50|0.05-0.20| o
CCGW120408-LL 0.8 {0.08-0.50|0.05-0.25| 0
CCGW120408-LR 0.8 [0.08-0.50{0.05-0.25| o
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
SCACR/L SCLCR/L SCACR/L-SC SCLCR/L-SC A***-SCLCR/L S***.SCFCR/L S***.SCLCR
Kr: 90° Kr: 95° Kr: 90° Kr: 95° Kr: 95° Kr: 90° Kr: 95°
G 'y W \/’ \/’
A269 A270 A306 A307 A334 A352 A353
E***-SCLCR/L
,,,,,,,,,,,,,,,,,,,, Kr95®
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

O  Ideal machining conditions DCGT L 1.C ) d
€3 Normal machining conditions 07 02 7.8 6.35 | 238 2.8
Turning PCD inserts §%  Unfavourable machining conditions 1173 | 116 | 9525 397 | 44
DC** positive insert DP
P
M
K
N O
S
H
IS0 a, folg
o
o
=
DCGT070202F-1 0.2 {0.08-0.50|0.05-0.15| 0
DCGT070204F-1 0.4 [0.08-0.50{0.05-0.20| o
'r! Y DCGT11T302F-1 0.2 {0.08-0.50|0.05-0.15| @
7| DCGT11T304F-1 0.4 |0.08-0.50|0.05-0.20 | ®
DCGT11T308F-1 0.8 [0.08-0.50{0.05-0.25| o
® 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'
- ) -~
A271 A272 A273 A308 A309 A310 A311
S***.SDQCR/L A***-SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
S / o G
A336 A337 A338 A357
A158 Grade selection A42 Technical info A501 Cutting data A366

System code

A184



pcen&PcDinserts  General turning

DCGT L 1.C S d
07 02 7.8 635 | 2.38 2.8
11 T3 | 11.6 | 9.525 | 3.97 4.4

O  Ideal machining conditions
€3 Normal machining conditions

Turning PCD inserts €2 Unfavourable machining conditions
DC** positive insert DP
P
M
K
N O
S
H
IS0 rloa f |8
o
Y
DCGT070202F-1MED 0.2 |0.08-0.50|0.05-0.15| ©
A W» DCGT070204F-1MED 0.4 |0.08-0.50|0.05-0.20| ©
’ | DCGT070208F-1MED 0.8 |0.08-0.50|0.05-0.25 | ©
DCGT11T302F-1MED 0.2 |0.08-0.50|0.05-0.15| ©
"((d DCGT11T304F-1MED 0.4 [0.08-0.50{0.05-0.20| o
k 4 DCGT11T308F-1MED 0.8 |0.08-0.50|0.05-0.25| ©
® Ex stock o On demand DP Polycrystalline diamond
Tool holder
SDACR/L SDJCR/L SDNCN SDACR/L-SC SDHCR/L-SC SDJCR/L-SC SDNCN-SC
Kr: 90° Kr: 93° Kr: 62°30' Kr: 90° Kr: 107°30' Kr: 93° Kr: 62°30'
ad =S =
A271 A272 A273 A308 A309 A310 A311
S***-SDQCR/L A***-SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr:93° Kr: 85° Kr: 107°30'
3 / o AN
A336 A337 A338 A357
System code A158 Grade selection A42 Technical info A501 Cutting data A366

<
v_ A185

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

General turning rcnarcpin

serts

O  Ideal machining conditions DCGW | L 1.C S d
€3 Normal machining conditions 07 02 7.8 6.35 | 238 2.8
Turning PCD inserts §%  Unfavourable machining conditions 1173 | 116 | 9525 397 | 44
DC** positive insert DP
P
© o
gI.C T
j K
DY «
N O
S
H
IS0 r a, folg
o
o
=
DCGW070202F-1 0.2 {0.08-0.50|0.05-0.15| ®
DCGWO070204F-1 0.4 [0.08-0.50|0.05-0.20 | ®
o / DCGW070208F-1 0.8 |0.08-0.50|0.05-0.25| 0
DCGW11T302F-1 0.2 {0.08-0.50|0.05-0.15| ®
DCGW11T304F-1 0.4 [0.08-0.50{0.05-0.20 | ®
® 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'
> o) AN < - -]
g 5 v : V 2 y
A271 A272 A273 A308 A309 A310 A311
S***.SDQCR/L A***-SDUCR/L S***.SDZCR/L E***-SDQCR/L
Kr: 107°30' Kr: 93° Kr: 85° Kr: 107°30'
- / \ AN
A336 A337 A338 A357
System code A158 Grade selection A42 Technical info A501 Cutting data A366

A186



pcen&PcDinserts  General turning

O  Ideal machining conditions TCGT L 1.C S d
€3 Normal machining conditions 1102 n 6.35 | 238 2.8
Turning PCD inserts §%  Unfavourable machining conditions 16 T3 | 165 | 9525 | 3.97 | 44
TC** positive insert DP
P
7 M
~ K
. N O
I
v S
H
IS0 r a, fog
o
@]
5=
TCGT110202F-1 0.2 [0.08-0.50{0.05-0.15| o
TCGT110204F-1 0.4 |0.08-0.50|0.05-0.20| ©
A TCGT110208F-1 0.8 [0.08-0.50|0.05-0.25| o
(\1 ) TCGT16T302F-1 0.2 [0.08-0.50|0.05-0.15| o
TCGT16T304F-1 0.4 |0.08-0.50|0.05-0.20| ©
TCGT16T308F-1 0.8 |0.08-0.50|0.05-0.25| ©
TCGT110202F-1MED 0.2 |0.08-0.50|0.05-0.15| o
TCGT110204F-1MED 0.4 [0.08-0.50{0.05-0.20| o
A TCGT110208F-1MED 0.8 [0.08-0.50|0.05-0.25| o
(‘1 ) TCGT16T302F-1MED 0.2 |0.08-0.50|0.05-0.15| o
TCGT16T304F-1MED 0.4 |0.08-0.50|0.05-0.20| ©
TCGT16T308F-1MED 0.8 |0.08-0.50|0.05-0.25| ©
® Ex stock o On demand DP Polycrystalline diamond
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S***.STFCR/L E***-STFCR/L
Kr: 90° Kr:91° Kr:91° Kr: 60° Kr:91° Kr: 90°
() ‘o
o 2
A283 A284 A285 A286 A341 A361
A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

O  Ideal machining conditions
€3 Normal machining conditions

TCGT L 1.C S d

11 02 11 635 | 238 2.8

16 T3 | 16.5 | 9.525 | 3.97 4.4

Turning PCD inserts €2 Unfavourable machining conditions
TC** positive insert DP
P
7 M
/L K
/ N O
60 & S
H
ISO r a, f 5
[a)
o
>
TCGT110202-L 0.2 |0.08-0.50|0.05-0.15| ©
TCGT110204-L 0.4 |0.08-0.50|0.05-0.20| ©
a4 TCGT110208-L 0.8 |0.08-0.50/0.05-0.25 | ©
&; ) TCGT16T302-L 0.2 |0.08-0.50/0.05-0.15| ©
TCGT16T304-L 0.4 |0.08-0.50|0.05-0.20| ©
TCGT16T308-L 0.8 |0.08-0.50|0.05-0.25| o
® Ex stock o On demand DP Polycrystalline diamond
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S***.STFCR/L E***-STFCR/L
Kr: 90° Kr:91° Kr:91° Kr: 60° Kr:91° Kr: 90°
% @ ‘o
o 2
A283 A284 A285 A286 A341 A361
System code A158 Grade selection A42 Technical info A501 Cutting data A366

A188
zZcc-cT



pcen&PcDinserts  General turning

O Ideal machining conditions Tcaw L 1.C S d
€3 Normal machining conditions 1102 n 6.35 | 238 | 28
Turning PCD inserts §%  Unfavourable machining conditions 16 T3 | 165 | 9525 | 3.97 | 44
TC** positive insert DP
P
- M
K
od}- N O
7 S
H
IS0 r a, fog
o
<
TCGW110202F-1 0.2 |0.08-0.50|0.05-0.15| ©
TCGW110204F-1 0.4 |0.08-0.50|0.05-0.20| ®
TCGW110208F-1 0.8 |0.08-0.50|0.05-0.25 | ©
wmmm® TCGW16T304F-1 0.4 |0.08-0.50/0.05-0.20 | ®
TCGW16T308F-1 0.8 |0.08-0.50|0.05-0.25| ©
TCGW16T312F-1 1.2 |0.08-0.50|0.05-0.30| ©
e Exstock 0 Ondemand DP  Polycrystalline diamond
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S***.STFCR/L E***-STFCR/L
Kr: 90° Kr:91° Kr:91° Kr: 60° Kr:91° Kr: 90°
@ ‘o
o 2
A283 A284 A285 A286 A341 A361
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

O  Ideal machining conditions TCGW L 1.C S d
€3 Normal machining conditions 1102 n 6.35 | 238 2.8
Turning PCD inserts §%  Unfavourable machining conditions 16 T3 | 165 | 9525 | 3.97 | 44
TC** positive insert DP
P
- M
K
od}- N O
7 S
H
IS0 r a, 3
[
o
=
TCGW110202-L 0.2 |0.08-0.50|0.05-0.15| 0
TCGW110204-L 0.4 [0.08-0.50{0.05-0.20| o
TCGW110208-L 0.8 |0.08-0.50|0.05-0.25| 0
TCGW16T302-L 0.2 |0.08-0.50|0.05-0.15| 0
TCGW16T304-L 0.4 [0.08-0.50|0.05-0.20| o
TCGW16T308-L 0.8 [0.08-0.50{0.05-0.25| o
® Ex stock o On demand DP Polycrystalline diamond
Tool holder
STACR/L STFCR/L STGCR/L STTCR/L S***-STFCR/L E***-STFCR/L
Kr: 90° Kr:91° Kr:91° Kr: 60° Kr:91° Kr: 90°
% & o
o 2
A283 A284 A285 A286 A341 A361

System code A158 Grade selection

A190
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pcen&PcDinserts  General turning

O  Ideal machining conditions VBGT L 1.C S d
€3 Normal machining conditions 1103 n 6.35 | 318 2.8
Turning PCD inserts §%  Unfavourable machining conditions 1604 | 166 | 9525 | 476 | 44
VB** positive insert DP
P
M
K
N O
S
H
IS0 r a, 3
fa
]
=
VBGT110302F-1 0.2 [0.08-0.50{0.05-0.15| o
VBGT110304F-1 0.4 |0.08-0.50|0.05-0.20| ©
VBGT110308F-1 0.8 [0.08-0.50|0.05-0.25| o
» | VBGT160402F-1 0.2 [0.08-0.50|0.05-0.15| o
VBGT160404F-1 0.4 |0.08-0.50|0.05-0.20| ©
VBGT160408F-1 0.8 |0.08-0.50|0.05-0.25| ©
VBGT160404F-1MED 0.4 |0.08-0.50|0.05-0.20| ©
VBGT160408F-1MED 0.8 [0.08-0.50{0.05-0.25| o

DP Polycrystalline diamond

System code

® Ex stock © On demand
Tool holder
SVJBR/L SVABR/L SVVBN S***-SVQBR/L S***-SVUBR/L S***.SVXBR/L
Kr: 93° Kr: 90° Kr:72°30' Kr: 107°30' Kr: 93° Kr: 93°
2 | - o

®, @ o \'.

® <
A274 A275 A276 A345 A346 A347
A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

O Ideal machining conditions VBGW L 1.C S d
€3 Normal machining conditions 1103 n 6.35 | 318 | 28
Turning PCD inserts §%  Unfavourable machining conditions 1604 | 166 | 9525 | 476 | 44
VB** positive insert DP
P
M
K
N O
S
H
IS0 r a, folg
a
]
=
VBGW110302F-1 0.2 [0.08-0.50|0.05-0.15| o
VBGW110304F-1 0.4 10.08-0.50|0.05-0.20| ®
w 9@ | VBGW160402F-1 0.2 [0.08-0.50|0.05-0.15| o
VBGW160404F-1 0.4 [0.08-0.50|0.05-0.20 | ®
VBGW160408F-1 0.8 |0.08-0.50|0.05-0.25| ©

DP Polycrystalline diamond

® Ex stock © On demand
Tool holder
SVJBR/L SVABR/L SVVBN S***-SVQBR/L S***-SVUBR/L S***-SVXBR/L
Kr: 93° Kr: 90° Kr:72°30' Kr: 107°30' Kr: 93° Kr: 93°
2 e
®,
@ g \;
A274 A275 A276 A345 A346 A347
System code A158 Grade selection A42 Technical info A501 Cutting data A366

A192



pcen&PcDinserts  General turning

VCGT L 1.C S d
11 02 11 635 | 2.38 2.8
16 04 | 16.6 | 9.525 | 4.76 4.4

O  Ideal machining conditions
€3 Normal machining conditions

Turning PCD inserts €2 Unfavourable machining conditions
VC** positive insert DP
P
M
K
N O
S
H
IS0 rloa f |8
o
Y
VCGT110202F-1 0.2 |0.08-0.50|0.05-0.15| ©
VCGT110204F-1 0.4 |0.08-0.50|0.05-0.20| ©
A N VCGT160402F-1 0.2 |0.08-0.50|0.05-0.15| ©
' | VCGT160404F-1 0.4 |0.08-0.50/0.05-0.20 | ©
VCGT160408F-1 0.8 [0.08-0.50{0.05-0.25| o
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
SVVCN SVJCR/L SVACR/L-SC SVJCR/L-SC S***-SVQCR/L S***_SVUCR/L C***-SVQCR/L
Kr: 72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30' Kr: 93° Kr: 107°30'
A277 A278 A312 A313 A343 A344 A363
C***.SVUCR/L
,,,,,,,,,,,,,,,,,,,, Kro3® .
\{ /
&
A4
System code A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

O  Ideal machining conditions VCGT L 1.C ) d
€3 Normal machining conditions 1103 n 6.35 | 318 2.8
Turning PCD inserts §%  Unfavourable machining conditions 16 04 | 166 | 9525 | 476 | 44
VC** positive insert DP
P
M
K
N O
S
H
ISO r a, f 5
o
o
>
VCGT110302F-1MED 0.2 |0.08-0.50|0.05-0.15| 0
VCGT110304F-1MED 0.4 [0.08-0.50{0.05-0.20| o
A N VCGT160404F-1MED 0.4 {0.08-0.50|0.05-0.20| o
' | VCGT160408F-1MED 0.8 {0.08-0.50|0.05-0.25| 0
VCGT160412F-1MED 1.2 |0.08-0.50/0.05-0.30| ©
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
SVVCN SVJCR/L SVACR/L-SC SVJCR/L-SC S***-SVQCR/L S***-SVUCR/L C***-SVQCR/L
Kr:72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30" Kr: 93° Kr: 107°30'
y / \’/ g
A277 A278 A312 A313 A343 A344 A363
C***.SVUCR/L
,,,,,,,,,,,,,,,,,,,, Kr93®
\{ /
&
A4
A158 Grade selection A42 Technical info A501 Cutting data A366

System code

A194



pcen&PcDinserts  General turning

O  Ideal machining conditions veGw | L 1.C S d
€3 Normal machining conditions 1103 n 6.35 | 318 2.8
Turning PCD inserts §%  Unfavourable machining conditions 1604 | 166 | 9525 | 476 | 44
VC** positive insert DP
P
M
K
N O
S
H
IS0 r a, 3
o
Y
VCGW110302F-1 0.2 {0.08-0.50|0.05-0.15| 0
VCGW110304F-1 0.4 [0.08-0.50{0.05-0.20| o
- Q/ VCGW160404F-1 0.4 |0.08-0.50|0.05-0.20| o
VCGW160408F-1 0.8 |0.08-0.50/0.05-0.25| 0
® Ex stock © On demand DP Polycrystalline diamond
Tool holder
SVVCN SVJCR/L SVACR/L-SC SVJCR/L-SC S***-SVQCR/L S***-SVUCR/L C***-SVQCR/L
Kr:72°30' Kr: 93° Kr: 90° Kr: 93° Kr: 107°30" Kr: 93° Kr: 107°30'
A277 A278 A312 A313 A343 A344 A363
C***.SVUCR/L
,,,,,,,,,,,,,,,,,,,, Kr:93®
\{ /
&
A4
A158 Grade selection A42 Technical info A501 Cutting data A366
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General turning  rcsn & pcp inserts

O  Ideal machining conditions VCGX L 1.C ) d
€3 Normal machining conditions 22 05 22 127 | 556 5.5
Turning PCD inserts €2 Unfavourable machining conditions
VC** positive insert DP
P
M
K
N O
S
H
IS0 rloa, folg
o
v}
>
VCGX220530-1 3 10.5-7.0/0.25-1.00| o
&Q’
® Ex stock © On demand DP Polycrystalline diamond
System code A158 Grade selection A42 Technical info A501 Cutting data A366
. N .
A196
zcc-cT




pcen&PcDinserts  General turning
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General tu rning 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
she] sfe] O [ e i
1.C S
D E H <:> Code | 1C[mm m [mm] S [mm]
C \RT D \BT A +0,025 +0,005 +0,025
C +0,025 +0,013 +0,025
K L I:I M ‘ E +0,025 +0,025 +0,025
E 5 F § F 0,013 0,005 0,025
o Q s T 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 ¢ \% N ~or K £0,05-0,15 +0,013 +0,025
L +0,05-0,15 +0,025 +0,025
M +0,05-0,15 +0,08-0,20 +0,130
P E O Special 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
W 0 A B AL Q
A 17 B (mml 1 5 1 [ I - -
C D S T v W
> 65° 3,97 06
c N T
5,56 09
<65° <65° 6,0
Q v ﬁ 6,35 06 07 11 11
8,0
X Special 9,525 09 11 09 16 16 06
10,0
12,0
12,7 12 15 12 22 22 08
15,875 16 15 27
16,0 19
19,05 19 19 33
20,0
25,0 25 25
25,4 25
31,75
32
4 5
N
A198 v




ISO code - ceramic inserts General tu rning

Insert thickness S [mm] Nose radius r [mm]
i
Code ‘ S Code ‘ S Code r
02 2,38 06 6,35 00 -
T2 2,58 T6 6,75 02 0,2
03 3,18 07 7,94 04 0,4
T3 3,97 09 9,52 08 0,8
04 4,76 T9 9,72 12 1,2
T4 4,96 11 11,11 16 1,6
05 5,56 12 12,70 20 2,0
T5 5,95 24 24
32 3,2
X Special
MO Plaquettes rondes
6 7
Cutting edge profile Chamfer width b [mm]
Code Cutting edge Insert shape b

<z

E Rounding i Code b
010 0,10
015 0,15
F Sharp edge 7y 020 0.20
025 0,25
030 0,30
T Chamfer m 035 035
040 0,40
045 0,45
050 0,50
S Chamfer + Rounding m 100 1,00
200 2,00
8 9

Angle du chanfrein a

7

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

10
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O Ideal machining conditions CNGA L 1.C S d
A €3 Normal machining conditions 1204 | 129 | 127 | 476 | 5.16
Turning ceramic inserts §% Unfavourable machining conditions 16 06 | 16.1 |15.875] 635 | 635
CN** negative insert (@) CcC CN CR
o P O
c
£ - M
S
= K O St
N
S S O DO
H O
o = ) (=)
B IS0 roloa f |8 8 S8 g3
< = Z n = =
[®] O O U O 0O
CNGA120404502020 0.4 | 0.1-0.3 |0.08-0.25 °
CNGA120404T01020 0.4 | 0.1-0.3 |0.08-0.25 o
g CNGA120404T02020 0.4 | 0.1-0.3 |0.08-0.25 |0 ° °
g CNGA120408501520 0.8 [0.1-0.25| 0.5-2.5 o
CNGA120408502020 0.8 | 0.1-04 | 0.1-0.3 °
CNGA120408T00520 0.8 |0.1-0.25| 0.5-2.5 o e
CNGA120408T01020 0.8 | 0.1-04 | 0.1-0.3 o
o , CNGA120408T02020 0.8 | 0.1-04 | 0.1-03 |o ° o
C CNGA120412501520 1.2 | 0.1-0.3 | 0.5-25 o
CNGA120412502020 1.2 | 0.1-0.5 | 0.1-0.3 °
CNGA120412T00520 1.2 | 0.1-0.3 | 0.5-25 o
CNGA120412T02020 1.2 | 0.1-0.5 | 0.1-0.3 |o o °
o CNGA120416501520 1.6 |0.1-0.35| 0.5-3.0 o
£ CNGA120416T00520 1.6 |0.1-0.35| 0.5-3.0 oo
E CNGA160612T02020 1.2 | 02-20| 0.1-0.3 °
® Ex stock o0 On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  AlI203 cutting ceramic, reinforced
D 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°
c
© O
(=
2 B ’
£ E 4
o O
=
A230 A237 A238 A252 A253 A324
X
O]
©
£
System code A198 Grade selection A42 Technical info A501 Cutting data A366

General tu rning Ceramic inserts

A200




Ceramic inserts General tu rning

CNGN L 1.C S

12 07 12.9 12.7 7.94
12 04 12.9 12.7 4.76
16 06 16.1 | 15875| 6.35

O  Ideal machining conditions
€ Normal machining conditions

Turning ceramic inserts €8 Unfavourable machining conditions 1607 161 15875 7.94
CN** negative insert ™M CcC CN CR
80° P O
A M
aglc K O o
N N
S s o) B
H O
IS0 r o a f|8 é 88 § %
5 S -1 535
CNGN120404T00520 0.4 |0.1-0.25| 0.5-2.0 o
CNGN120404T702020 0.4 | 0.1-0.3 |0.08-0.25 |0
CNGN120408501520 0.8 |0.1-0.25| 0.5-2.5 o
CNGN120408502020 0.8 | 0.1-04 | 0.1-0.3 o
CNGN120408T00520 0.8 |0.1-0.25| 0.5-2.5 [
CNGN120408T02020 0.8 | 0.1-04 | 0.1-03 |e °
CNGN120412501520 1.2 | 0.1-0.3 | 0.5-25 o
CNGN120412T00520 1.2 | 0.1-0.3 | 0.5-2.5 °
CNGN120412T02020 1.2 | 0.1-0.5 | 0.1-0.3 |o o
CNGN120416501520 1.6 |0.1-0.35| 0.5-3.0 o
CNGN120416T00520 1.6 |0.1-0.35| 0.5-3.0 °
CNGN120416T02020 1.6 | 0.5-2.0 | 0.1-0.35 [e]
CNGN120708501520 0.8 |0.1-0.25| 0.5-2.5 o
CNGN120708T00520 0.8 |0.1-0.25| 0.5-2.5 °
J CNGN120708T02020 0.8 | 0.1-04 | 0.1-03 |o
CNGN120712501520 1.2 | 0.1-0.3 | 0.5-25 o
CNGN120712502025 1.2 | 0.1-0.3 | 0.5-25 o
CNGN120712T00520 1.2 | 0.1-0.3 | 0.5-2.5 °
CNGN120712T00525 1.2 | 0.1-0.3 | 0.5-2.5 ¢} o o
CNGN120712T02020 1.2 | 0.1-0.5 | 0.1-03 |e o
CNGN120716501520 1.6 |0.1-0.35| 0.5-3.0 o
CNGN120716T00520 1.6 |0.1-0.35| 0.5-3.0 o
CNGN120716T01520 1.6 |0.1-0.35| 0.5-3.0 o
CNGN120716T02020 1.6 | 0.1-0.6 | 0.1-04 |o o
CNGN160616T02020 1.6 | 0.1-0.6 | 0.1-0.4
CNGN160712T01525 1.2 | 0.2-2.0 | 0.1-0.3 o
CNGN160716T01525 1.6 | 0.1-06 | 0.1-04 |o
CNGN160716T02020 1.6 | 0.5-2.0 | 0.1-0.35 o
® Ex stock o On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
System code A198 Grade selection A42 Technical info A501 Cutting data A366

<
v_ A201

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

General tu rning Ceramic inserts

Tool holder

CCLNR/L

Kr: 95°

2

A292

System code A198 Grade selection A42

A202

Technical info
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Cutting data
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Ceramic inserts General tu rning

Turning ceramic inserts

O  Ideal machining conditions
€3 Normal machining conditions

€2 Unfavourable machining conditions

CNGX L 1.C S

12 07 12.9 12.7 7.94

CN** negative insert ™M CcC CN CR
P O
M
K O )
N
S O &
H O
o [=} ) (=)
IS0 roa f |8 8 S8 ¥ S
< = Zz 5 = =
J O O U O 0O
CNGX120712T02020 1.2 |0.2-2.0| 0.1-0.3 °
CNGX120716T02020 1.6 |0.5-2.0/0.1-0.35 o
L
® Ex stock o0 On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
Tool holder
JCLNR/L
Kr: 95°
A300
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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O  Ideal machining conditions DNGA L 1.C ) d
A €3 Normal machining conditions 1506 | 155 | 127 | 635 | 5.16
Turning ceramic inserts §% Unfavourable machining conditions 1504 | 155 | 127 | 476 | 5.16
DN** negative insert (@) CcC CN CR
(®)] 50 P O
c
= A -
c aglcC )% M
= NN/ T K O &
\ > od [
N
L] R s © Re
H O
o = ) (=)
B SO roloa f 8 8 S8 g8
< = z & ==
[®] O O U O 0O
DNGA150404T02020 0.4 | 0.1-0.3 |0.08-0.25 o
DNGA150408501520 0.8 |0.1-0.25| 0.5-2.5 o
g DNGA150408T00520 0.8 [0.1-0.25| 0.5-2.5 °
g DNGA150408T02020 0.8 | 0.1-0.4 | 0.1-0.3 o
DNGA150412501520 1.2 | 0.1-0.3 | 0.5-25 o
DNGA150412T00520 1.2 | 0.1-0.3 | 0.5-25 °
DNGA150412702020 1.2 | 0.1-0.5 | 0.1-0.3 o o o
DNGA150416501520 1.6 |0.1-0.35| 0.5-3.0 o
C a DNGA150416T00520 1.6 |0.1-0.35| 0.5-3.0 o
_/ DNGA150604502020 0.4 | 0.1-0.3 |0.08-0.25 °
DNGA150604T01020 0.4 | 0.1-0.3 |0.08-0.25 o
DNGA150604T02020 0.4 | 0.1-0.3 |0.08-0.25 ° e}
o DNGA150608502020 0.8 | 0.1-04 | 0.1-0.3 °
£ DNGA150608T02020 0.8 | 0.1-0.4 | 0.1-0.3 o °
E DNGA150612502020 1.2 | 0.1-0.5 | 0.1-0.3 °
DNGA150612T01020 1.2 | 0.1-0.5 | 0.1-0.3 o
DNGA150612T02020 1.2 | 0.1-0.5 | 0.1-0.3 ° o
DNGA150616T02020 1.6 | 0.5-2.0 | 0.1-0.35
® Ex stock o0 On demand CM  Mixed ceramic
D CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
= Tool holder
T“j 8 DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN S***.PDSNR/L S***.PDUNR/L
E g Kr: 93° Kr: 93° Kr: 63° Kr: 93° Kr: 62°30' Kr: 62°30' Kr: 93°
)
=
y/ ' )
.’. o /® ® ’ .\. re
E A231 A240 A241 A254 A255 A326 A327
X
O]
o
=
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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A204



Ceramic inserts General tu rning

Turning ceramic inserts

©)

Ideal machining conditions

€3 Normal machining conditions
€2 Unfavourable machining conditions

DNGN L 1.C S
15 04 15.5 12.7 4.76
15 07 15.5 12.7 7.94

DN** negative insert ™M CcC CN CR
5° P O
o1C Y~ M
ARy, N
L S o 88
H O
IS0 rloa, fol8 é g8 § %
5 S -1 53
DNGN150408501520 0.8 |0.1-0.25| 0.5-2.5 o
DNGN150408T00520 0.8 |0.1-0.25| 0.5-2.5 °
DNGN150408T02020 0.8 | 0.1-04 | 0.1-03 |o o
DNGN150412501520 1.2 | 0.1-0.3 | 0.5-2.5 o
DNGN150412T00520 1.2 | 0.1-0.3 | 0.5-2.5 °
DNGN150412T02020 1.2 | 0.1-0.5 | 0.1-0.3 |o
DNGN150416S01520 1.6 |0.1-0.35| 0.5-3.0 o
_/ DNGN150416T00520 1.6 |0.1-0.35| 0.5-3.0 o
DNGN150704T02020 0.4 | 0.1-0.3 |0.08-0.25 |0 o
DNGN150708T01520 0.8 |0.1-0.25| 0.5-2.5 o
DNGN150708T02020 0.8 | 0.1-04 | 0.1-03 |e o
DNGN150712702020 1.2 | 0.1-0.5 | 0.1-0.3 o
DNGN150716T01520 1.6 |0.1-0.35| 0.5-3.0 o
DNGN150716T02020 1.6 | 0.1-0.6 | 0.1-04 |o
® Ex stock o On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
Tool holder
CDJNR/L
Kr: 93°
P
A294
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Ceramic inserts

O  Ideal machining conditions DNGX L 1.C )
€3 Normal machining conditions 15 07 15.5 12.7 7.94
Turning ceramic inserts € Unfavourable machining conditions
DN** negative insert (@) CcC CN CR
P O
M
K O )
N
S O SEAN
H O
o = ) (=)
IS0 rloa, f g 8 S8 g3
< = z & ==
[®] O O U O 0O
DNGX150708T02020 0.8 |0.15-1.5] 0.1-025 o
DNGX150712T02020 1.2 | 0.2-2.0 | 0.1-0.3 o
N / DNGX150716T02020 1.6 | 0.5-2.0 |0.1-0.35 o
® Ex stock © On demand CM  Mixed ceramic
CC  Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
Tool holder
JDJNR/L
Kr: 93°
A301
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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Ceramic inserts General tu rning

O  Ideal machining conditions RNGA 1.C )
€3 Normal machining conditions 12 04 12.7 4.76
Turning ceramic inserts §  Unfavourable machining conditions
RN** negative insert ™M CcC CN CR
S P O
' M
|
@ od K O &
N
Aol S E N RRe
H O
o (=3 o o o
IS0 % | f |8 8 S8 g8
< = z 5 ==
U O O U 00
RNGA120400T02020 0.1-0.6 |0.1-04 |© o
-
s
® Ex stock © On demand CM  Mixed ceramic
CC  Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
Tool holder
MRDNN MRGNR/L
’ .'
A267 A268
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Ceramic inserts

RNGN 1.C S

06 03 6.35 3.18
09 04 | 9525 | 4.76
09 03 | 9.525 | 3.18
12 07 12.7 7.94
12 04 12.7 4.76
1507 | 15875 | 7.94

O  Ideal machining conditions 1907 | 1905 | 7.94
€3 Normal machining conditions 2507 | 254 | 794
Turning ceramic inserts €8 Unfavourable machining conditions 2510 254 | 1005
RN** negative insert ™M CcC CN CR
s P O
M
K O &S
N
Aol s ° e
H O
150 a, fol8 é 88 § é
5 3 & g3
RNGN060300T01020 0.1-0.3 |0.08-0.25 |0 o
RNGN090300S01520 0.1-0.3 | 0.5-2.5 o
RNGN090300T00520 0.1-0.3 | 0.5-2.5 o o
RNGN090300T02020 0.1-0.3 | 0.1-0.3 |o
RNGN0904005S01520 0.1-0.3 | 0.5-2.5 o
RNGN090400T00520 0.1-0.3 | 0.5-2.5 o
RNGN090400T02020 0.1-0.3 | 0.1-0.3 |o
RNGN120400S01520 0.1-0.35| 0.5-3.0 o
RNGN120400502020 0.1-0.6 | 0.1-0.4 °
RNGN120400T00520 0.1-0.35| 0.5-3.0 °
RNGN120400T01020 0.5-2.0 | 0.1-0.2 o
RNGN120400T01525 0.1-0.6 | 0.1-04 o
RNGN120400T02020 0.1-0.6 | 0.1-04 |o o
v RNGN1207005S01520 0.1-0.35| 0.5-3.0 o
RNGN120700502020 0.1-0.6 | 0.1-0.4 °
RNGN120700T00520 0.1-0.35| 0.5-3.0 o0
RNGN120700T00525 0.1-0.35| 0.5-3.0 o o o
RNGN120700T01520 0.1-0.35| 0.5-3.0 o
RNGN120700T01525 0.2-2.0 | 0.1-0.3 o
RNGN120700T02020 0.2-20 | 0.1-03 |e °
RNGN150700T02020 0.1-0.6 | 0.1-0.5 |o
RNGN190700S01520 0.1-0.4 | 0.5-3.0 o
RNGN190700T00520 0.1-0.4 | 0.5-3.0 o
RNGN190700T03020 0.1-0.7 | 0.1-0.5 |o
RNGN250700T19015 0.1-0.7 | 0.1-0.8
RNGN251000T05020 0.1-0.7 | 0.1-0.5 |o
® Ex stock o On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  AlI203 cutting ceramic, reinforced
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General turning Ceramic inserts

O  Ideal machining conditions SNGA L 1.C S d
€3 Normal machining conditions 1204 | 127 | 127 | 476 | 5.16
Turning ceramic inserts € Unfavourable machining conditions
SN** negative insert (@} CcC CN CR
o P O
90
L -\1 _ M
gic_ [ T~
~ A K O St
N T /] N
D ||
r L S S @) SORS
H O
o = ) (=)
IS0 rloa, f |8 8 S8 g3
< = z & ==
[®] O O U O 0O
SNGA120404T02020 0.4 |0.1-1.0|0.1-0.2 o
SNGA120408502020 0.8 |0.1-0.4|0.1-0.3 o
» SNGA120408T02020 0.8 10.1-0.4(0.1-0.3 |0 o o
I | SNGA120412T02020 1.2 |0.2-2.0|0.1-0.3
® Ex stock o On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
Tool holder
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr: 75° Kr:75° Kr: 45° Kr: 75° Kr: 45° Kr:75° Kr: 75°
-® @
UJ LJ
A232 A242 A244 A245 A246 A256 A257
MSKNR/L MSDNN S***.pSKNR/L
Kr: 75° Kr: 45° Kr: 75°
¢ ”
A258 A259 A329
A198 Grade selection A42 Technical info A501 Cutting data A366

System code

A210



Ceramic inserts General tu rning

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

O  Ideal machining conditions
€ Normal machining conditions

Turning ceramic inserts €8 Unfavourable machining conditions 19107 | 1905 | 1905 | 7.94
SN** negative insert (@) CcC CN CR
P O
M
K O &b
N
S @) SEAY)
H O
IS0 r o a f|8 é 88 § %
5 S -1 535
SNGN120404T02020 0.4 | 0.1-0.3 |0.08-0.25 |0
SNGN120408501520 0.8 |0.1-0.25| 0.5-2.5 o
SNGN120408502020 0.8 | 0.1-0.4 | 0.1-0.3 ¢}
SNGN120408T00520 0.8 |0.15-1.5| 0.1-025 o °
SNGN120408T02020 0.8 | 0.1-04 | 0.1-03 |o °
SNGN120412501520 1.2 | 0.1-03 | 0.5-2.5 o
SNGN120412T00520 1.2 | 0.1-0.3 | 0.5-25 °
SNGN120412T02020 1.2 | 0.1-0.5 | 0.1-0.3 |o o
SNGN120416S01520 1.6 [0.1-0.35| 0.5-3.0 o
SNGN120416T00520 1.6 |0.1-0.35| 0.5-3.0 ¢}
SNGN120416T02020 1.6 | 0.1-06 | 0.1-04 |o o
SNGN120704T7T02020 0.4 | 0.1-0.3 |0.08-0.25 |®
SNGN120708501520 0.8 |0.1-0.25| 0.5-2.5 o
SNGN120708T00520 0.8 |0.1-0.25| 0.5-2.5 °
- SNGN120708T02020 0.8 | 0.1-04 | 0.1-03 |o o o
SNGN120712S01520 1.2 | 0.1-0.3 | 0.5-25 o
SNGN120712T00520 1.2 | 0.1-0.3 | 0.5-25 °
SNGN120712T02020 1.2 | 0.1-0.5 | 0.1-03 |o o °
SNGN120716S01520 1.6 [0.1-0.35| 0.5-3.0 o
SNGN120716T00520 1.6 |0.1-0.35| 0.5-3.0 ¢}
SNGN120716T01520 1.6 |0.1-0.35| 0.5-3.0 o
SNGN120716T02020 1.6 | 0.1-06 | 0.1-04 |o
SNGN150708T02020 0.8 | 0.1-04 | 0.1-03 |o
SNGN150712T02020 1.2 | 0.1-0.5 | 0.1-03 |e o
SNGN150716T02020 1.6 | 0.1-0.6 | 0.1-04 |e o
SNGN190716502030 1.6 | 0.5-2.0 | 0.1-0.35
SNGN190716T03020 16 | 0.1-0.6 | 0.1-04 |o
® Ex stock o On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General turning Ceramic inserts

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

A296

A297 A299

System code ) A198

A212

Grade selection ) A42

Technical info ) A501

Cutting data ) A366



Ceramic inserts General tu rning

Turning ceramic inserts

O  Ideal machining conditions
€3 Normal machining conditions

€2 Unfavourable machining conditions

SNGX L 1.C S

12 07 12.7 12.7 7.94

SN** negative insert ™M CcC CN CR
P O
M
K O )
N
S O &
H O
o [=} ) (=)
IS0 rloa | f |8 8 S8 g8
< = Zz 5 = =
J O O U O 0O
SNGX120712702020 1.2 |0.2-2.0| 0.1-0.3 o
- | | SNGX120716T02020 1.6 |0.5-2.0/0.1-0.35 o
L
® Ex stock o0 On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
Tool holder
JSDNN
Kr: 45°
A302
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Ceramic inserts

O  Ideal machining conditions TNGA L 1.C S d
€3 Normal machining conditions 16 04 | 165 | 9.525 | 476 | 3.86
Turning ceramic inserts §% Unfavourable machining conditions 2204 | 22 | 127 | 476 | 5.16
TN** negative insert ™M CcC CN CR
P O
M
K O St
N
S O SPAX)
H O
o = ) (=)
IS0 roloa f |8 8 S8 g3
< = z & ==
[®] O O U O 0O
TNGA160404502020 0.4 | 0.1-0.3 |0.08-0.25 °
TNGA160404T01020 0.4 | 0.1-0.3 |0.08-0.25 o °
TNGA160404T02020 0.4 | 0.1-0.3 |0.08-0.25 o
TNGA160408502020 0.8 | 0.1-04 | 0.1-0.3 °
) TNGA160408T02020 0.8 | 0.1-04 | 0.1-0.3 o °
) | TNGA160412T02020 1.2 | 0.1-0.5 | 0.1-0.3 o °
TNGA220408T02020 0.8 |0.15-1.5| 0.1-025 ¢}
TNGA220412T702020 1.2 | 0.2-20 | 0.1-0.3 o
TNGA220416T02020 1.6 | 0.5-2.0 | 0.1-0.35 o
® Ex stock o On demand CM Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
Tool holder
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTJNR/L-Z
Kr: 91° Kr:91° Kr: 60° Kr: 90° Kr: 90° Kr: 93° Kr: 93°
(S G 2 ~ s
A233 A247 A248 A249 A260 A261 A262
MTFNR/L S***.PTFNR/L
Kr:91° Kr: 90°
- \}4
A263 A330
A198 Grade selection A42 Technical info A501 Cutting data A366
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Ceramic inserts General tu rning

TNGN L 1.C S
O  Ideal machining conditions 1604 | 165 | 9525 | 476
€3 Normal machining conditions 16 07 165 | 9525 | 7.94
Turning ceramic inserts &2 Unfavourable machining conditions 22 04 22 127 4.76
TN** negative insert ™M CcC CN CR
O P O
60
M
K O $
N
S O &5
H O
o (=3 o o o
IS0 roa f 18 8 S 8 g3
< = Z 5 ==
J O [OR9] O 0
TNGN160404T02020 0.4 | 0.1-0.3 |0.08-0.25|©
TNGN160408502020 0.8 | 0.1-0.4 | 0.1-0.3 o
TNGN160408T02020 0.8 | 0.1-04 | 0.1-03 |o o
TNGN160412702020 1.2 | 0.1-0.5 | 0.1-0.3 [¢]
TNGN160416T02020 1.6 | 0.5-2.0 | 0.1-0.35 o
TNGN160708T02020 0.8 |0.15-1.5| 0.1-025 o
e
TNGN160712702020 1.2 | 0.1-0.5 | 0.1-03 |o
TNGN220408T02020 0.8 | 0.1-04 | 0.1-03 |o o
TNGN220412T02020 1.2 | 0.1-0.5 | 0.1-0.3 |o o
TNGN220416T02020 1.6 | 0.1-0.6 | 0.1-04 |o o
® Ex stock o0 On demand CM  Mixed ceramic
CC  Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
Tool holder
CTINR/L CTUNR/L
Kr: 93° Kr: 93°
A293 A295
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Ceramic inserts

O  Ideal machining conditions VNGA L 1.C ) d
€3 Normal machining conditions 1607 | 166 | 9.525 | 7.94 | 381
Turning ceramic inserts §% Unfavourable machining conditions 16 04 | 166 | 9525 | 476 | 3.81
VN** negative insert (@) CcC CN CR
P O
M
K O St
N
S O SPAX)
H O
o = ) (=)
IS0 roa £ 8 8 S8 g8
< = Z n = =
[®] O O U O 0O
VNGA 160404502020 0.4 |0.1-0.3|0.08-0.25 °
VNGA160404T01020 0.4 |0.1-0.3]0.08-0.25 o
VNGA 160408502020 0.4 |0.1-04| 0.1-0.3 °
=== | VNGA160408T01020 0.8 |0.1-0.4| 0.1-03 o
VNGA160408T02020 0.8 |0.1-04| 0.1-0.3 °
VNGA160708502020 0.8 |0.1-04| 0.1-0.3 °
® Ex stock o On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
Tool holder
DVVNN DVJNR/L MVVNN MVINR/L
Kr: 72°30' Kr: 93° Kr: 72°30' Kr: 93°
A234 A235 A264 A265
System code A198 Grade selection A42 Technical info A501 Cutting data A366

A216




Ceramic inserts General tu rning

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

O  Ideal machining conditions
€3 Normal machining conditions

Turning ceramic inserts §  Unfavourable machining conditions
WN** negative insert (@) CcC CN CR
P O
S
-~ M
| K O ]
od | N
u S @) SR
H O
o (=3 o o o
IS0 rloa f 8 8 S8 g8
< = zZ 0 ==
U O O U 00
WNGA080404T01020 0.4 |0.1-0.3|0.08-0.25 o
WNGA080404T02020 0.4 |0.1-0.3]0.08-0.25 o
WNGA080408502020 0.8 {0.1-0.4| 0.1-0.3 o
WNGA080408T02020 0.8 {0.1-0.4| 0.1-0.3 o °
@
WNGA080412502020 1.2 |0.1-0.5| 0.1-0.3 ¢}
=
WNGA080412T02020 1.2 |0.1-0.5| 0.1-0.3 o °
WNGA080416T01525 1.6 |0.5-2.0| 0.1-0.35 o
WNGA080416T02020 1.6 |0.5-2.0| 0.1-0.35 °
® Ex stock 0 On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
Tool holder
DWLNR/L PWLNR/L MWLNR/L S***.PWLNR/L
Kr: 95° Kr: 95° Kr: 95° Kr: 95°
/ /
=
A236 A251 A266 A332
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Ceramic inserts

RCGX 1.C S
06 07 6 7.94
06 04 6 476
06 06 6 6.35
O  Ideal machining conditions 09 07 9 7.94
€3 Normal machining conditions 12 07 12 7.94
Turning ceramic inserts §%  Unfavourable machining conditions 1910 | 19 10
RC** positive insert M CC CN CR
2 P O
M
al.
c K O S
ad H N
S O SEAY
H O
o [=} ) (=)
IS0 3 f |8 8 S8 g8
< = Z 5 ==
J O [SR9] O 0
RCGX060400S01520 0.1-0.25| 0.5-2.5 o
RCGX060400T00520 0.1-0.25| 0.5-2.5 o
RCGX060600502020 0.1-0.3 [0.08-0.25 |0
RCGX060600T01020 0.1-0.25| 0.5-2.5
RCGX060700T00525 0.1-0.25| 0.5-2.5 o o o
RCGX090700S01520 0.1-0.3 | 0.5-25 o
RCGX090700T00520 0.1-0.3 | 0.5-25 o
P RCGX090700T00525 0.1-0.3 | 0.5-2.5 o o o
v RCGX090700T20015 0.1-0.3 | 0.1-0.3 |o
RCGX120700E 0.5-2.0 | 0.1-0.2 o
RCGX120700S01020 0.5-2.0 | 0.1-0.2 o
RCGX120700S01520 0.1-0.35| 0.5-3.0 o
RCGX120700T00520 0.1-0.35| 0.5-3.0 o
RCGX120700T00525 0.1-0.35| 0.5-3.0 o o o
RCGX120700T01020 0.1-0.35| 0.5-3.0 o o
RCGX191000T02020 0.1-0.6 | 0.1-0.5 o
® Ex stock o0 On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN Si3N4 Ceramic
CR  AlI203 cutting ceramic, reinforced
A198 Grade selection A42 Technical info A501 Cutting data A366

System code

A218




Ceramic inserts General tu rning

Turning ceramic inserts

O  Ideal machining conditions
€3 Normal machining conditions

€2 Unfavourable machining conditions

RPGN 1.C S
12 04 12.7 4.76

RP** positive insert M CC CN CR
S P O
M
K O &
N
o
bl S R B BRo
H O
o [=} ) (=)
IS0 % | f |8 8 S8 g8
< = Zz 5 ==
J O o U O 0O
RPGN120400501520 0.1-0.350.5-3.0 o
RPGN120400T00520 0.1-0.35|0.5-3.0 o
® Ex stock o0 On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning Ceramic inserts

Turning ceramic inserts

O  Ideal machining conditions

€3 Normal machining conditions
€2 Unfavourable machining conditions

RPGX 1.C S
09 07 | 9525 | 7.94

RP** positive insert M CcC CN CR
S P O
M
K O 8
— — a
N
S S ° e
H O
o = ) (=)
IS0 % | f |8 8 S8 g8
< = Z n = =
J O O U O O
RPGX090700T00525 0.1-0.3|0.5-2.5 o o
® Ex stock o0 On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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Ceramic inserts General tu rning

O  Ideal machining conditions TPGN L 1.C )
€3 Normal machining conditions 1103 n 6.35 3.18
Turning ceramic inserts §% Unfavourable machining conditions 1603 | 165 | 9525 | 3.18
TP** positive insert (@)Y CcC CN CR
P O
60° . S
\W, 11 (] M
T K O &
N
— S O 88
H O
o [=} ) (=)
IS0 rloa f 8 8 S8 g8
< = z 5 ==
U O O U 00
TPGN110304T02020 0.4 |0.1-0.3|0.08-0.25 o
TPGN160304T01020 0.4 |0.1-0.3]0.08-0.25 o
TPGN160308T01020 0.8 |0.1-0.4| 0.1-0.3 o
| et
® Ex stock © On demand CM  Mixed ceramic
CC Mixed ceramic, coated
CN  Si3N4 Ceramic
CR  Al203 cutting ceramic, reinforced
System code A198 Grade selection A42 Technical info A501 Cutting data A366
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General turning External tool holders overview

External turning tool holders

Application Workpiece
rr:EaXctEirr?iar:g Facing Profiling Profiling Profiling Stable Unstable
Tool holder Page
- N ] E‘I; 1] [ ] ——}
DCLNR/L
95° 'w ° ° ° A230
DDINR/L
; [ { [ [ J ([} A231
93° ’
DSBNR/L
[ [ J A232
75°
DTGNR/L
D o "w ot ° A233
DVVNN
[ ([ A234
s g
DVIJNR/L
[ ([ [ ([ J A235
93° *
DWLNR/L
([ (] [ J A236
95° v
PCBNR/L
750 -® ° ° A237
PCLNR/L
95° e ° ° ° A238
PDJNR/L
o [ ( [ [ J (] A240
93°
PDNNR/ L 8
P 63° W ° ° A241
PSBNR/L
[ [ J A242
75°
PSDNN
45° .’ ® [ ] (] A244
PSKNR/ L
. (] ([ A245
75° -

® Recommended

A222



External tool holders overview General tu rning

External turning tool holders

Application Workpiece
External . . . .
machining Facing Profiling Profiling Profiling Stable Unstable
Tool holder |_ _| Page
- , ‘ I — ==
E I’ [ — ' |
PSSNR/L .
45° w ° ° ° A246
PTFNR/L
91° v ° ° A247
PTTNR/L
60° ".. (] o A248
PTGNR/L
90° . ° ° A249
PWLNR/L
95° & ([ [ J ([ J A251
PLANR/L
90° [ [ J (] (] A316
PLFNR/L
90° ot ° A317
PCLNR/L
° A31
95 ([ [ J ([ J 318
MCBNR/L
750 ’v ° ° A252
MCLNR/L
95° ’ ([ [ ([ J A253
MDJNR/L |
93° .' ~ ° ° ° ° ° A254
MDPNN
-
62.5° ’ ° ° A255
MSBNR/L N
75° [ J [ J A256
MSRNRL
750 v ) ° A257

® Recommended
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General turning External tool holders overview

External turning tool holders

Application Workpiece
rT\Ea)(;cEir:iar:g Facing Profiling Profiling Profiling Stable Unstable
Tool holder |_ _| Page
| | ‘ N — — ==
] E I — ' |
MSKNR/L
750 V ° ° A258
MSDNN
45° -" ° ° A259
MTGNR/L
90° "’ ® ° A260
MTINR/L
93° " * ° A261
MTINR/L-Z P
93° ’ o o N A262
MTENR/L
M 91° -” ® ° A263
MVVNN
72’50 o . . A264
MVJINR/L ’
® ° ° ° A265
93° 2
MWLNR/L
° ° ° A266
95° y
MRGNR/L
' ° ° A268
- e
MRDNN
° ° A267
SCACR/L
20° V ° ° ° A269
SCLCR/L
S 950 v ° ° ° ° A270
SDACR/L .
90° V ° ° ° A271

® Recommended

A224



External tool holders overview  Ge@Neral turning

External turning tool holders

Application Workpiece
mE:zﬁ;:i?:g Facing Profiling Profiling Profiling Stable Unstable
Tool holder I_ _I Page
- | , N — 1
H‘I, I: I | —
SDJCR/L
ot ® ) ° A272
93°
SDNCN
° ° ° A273
63°
SVJBR/L
° ° ° ° A274
93°
SVABR/L
o ® ) ° A275
90°
SVVBN
° ° ° A276
72,5°
SVVCN
° ° ° A277
72,5°
SVJCR/L
bt ° ° ° A278
93°
SSBCR/L
bt o A279
75°
SSDCN
® ® A280
45°
SSKCR/L
e ° A281
75°
SSSCR/L
e o A282
45°
STACR/L
— ° ° A283
90°
STFCR/L
° ° A284
91°
STGCR/L
® ° ° A285
91°
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General turning External tool holders overview

External turning tool holders

Application Workpiece
External . . . .
machining Facing Profiling Profiling Profiling Stable Unstable
Tool holder |_ _| Page
| R , ~ 0 —— =—=
E I! U—l | |
STTCR/L
60° [ [ A286
SWACR/L
90° C = ° ° A287
SRDCN
_ ° ° A288
SRGCR/L
~ ’ ° ° A289
SCACR/L-SC
90° 'W ¢ ° ° A306
SCLCR/L-SC
95° w ° ° ° ° A307
SDACR/L-SC
90° y ° ° ° A308
SDHCR/L-SC
107°30" V ° ° ° A309
SDJCR/L-SC
930 y ° ° ° ° A310
SDNCN-SC
62°30" y ° ° ° A311
SVACR/L-SC
90° ) [ ° ° ° A312
SVJCR/L-SC
93° y ° ° [ [ A313
CKJNR/L
93° y ¢ ® ° A290
C CKNNR/L
63° y ° ° A291

A226

® Recommended




External tool holders overview General tu rning
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General turning ISO code - external tool holders

C L N

L

25 25 M

12

1 3 4 5 6 7 8 9
Clamping system Insert shape
Code Description
c :
P Lever lock clamping [@
D
M Wedge/pin lock clamping
R O
S Screw-on clamping EE} S
T A
c/) Wedge clamping
Vv
D Duel wedge clamping [E%:}
"
1 2

Tool holder type and entering angle

Clearance angle

]

&
3

B h C ﬁ
5° l— 70

o \__
15°

A228

N
Q

[
G
=)

o
75@
A B C
90° 7
) 30 9% E
F G H J
95° 117°30’ ‘
95 I =170
L M N o P
107°30' 90°
7@ 45;& 60‘0@
Q R S T U
720% E6°°:I i 120°
\' w X
3 4




ISO code - external tool holders General tu rning

Cutting direction Shank height h [mm] Shank width b [mm]
%I h % % §| b
R Code | h Code b
12 12 12 12
16 16 16 16
T 20 20 20 20
25 25 25 25
32 32 32 32
? 40 40 40 40
NN 50 50 50 50
N
5 7

Holder length L [mm]

Cutting edge length | [mm]

L

Insert shape

&L
w O QB AL 4
L E b T a1ty
H 100 5,56 09
K 125 6,35 06 07 1
M 150 9,525 09 1 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 25,4 25 25 25 44
T 300 32 32
8 9

A229
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General turning External tool holders

CN** holder (external) D-Clamping
DCLNR/L Kr:95°
h a
’ s ® b
=L
e
L
Stock Dimensions [mm] Inserts
Article s Focey
R | L a b L h s e
DCLNR/L1616H09 e O 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 o0 On demand
¢ With internal cooling
Spare parts
Insert CN**0903** CN**1204**
h 16-25 20-32
€ Clamp C1RA C2RA
Q’ Screw (clamp) CM5x22C CM6x25C
P (4.0 Nm) (7.0Nm)
YW | screw (shim) SM5x8.65XA1 SM6xX10XAT
|« | Shim C09BM C12BM
€ Spring SPR6 SPR4
¢ | Wrench (shim) WH30L WH40L
¢ | Wrench (clamp) WH30L WHaoL
R B =/ 2/
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A51 A52 A53 A57 A61 A177
Technical info A501 Cutting data A366

System code A228

A230

Grade selection A42



External tool holders

General turning

System code

A228

DN** holder (external) D-Clamping
DDJNR/L Kr:93°
h a
‘ s b
o
</‘93°
- L
Stock Dimensions [mm] Inserts
Article sl
' R | L a b L h s e ’
DDJNR/L1616H11 e o 16 16 100 16 20 30 DN**1104**
DDJNR/L2020K11 ° [] 20 20 125 20 25 30 DN**1104%*
DDJNR/L2525M11 e o 25 25 150 25 32 30 DN**1104**
DDJNR/L3225P11 o ¢} 32 25 170 32 32 30 DN**1104%**
DDJNR/L2020K15 e o 20 20 125 20 25 35 DN**1506**
DDJNR/L2525M15 L] (] 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
Pasl Clamp C1RA C2RA
w Screw (clamp) CM5x%22C CM6x25C
P (4.0 Nm) (7.0 Nm)
w Screw (shim) SM5x8.65XA1 SM6x10XA1
V'~ 4 Shim D11BM D15BM
LY Spring SPR6 SPR4
¢ | Wrench (shim) WH30L WH40L
¢ |Wrench (clamp) WH30L WH40L
Insert
=/ Qa £ V- 4 V- 4 =/
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A63 A63 A68 A69 A178
Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

SN** holder (external)

DSBNR/L Kr:75°

D-Clamping

L
Stock Dimensions [mm] Inserts
Article sk
R | L a b L h s e
DSBNR/L1616H09 o 16 16 100 16 13 26 SN**0903**
DSBNR/L2020K12 ° [] 20 20 125 20 17 34 SN**1204**
DSBNR/L2525M12 e o 25 25 150 25 22 34 SN**1204%*
DSBNR/L3225P12 ° [} 32 25 170 32 22 34 SN*¥1204**
DSBNR/L3232P15 ° ° 32 32 170 32 27 41 SN*¥1506**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert SN**0903** SN**1204%* SN**1506%*
h 16 20-32 32
€ Clamp C1RA C2RA C3RA
v’ Screw (clamp) CM5x22C CM6x25C CM6Xx25C
P (4.0 Nm) (7.0 Nm) (7.0 Nm)

w Screw (shim) SM5x8.65XA1 SM6x10XA1 SM6x10XA2

K Shim S09BM S12BM S15BM

€ Spring SPR6 SPR4 SPR4

€ | Wrench (shim) WH30L WH40L WH40L

¢ | Wrench (clamp) WH30L WH40L WH40L

Insert
r
2 = = o)
I
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 A84 A162
Grade selection A42 Technical info A501 Cutting data A366

System code

A232



External tool holders General turni ng

TN** holder (external)

DTGNR/L Kr:91°

&

D-Clamping

77 91°
e

L
Stock Dimensions [mm] Inserts
Article sl
R | L a b L h s e A
DTGNR/L1616H16 o o 16 16 100 16 20 25 TN**1604%*
DTGNR/L2020K16 [] 20 20 125 20 25 25 TN**1604*%*
DTGNR/L2525M16 e o 25 25 150 25 32 25 TN**1604%*
® Ex stock o0 On demand
& With internal cooling
Spare parts
Insert TN**1604**
h 16-25
€ Clamp C1RA
M Screw (clamp) CM5x22C
(4.0 Nm)
PO | Screw (shim) SM5X8.65XAT
a Shim T168M
@ Spring SPR6
¢ | Wrench (shim) WH30L
( Wrench (clamp) WH30L
Insert
L& A - -
| S—] [ S
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A87 A88 A90 A92 A99 A163
Cutting data A366

System code A228

Grade selection A42

Technical info

A501
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General tu rning External tool holders

VN** holder (external) D-Clamping
DVVNN Kr:72°30'
h a
st b
L
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e &
DVVNN2020K16 o 20 20 125 20 10 44 VN**1604**
DVVNN2525M16 o 25 25 150 25 125 44 VN**1604**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert VN*#*1604**
h 20-25
€ Clamp C6RA
Qf Screw (clamp) CM5x22C
(4.0 Nm)
YW | Screw (shim) SM5x8.65XA1
~2 Shim V16BM
€ Spring SPR6
€ | Wrench (shim) WH30L
( Wrench (clamp) WH30L
Insert
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A102 A102 A104 A103 A179
A228 Grade selection A42 Technical info A501 Cutting data A366

System code

A234



External tool holders General tu rning

VN** holder (external) D-Clamping
DVINR/L Kr:93°
h a
b
S
93’
£ L
Stock Dimensions [mm] Inserts
Article sl
R| L a b L h s e &
DVJNR/L2020K16 e o 20 20 125 20 25 41 VN**1604**
DVJNR/L2525M16 o 25 25 150 25 32 41 VN**1604**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert VN**1604**
h 20-25
pas.) Clamp C6RA
Q’ Screw (clamp) CM5x22C
(4.0 Nm)
PO | screw (shim) SM5x8.65XA1
= Shim V16BM
€ Spring SPR6
( Wrench (clamp) WH30L
¢ | Wrench (shim) WH30L
Insert
- = ~— ~= b et
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A102 A102 A104 A103 A179
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General turning External tool holders

WN** holder (external) D-Clamping
DWLNR/L Kr:95°
h a
o b
S
95"
€ L
Stock Dimensions [mm] Inserts
Article sk
R | L a b L h s e A
DWLNR/L1616H06 [ (] 16 16 100 16 25 24 WN**0604**
DWLNR/L2020K06 [ [] 20 20 125 20 25 24 WN**0604**
DWLNR/L2525M06 e o 25 25 150 25 32 24 WN**0604**
DWLNR/L2020K08 ° [} 20 20 125 20 25 31 WN**0804**
DWLNR/L2525M08 ° ° 25 25 150 25 32 31 WN**0804**
DWLNR/L3225P08 ° ° 32 25 170 32 32 31 WN**0804**
® Ex stock o0 On demand
¢ With internal cooling
Spare parts
Insert WN**0604** WN**0804**
h 16-25 20-32
€ Clamp C1RA C2RA
V Screw (clamp) CM5x22C CM6x25C
P (4.0 Nm) (7.0Nm)
YW | screw (shim) SM5x8.65XA1 SMEXT0XAT
2 Shim WO6BM WO8BM
€ Spring SPR6 SPR4
¢ | Wrench (shim) WH30L WH40L
¢ | Wrench (clamp) WH30L WHaoL
Insert
A R B
2 & & & &
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A106 A107 A107 A109 A111 A165
A42 Technical info A501 Cutting data A366

System code

A236

A228

Grade selection



External tool holders General turni ng

CN** holder (external) P-Clamping

PCBNR/L Kr:75°

h a
s 5@ b
19
75
~—e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sl | 7

R | L a b L h s e
PCBNR/L2020K12 ° [ 20 20 125 20 17 27 CN**1204**
PCBNR/L2525M12 ° ° 25 25 150 25 22 27 CN**1204**
PCBNR/L3232P12 ° ° 32 32 170 32 27 27 CN**1204**
PCBNR/L2525M16 e o 25 25 150 25 22 33 CN**1606**
PCBNR/L3232P16 () ° 32 32 170 32 27 33 CN**1606**
PCBNR/L3232P19 ° ° 32 32 170 32 27 38 CN**1906**
PCBNR/L4040S19 e o 40 40 250 40 35 38 CN**1906**
PCBNR/L404052507 e o 40 40 250 40 35 50 CN**2507**
PCBNR/L4040S2509 ° () 40 40 250 40 35 50 CN**2509**

® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert CN**1204** CN**1606** CN**1906** CN**2507%* CN**2509%*
h 20-32 25-32 32-40 40 40
b Knee lever L4 L5 L6 L8 L8
? Screw LEM8x21 LEM8x25 LEM10x27
(10.2 Nm) (10.2Nm) (16.6 Nm)
@ Screw LEM12x36A LEM12x36A
(25.2 Nm) (25.2 Nm)
| = | Shim C12AP C16AP C19AP C25AP-07 C25AP
. Shim pin (shim) SP4 SP5 SP6 SP8 SP8
( Wrench WH30L WH30L WH40L WH50L WH50L
Insert
Z ®w g B o &
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A51 A52 A53 A57 A61 A177
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General turning External tool holders

CN** holder (external)

PCLNR/L Kr:95°

P-Clamping

h ‘

s b /
. P-4
95’ /
€ L
Right hand style
Stock Dimensions [mm] Inserts
Article P | 7

R | L a b L h s e
PCLNR/L1616H09 e o 16 16 100 16 20 20 CN**0903**
PCLNR/L2020K09 ° ° 20 20 125 20 25 22 CN**0903**
PCLNR/L2525M09 o e 25 25 150 25 32 22 CN**0903**
PCLNR/L1616H12 o o 16 16 100 16 20 20 CN**1204**
PCLNR/L2020K12 [} ° 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 e o 25 25 150 25 32 33 CN**1606**
PCLNR/L3232P16 ° ° 32 32 170 32 40 33 CN**1606**
PCLNR/L3232P19 ° ° 32 32 170 32 40 38 CN**1906**
PCLNR/L4040S19 e o 40 40 250 40 50 38 CN**1906**
PCLNR/L404052507 [ [ 40 40 250 40 50 49 CN**2507**
PCLNR/L404052509 e o 40 40 250 40 50 49 CN**2509**

® Ex stock o0 On demand
s With internal cooling
Spare parts
Insert CN**0903** CN**1204** CN**1606** CN**1906%** CN**2507%* CN**2509%*
h 16-25 16-32 25-32 32-40 40 40
B | Kneelever L3 L4 L5 L6 L8 L8
? Screw LEM8x21 LEM8x25 LEM10x27
(10.2 Nm) (10.2 Nm) (16.6 Nm)
‘@ Screw LEM6x13.4A LEM12x36A LEM12x36A
(7.0 Nm) (25.2 Nm) (25.2 Nm)
| » | Shim CO9AP C12AP C16AP C19AP C25AP-07 C25AP
. Shim pin (shim) SP10 SP4 SP5 SP6 SP8 SP8

( Wrench WH25L WH30L WH30L WH40L WH50L WH50L
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A238



External tool holders General turni ng

CN** holder (external)

Insert

=/

=

Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A51 A52 A53 A57 A61 A177
Technical info A501 Cutting data A366

System code A228

Grade selection A42
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General tu rning External tool holders

DN** holder (external) P-Clamping

PDJNR/L Kr:93°

h a
.’. s b
o/®
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
' R | L a b L h s e ’
PDJNR/L1616H11 ° (] 16 16 100 16 20 25 DN**1104**
PDJNR/L2020K11 ° ° 20 20 125 20 25 25 DN#**1104**
PDJNR/L2525M11 ° ° 25 25 150 25 32 30 DN**1104%**
PDJNR/L2020K15-3 e O 20 20 125 20 25 35 DN**1504%*
PDJNR/L2525M15-3 [} ° 25 25 150 25 32 35 DN**1504**
PDJNR/L3232P15-3 ° ° 32 32 170 32 40 35 DN**1504**
PDJNR/L2020K15 e O 20 20 125 20 25 35 DN**1506**
PDJNR/L2525M15 e o 25 25 150 25 32 35 DN**1506**
PDJNR/L3232P15 ° ° 32 32 170 32 40 35 DN**1506**
® Ex stock o On demand
% With internal cooling
Spare parts
Insert DN**1104%* DN**1504%* DN**1506**
h 16-32 20-32 20-32
b Knee lever L3 L4 L4B
? Screw LEM8x21 LEM8x21
(10.2Nm) (10.2 Nm)
‘@ Screw LEM6x13.4A
(7.0 Nm)
"~ — 4 Shim D11AP D15AP D15AP
B | shim pin (shim) sP3 SP4 SP4
| Wrench WH25L WH30L WH30L
Insert
&/ a £7 V-4 =/
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A63 A63 A68 A69 A178
System code A228 Grade selection A42 Technical info A501 Cutting data A366

<
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External tool holders General turni ng

DN** holder (external)

PDNNR/L Kr: 63°

P-Clamping

)
L
Left hand style
Stock Dimensions [mm] Inserts
Article sk
' R | L a b L h s e ’
PDNNR/L2020K15-3 e O 20 20 125 20 8 37 DN#**1504**
PDNNR/L2525M15-3 ° ¢} 25 25 150 25 125 37 DN#**1504**
PDNNR/L3232P15-3 e o 32 32 170 32 16 37 DN**1504%**
PDNNR/L2020K15 e o 20 20 125 20 8 37 DN**1506%*
PDNNR/L2525M15 e o 25 25 150 25 125 37 DN**1506**
PDNNR/L3232P15 ° ° 32 32 170 32 16 37 DN**1506**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert DN*#*1504%* DN**1506%*
hh 20-32 20-32
b Knee lever L4 L4B
@” Screw LEM8x21 LEM8x21
(10.2 Nm) (10.2Nm)
= Shim D15AP D15AP
B | shimpin (shim) SP4 SP4
| Wrench WH30L WH30L
Insert
@ £ V- 4 =/
Wiper Finishing Medium Cut Roughing CastlIron PCBN/PCD
A62 A63 A63 A68 A69 A178
A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

SN** holder (external)

PSBNR/L Kr:75°

P-Clamping

°|(s]e ;
75
e L
Right hand style
Stock Dimensions [mm] Inserts
Article i
R | L a b L h s e
PSBNR/L1616H09 e O 16 16 100 16 13 21 SN**0903**
PSBNR/L2020K09 e O 20 20 125 20 17 23 SN**0903**
PSBNR/L2020K12 e o 20 20 125 20 17 28 SN*¥1204%*
PSBNR/L2525M12 e o 25 25 125 25 22 28 SN*¥1204**
PSBNR/L3225P12 e © 32 25 170 32 22 28 SN**1204**
PSBNR/L3232P12 e © 32 32 170 32 27 28 SN**1204%*
PSBNR/L2525M15 e O 25 25 150 25 22 35 SN**1506**
PSBNR/L3232P15 e o 32 32 170 32 27 35 SN**¥1506**
PSBNR/L3232P19 e o 32 32 170 32 27 40 SN**1906**
PSBNR/L4040S19 o o 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
s 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 LEM10x27
(10.2 Nm) (10.2 Nm) (16.6 Nm)
@ Screw LEM6x13.4A LEM12x36A LEM12x36A
(7.0 Nm) (25.2Nm) (25.2Nm)
: Shim SO09AP S12AP S15AP S19AP S25AP
- Shim S25AP-09
——
. Shim pin (shim) SP10 SP4 SP5 SP6 SP8 SP8
( Wrench WH25L WH30L WH30L WH40L WH50L WH50L
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A242



External tool holders General turni ng

SN** holder (external)

Insert
] r
i - )
I
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 A84 A162
Technical info A501 Cutting data

System code

A228

Grade selection A42

A366
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General tu rning External tool holders

SN** holder (external)

PSDNN Kr: 45°

P-Clamping

454
e
L
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e
PSDNN1212F09 o 12 12 80 12 21 SN**0903**
PSDNN1616H09 ° 16 16 100 16 23 SN**0903**
PSDNN2020K12 ° 20 20 125 20 10 30 SN**1204**
PSDNN2525M12 ° 20 20 150 20 12.5 30 SN*¥1204**
PSDNN3232P12 ° 32 32 170 32 16 40 SN**1204**
PSDNN2525M15 [] 25 25 150 25 12.5 40 SN**1506**
PSDNN3232P15 ° 32 32 170 32 16 40 SN**1506**
PSDNN3232P19 ° 32 32 170 32 16 40 SN**1906**
PSDNN4040S19 ° 40 40 250 40 20 40 SN**1906**
® Ex stock o On demand
% With internal cooling
Spare parts
Insert SN¥*0903** SN**0903** SN##1204%* SN**1506** SN**1906**
h 12 16 20-32 25-32 32-40
B | Kneelever 138 L3 L3 L5 L6
@” Screw LEM5x12B
(4.0 Nm)
? Screw LEM8x25 LEM10x27
(10.2 Nm) (16.6 Nm)
@ Screw LEM6x13.4A LEM6x13.4A
(7.0 Nm) (7.0 Nm)
: Shim S09AP S12AP S15AP S19AP
B | shimpin (shim) SP10 SP10 sP5 SP6
( Wrench WH25L WH25L WH30L WH40L
Wrench WTO09IP
Insert
] r
- B - =)
[ ]
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 A84 A162
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A244



External tool holders General turni ng

SN** holder (external) P-Clamping
PSKNR/L Kr:75°
h a
@
(
PS b
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk

R | L a b L h s e
PSKNR/L1616H09 o o 16 16 100 16 20 17 SN**0903**
PSKNR/L2020K09 ° ¢} 20 20 125 20 25 20 SN*¥0903**
PSKNR/L2020K12 e o 20 20 125 20 25 26 SN**1204**
PSKNR/L2525M12 e o 25 25 150 25 32 26 SN*¥1204**
PSKNR/L3232P12 e o 32 32 170 32 40 26 SN*¥1204**
PSKNR/L2525M15 ° ¢} 25 25 150 25 32 32 SN*¥1506**
PSKNR/L3232P15 e o 32 32 170 32 40 32 SN**1506**
PSKNR/L3232P19 e o 32 32 170 32 40 36 SN*¥1906**
PSKNR/L4040S19 o o 40 40 250 40 50 40 SN*¥1906**

® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert SN**0903** SN**1204** SN**1506** SN**1906**
h 16-20 20-32 25-32 32-40
b Knee lever L3 L4 L5 L6
@’ Screw LEM8x21 LEM8x25 LEM10x27
(10.2Nm) (10.2 Nm) (16.6 Nm)
‘@ Screw LEM6x13.4A
(7.0 Nm)
: Shim S09AP S12AP S15AP S19AP
. Shim pin (shim) SP10 SP4 SP5 SP6
( Wrench WH25L WH30L WH30L WH40L
Insert
] r
2 24 = =)
I
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 A84 A162
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

A246

SN** holder (external) P-Clamping
PSSNR/L Kr: 45°
e
h a
o b
S
o AY
)
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article s
R | L b L h s e
PSSNR/L1616H09 e o 16 16 100 16 20 25 SN**0903**
PSSNR/L2020K12 ° ° 20 20 125 20 25 30 SN*¥1204**
PSSNR/L2525M12 ° ° 25 25 150 25 32 30 SN**1204**
PSSNR/L3232P12 e o 32 32 170 32 40 40 SN*¥1204**
PSSNR/L2525M15 [} ° 25 25 150 25 32 30 SN*¥1506**
PSSNR/L3232P15 ° ° 32 32 170 32 40 40 SN*¥1506**
PSSNR/L3232P19 e o 32 32 170 32 40 40 SN**1906**
PSSNR/L4040S19 e o 40 40 250 40 50 50 SN*¥1906**
PSSNR/L404052507 ° [} 40 40 250 40 50 50 SN*¥2507**
PSSNR/L404052509 ° ° 40 40 250 40 50 50 SN*¥2509**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert SN**0903** SN*#1204%* SN**1506** SN**1906** SN**2507%* SN**2509%*
h 16 20-32 25-32 32-40 40 40
B | Kneelever L3 L4 L5 L6 L8 L8
? LEM8x21 LEM8x25 LEM10x27
Screw
(10.2 Nm) (10.2 Nm) (16.6 Nm)
‘@ Screw LEM6x13.4A LEM12x36A LEM12x36A
(7.0 Nm) (25.2Nm) (25.2Nm)
: Shim S09AP S12AP S15AP S19AP S25AP
Shim S25AP-09
. Shim pin (shim) SP10 SP4 SP5 SP6 SP8 SP8
( Wrench WH25L WH30L WH30L WH40L WH50L WH50L
Insert
] r
2 = = 2
I
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 A84 A162
System code A228 Grade selection A42 Technical info A501 Cutting data A366



External tool holders General turni ng

TN** holder (external)

PTFNR/L Kr:91°

P-Clamping

=

s © b
9120
s
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article s
R | L a b L h s e A
PTFNR/L1616H16 e o 16 16 100 16 20 20 TN**1604*%*
PTFNR/L2020K16 ° ° 20 20 125 20 25 20 TN**1604**
PTFNR/L2525M16 e o 25 25 150 25 32 20 TN**1604**
PTFNR/L2525M22 e o 25 25 150 25 32 25 TN**¥2204%*
PTFNR/L3232P22 e o 32 32 170 32 40 25 TN**2204%*
PTFNR/L3232P27 ° ¢} 32 32 170 32 40 34 TN**2706**
PTFNR/L4040S27 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
@” Screw LEM8x21 LEM8x25
(10.2Nm) (10.2 Nm)
@ Screw LEM6x13.4A
(7.0 Nm)
A Shim T16AP T22AP T27AP
B | shimpin (shim) sP3 SP4 sP5
( Wrench WH25L WH30L WH30L
Insert
= VN A . 2
— ' | E— | S
Wiper Finishing Medium Cut Roughing Heavy Turning Cast Iron PCBN/PCD
A87 A88 A90 A92 A97 A99 A163
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General turning External tool holders

TN** holder (external)

PTTNR/L Kr:60°

P-Clamping

Sl s
A ©
&
e L
Right hand style
Stock Dimensions [mm] Inserts
Article i
R | L a b L h s e A
PTTNR/L1616H16 ° 16 16 100 16 13 25 TN**1604**
PTTNR/L2020K16 e O 20 20 125 20 17 25 TN**1604**
PTTNR/L2525M22 e o 25 25 150 20 22 32 TN**2204**
® Ex stock o On demand
¢ With internal cooling
Spare parts
Insert TN**1604** TN*#*2204**
h 16-25 20
b Knee lever L4
? Screw LEM8x21
(10.2Nm)
@ Screw LEM6x13.4A
(7.0Nm)
a Shim T16AP T22AP
B | shimpin (shim) sP3 SP4
| Wrench WH25L WH30L
Insert
L | A : °
 — Lo
Wiper Finishing Medium Cut Roughing Heavy Turning Cast Iron PCBN/PCD
A87 A88 A90 A92 A97 A99 A163

System code ) A228

A248

Grade selection ) A42

Technical info > A501

Cutting data ) A366



External tool holders General turni ng

TN** holder (external)

PTGNR/L Kr:90°

P-Clamping

h i a
s © b
O
90
- L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L a b L h s e A
PTGNR/L1010E11 (] 10 10 70 10 14 16 TN**1103**
PTGNR/L1212F11 ° ° 12 12 80 12 16 14 TN**1103%*
PTGNR/L1616H11 [ 16 16 100 16 20 18 TN**1103**
PTGNR/L2020K11 e O 20 20 125 20 25 19 TN**¥1103%*
PTGNR/L2525M11 o O 25 25 150 25 32 20 TN**1103**
PTGNR/L1616H16 ° ° 16 16 100 16 20 20 TN**1604**
PTGNR/L2020K16 e o 20 20 125 20 25 20 TN**1604**
PTGNR/L2525M16 e o 25 25 150 25 32 20 TN**1604**
PTGNR/L3232P16 e O 32 32 170 32 40 20 TN**1604**
PTGNR/L2525M22 ° ° 25 25 150 25 32 28 TN**2204%*
PTGNR/L3232P22 e o 32 32 170 32 40 28 TN**2204%*
PTGNR/L3232P27 ° ¢} 32 32 170 32 40 33 TN**2706**
PTGNR/L4040S27 o o 40 40 250 40 50 33 TN**2706**
® Ex stock 0 On demand
s With internal cooling
Spare parts
Insert TN**1103%* TN**1604%* TN*¥*2204%* TN**2706%*
h 10-25 16-32 25-32 32-40
b Knee lever L2 L3 L4 L5
? Screw LEM5x9B
(4.0 Nm)
? Screw LEM8x21 LEM8x25
(10.2Nm) (10.2 Nm)
@ Screw LEM6x13.4A
(7.0 Nm)
A Shim T16AP T22AP T27AP
B | shimpin (shim) sP3 SP4 sP5
( Wrench WH25L WH30L WH30L
S v Wrench WTO09IP
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

TN** holder (external)

Insert
L A - -
| — Loemd
Wiper Finishing Medium Cut Roughing Heavy Turning Cast Iron PCBN/PCD
A87 A88 A90 A92 A97 A99 A163
A228 Grade selection A42 Technical info A501 Cutting data A366

System code

A250



External tool holders General tu rning

WN** holder (external)

PWLNR/L Kr: 95°

P-Clamping

_ —
h i a
s Q b
1 [©
95°
e /
L
Right hand style
Stock Dimensions [mm] Inserts
Article B
R | L a b L h s e A
PWLNR/L1616H06 e o 16 16 100 16 20 20 WN**0604**
PWLNR/L2020K06 ° ° 20 20 125 20 25 20 WN**0604**
PWLNR/L2525M06 e o 25 25 150 25 32 20 WN**0604**
PWLNR/L2020K08 e o 20 20 125 20 25 26 WN**0804**
PWLNR/L2525M08 e o 25 25 150 25 32 26 WN**0804**
® Ex stock 0 On demand
= With internal cooling
Spare parts
Insert WN**0604** WN**0804**
h 16-25 20-25
b Knee lever L3 L4
W Screw LEM8x21
(10.2 Nm)
w Screw LEM6x13.4A
(7.0 Nm)
= Shim WO6AP WOB8AP
B | shim pin (shim) sP3 P4
¢ | Wrench WH25L WH30L
Insert
A R &
2 & A & &
Wiper Finishing Medium Cut Roughing CastlIron PCBN/PCD
A106 A107 A107 A109 AT11 A165
A501 Cutting data A366

System code A228

Grade selection A42

Technical info
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General tu rning External tool holders

CN** holder (external) M-Clamping
MCBNR/L Kr: 75°
h 1 a
‘ SL prs®) b
75
L
Right hand style
Stock Dimensions [mm] Inserts
Article s 7
R|L a b L h s e B
MCBNR/L2020K12 e O 20 20 125 20 17 32 CN**1204**
MCBNR/L2525M12 e o 25 25 150 20 22 32 CN**1204**
MCBNR/L3225P12 e o 32 25 170 32 22 32 CN**1204**
MCBNR/L2525M16 o o 25 25 150 25 22 40 CN**1606**
MCBNR/L3232P16 e o 32 32 170 32 27 40 CN**1606**
MCBNR/L3232P19 o o 32 32 170 32 27 45 CN**1906**
MCBNR/L4040R19 o e 40 40 200 40 35 45 CN**1906**
® Ex stock o 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 C1RD C1RD C2RD C5RD
ﬂ Dowel pin TM6x17 TM6xX17 TM8x21 TM10x21
’ Screw (clamp) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm)
’ Screw (clamp) DM8x30X
P (10.2Nm)
g Shim C12BM C12BM C16BM C19BM
' Wre”ﬂi‘rf)dwe' WH30L WH30L WH30L WH40L
( Wrench (clamp) WH30L WH30L WH30L WH40L
Insert
| i
& v B B o Z
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A51 A52 A53 A57 A61 A177
A228 Grade selection A42 Technical info A501 Cutting data A366

System code

A252



External tool holders General turni ng

CN** holder (external) M-Clamping

MCLNR/L Kr: 95°

o

® b
L
Right hand style
Stock Dimensions [mm] Inserts
Article sl | 7
R | L a b L h s e
MCLNR/L2020K12 e o 20 20 125 20 25 32 CN**1204**
MCLNR/L2525M12 ° ° 25 25 150 25 32 32 CN**1204**
MCLNR/L3225P12 e o 32 25 170 32 32 32 CN**1204**
MCLNR/L2525M16 e o 25 25 150 25 32 38 CN**1606**
MCLNR/L3232P16 e o 32 32 170 32 40 38 CN**1606**
MCLNR/L3232P19 ° ° 32 32 170 32 40 45 CN**1906**
MCLNR/L4040R19 e O 40 40 200 40 50 45 CN**1906**
MCLNR/L4040S25 o o 40 40 250 40 50 38 CN**2509**
® Ex stock o On demand
< With internal cooling
Spare parts
Insert CN**1204** CN**1204%** CN**1606** CN**1906** CN**2509%*
h 20 25-32 25-32 32-40 40
l“.ﬂl Clamp C1RD C1RD C2RD C5RD C6RD
. TM12x29
? Dowel pin TM6x17 TM6x17 TM8x21 TM10x21 (252 Nm)
’ Screw (clamp) DM6x25 DM6x30 DM6x30
P (7.0Nm) (7.0Nm) (7.0 Nm)
’ Screw (clamp) DM8x30X DM10x35X
P (10.2 Nm) (16.6 Nm)
|} Shim C12BM C12BM C16BM C19BM
[ =} Shim C25BM-09
( Wrench (clamp) WH30L WH30L WH30L WH40L WH50L
' Wre”‘pri‘n()dc’we' WH30L WH30L WH30L WH40L WH40L
Insert
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A51 A52 A53 A57 A61 A177
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

DN** holder (external)

MDJNR/L Kr:93°

»

M-Clamping

L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
' R | L a b L h s e ’
MDJNR/L2020K11 ° (] 20 20 125 20 25 32 DN**1104**
MDJNR/L2525M11 ° ° 25 25 150 25 32 32 DN#**1104**
MDJNR/L3225P11 ° o 32 25 170 32 32 32 DN**1104**
MDJNR/L2020K15 e o 20 20 125 20 25 38 DN**1506%*
MDJNR/L2525M15 [} ° 25 25 150 25 32 38 DN**1506**
MDJNR/L3225P15 ° ° 32 25 170 32 32 38 DN**1506**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert DN**1104** DN*#*¥*1104%* DN**1506** DN#**1506%**
h 20 25-32 20 25-32
(| Clamp C1RD C1RD C2RD C2RD
& | Dowelpin 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”‘gi‘rf)dowe' WH20L WH20L WH30L WH30L
Insert
&/ SN £7 V-4 =/
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A63 A63 A68 A69 A178
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A254



External tool holders General turni ng

DN** holder (external) M-Clamping
MDPNN Kr: 62°30'
hl a
st
Lo b
62°30' = \,
L
Dimensions [mm] Inserts
Article sie | Stock
' a b L h s e ’
MDPNN2020K11 ° 20 20 125 20 10 35 DN**1104**
MDPNN2525M11 o 25 25 150 25 125 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 12.5 40 DN**1506**
® Ex stock o On demand
¢ With internal cooling
Spare parts
Insert DN**1104** DN**1104** DN**1506** DN**1506**
h 20 25-32 20 25-32
()| Clamp CIRD C1RD C2RD C2RD
& | Dowelpin 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‘rf;jowe' WH20L WH20L WH30L WH30L
Insert
=/ @ £ V- 4 V- 4 =/
Wiper Finishing Medium Cut Roughing Castlron PCBN/PCD
A62 A63 A63 A68 A69 A178
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General turning External tool holders

A256

SN** holder (external) M-Clamping
MSBNR/L Kr: 75°
h a
SL <9 b
75
e L
Right hand style
Stock Dimensions [mm] Inserts
Article s

R | L a b L h s e
MSBNR/L2020K12 ° (] 20 20 125 20 17 32 SN**1204**
MSBNR/L2525M12 ° [} 25 25 150 25 22 32 SN*¥1204**
MSBNR/L3225P12 [ 32 25 170 32 22 32 SN**1204**
MSBNR/L2525M15 e © 25 25 150 25 22 38 SN**1506**
MSBNR/L3232P15 [} ° 32 32 170 32 29 38 SN*¥1506**
MSBNR/L4032R15 [} 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 ° o 40 40 200 40 35 50 SN*¥2507**
MSBNR/L4040S2509 o [} 40 40 250 40 35 50 SN*¥2509**

® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert SN*¥1204%* SN*¥*1204** SN**1506%* SN**1906%* SN*¥2507%* SN*¥2509%*
h 20 25-32 25-40 32-40 40 40
(H)|| Clamp C1RD C1RD C2RD C5RD C6RD C6RD
? Dowel pin TM6x17 TM6x17 TM8x21 TM10x21 TM12x29 TM12x29
’ Screw (clamp) DM6x25 DM6x30 DM6x30
(7.0 Nm) (7.0 Nm) (7.0 Nm)
’ Screw (clamp) DM8x30X DM10x35X DM10x35X
P (10.2Nm) (16.6 Nm) (16.6 Nm)
B Shim S12BM $12BM S158M $19BM $25BM $25BM
( Wrench (clamp) WH30L WH30L WH30L WH40L WH40L WH40L
' Wrencr:rf)d"we' WH31L WH31L WH30L WH40L WH50L WH50L
Insert
r
2 = = 2
I
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 A84 A162

System code A228 Grade selection A42 Technical info A501 Cutting data A366



External tool holders General turni ng

SN** holder (external)

MSRNR/L Kr: 75°

M-Clamping

L
Right hand style
Stock Dimensions [mm] Inserts
Article B
R | L a b L h s e
MSRNR/L2020K12 ° [ 20 20 125 20 22 36 SN*¥1204**
MSRNR/L2525M12 ° ° 25 25 150 25 27 36 SN*¥1204**
MSRNR/L3225P12 o 32 25 170 32 27 36 SN*¥1204**
MSRNR/L2525M15 e O 25 25 150 25 27 40 SN**1506%*
MSRNR/L3232P15 () () 32 32 170 32 35 40 SN*¥1506**
MSRNR/L4032R15 ¢} 40 32 200 40 35 40 SN*¥1506**
MSRNR/L3232P19 o o 32 32 170 32 35 45 SN**1906**
MSRNR/L4040R19 o 40 40 200 40 43 45 SN**1906**
MSRNR/L4040R2509 o o 40 40 200 40 43 50 SN*¥2509**
MSRNR/L4040S2509 o o 40 40 250 40 43 50 SN*¥2509**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert SN**1204%* SN**1204%* SN**1506%* SN**1906** SN**2509%*
h 20 25-32 25-40 32-40 40
(5| Clamp C1RD C1RD C2RD C5RD C6RD
? Dowel pin TM6x17 TM6x17 TM8x21 TM10x21 TM12x29
’ Screw (clamp) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm)
@ | screw (clamp) DM8x30X DM10x35X
P (10.2 Nm) (16.6 Nm)
/ Shim S12BM S12BM S15BM S19BM S25BM
( Wrench (clamp) WH30L WH30L WH30L WH40L WH40L
' Wre”‘pri‘n(;jf’we' WH31L WH31L WH30L WH40L WH50L
Insert
] r
[ ] J
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 A84 A162
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

SN** holder (external)

MSKNR/L Kr:75°

M-Clamping

0
® S ) {
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R | L a b L h s e
MSKNR/L2020K12 e o 20 20 125 20 25 32 SN**1204**
MSKNR/L2525M12 e o 25 25 150 25 32 32 SN**1204**
MSKNR/L3225P12 e O 32 25 170 32 32 32 SN**1204**
MSKNR/L2525M15 e O 25 25 150 25 32 28 SN**1506**
MSKNR/L3232P15 e O 32 32 170 32 40 38 SN**1506**
MSKNR/L4032R15 o 40 32 200 40 40 38 SN**1506**
MSKNR/L3232P19 e o 32 32 170 32 40 45 SN**1906**
MSKNR/L4040R19 o o 40 40 200 40 50 45 SN**1906**
MSKNR/L404052509 o e 40 40 250 40 50 50 SN**2509**
® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert SN*¥1204** SN*¥*1204%* SN*¥*1506** SN**1906%** SN*¥2509%*
h 20 25-32 25-40 32-40 40
(H)|| Clamp C1RD C1RD C2RD C5RD C6RD
? Dowel pin TM6x17 TM6X17 TM8x21 TM10x21 TM12x29
’ Screw (clamp) DM6x25 DM6x30 DM6x30
P (7.0Nm) (7.0 Nm) (7.0Nm)
’ Screw (clamp) DM8x30X DM10x35X
P (10.2Nm) (16.6 Nm)
Shim S12BM S12BM S15BM S19BM S25BM
( Wrench (clamp) WH30L WH30L WH30L WH40L WH40L
' Wre”gi‘rf)dm’ve' WH30L WH30L WH30L WH40L WH50L
Insert
] r
I— J
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 A84 A162
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A258



External tool holders General turni ng

SN** holder (external) M-Clamping
MSDNN Kr: 45°
h a 8
v :
S
oY o =
—(oro) b
455
L
Dimensions [mm] Inserts B
Article sz | Stock
a b L h s e
MSDNN2020K12 ° 20 20 125 20 10 35 SN**1204** o
c
MSDNN2525M12 o 25 25 150 25 125 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 ¢} 40 32 200 40 16 42 SN**1506**
® Ex stock © On demand
¢ With internal cooling C
Spare parts
Insert SN**1204%* SN*¥1204%* SN**1506**
h 20 25-32 25-40 o
(|| Clamp C1RD C1RD C2RD =
& | Dowelpin TM6x17 TM6x17 TM8x21
’ Screw (clamp) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm)
) Shim S12BM S12BM S15BM D
¢ | Wrench (clamp) WH30L WH30L WH30L
¢ | rench (dowel WH30L WH30L WH30L - S
pin) < .2
g5
c
< £
o O
=
Insert
r
2 i = o)
I
Finishing Medium Cut Roughing Cast Iron PCBN/PCD E
A73 A73 A78 A84 A162
<
)
o
5
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

TN** holder (external)

MTGNR/L Kr:90°

3

gy

M-Clamping
h a
s @ b

e
L
Right hand style
Stock Dimensions [mm] Inserts
Article i
R | L a b L h s e A
MTGNR/L2020K16 e O 20 20 125 20 25 33 TN**1604%*
MTGNR/L2525M16 e o 25 25 150 25 32 33 TN**1604**
MTGNR/L3225P16 e O 32 25 170 32 32 33 TN**1604**
MTGNR/L2525M22 e O 25 25 150 25 32 35 TN**2204**
MTGNR/L3225P22 o O 32 25 170 32 32 35 TN**2204%**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert TN**1604** TN**1604** TN**2204**
h 20 25-32 25-32
(1| Clamp C1RD C1RD C2RD
& | Dowelpin TM5x13 TM5x13 TM6x17
’ Screw (clamp) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm)
a Shim T16BM T168M T22BM
( Wrench (clamp) WH30L WH30L WH30L
¢ | Wrench (dowel WH20L WH20L WH30L
pin)
Insert
a A - -
— Loemd
Wiper Finishing Medium Cut Roughing Heavy Turning CastIron PCBN/PCD
A87 A88 A90 A92 A97 A99 A163
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A260



External tool holders General turni ng

TN** holder (external) M-Clamping
MTJINR/L Kr:93°
I h a
S A N b
eﬁ \/
H
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article s
R | L a b L h s e A
MTJNR/L2020K16 o 20 20 125 20 25 32 TN**1604**
MTJNR/L2525M16 o o 25 25 150 25 32 32 TN**1604**
MTJNR/L3225P16 o 32 25 170 32 32 32 TN**1604**
MTJNR/L2525M22 o 25 25 150 25 32 36 TN**2204**
MTJNR/L3225P22 o e 32 25 170 32 32 36 TN**2204%**
® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert TN**1604** TN**1604** TN**2204**
h 20 25-32 25-32
(|| Clamp C1RD C1RD C2RD
&9 | Dowelpin TM5x13 TM5x13 TM6x17
’ Screw (clamp) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm)
a Shim T16BM T16BM T22BM
( Wrench (clamp) WH30L WH30L WH30L
¢ | Wrench (dowel WH20L WH20L WH30L
pin)
Insert
L& A B -
— [ S
Wiper Finishing Medium Cut Roughing Heavy Turning Cast Iron PCBN/PCD
A87 A88 A90 A92 A97 A99 A163

System code

A228

Grade selection

A42

Technical info

Cutting data

A366
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General turning External tool holders

TN** holder (external) M-Clamping

MTINR/L-Z Kr:93°

L “ :
s © b
® \/
S
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article i
R | L a b L h s e A
MTJNR/L2020K16-Z o o 20 20 125 20 25 32 TN**1604%*
MTJNR/L2525M16-Z e o 25 25 150 25 32 32 TN**1604**
MTJNR/L3225P16-Z e O 32 25 170 32 32 32 TN**1604**
MTJNR/L2525M22-Z e o 25 25 150 25 32 36 TN**2204**
MTJINR/L3225P22-Z e O 32 25 170 32 32 36 TN**2204%**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert TN**1604** TN**1604** TN**2204**
h 20 25-32 25-32
(1| Clamp C1RD C1RD C2RD
& | Dowelpin TM5x13 TM5x13 TM6x17
’ Screw (clamp) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm)
a Shim T16BM T168M T22BM
( Wrench (clamp) WH30L WH30L WH30L
¢ | Wrench (dowel WH20L WH20L WH30L
pin)
Insert
L Aa A - :
— Loemd
Wiper Finishing Medium Cut Roughing Heavy Turning CastIron PCBN/PCD
A87 A88 A90 A92 A97 A99 A163
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A262



External tool holders General turni ng

TN** holder (external)

MTENR/L Kr:91°

3

M-Clamping

- s|9 '/°- © b
L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L a b L 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 e O 32 25 170 32 32 36 TN**2204%**
® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert TN**1604** TN**1604** TN**2204**
h 20 25-32 25-32
(|| Clamp C1RD C1RD C2RD
&9 | Dowelpin TM5x13 TM5x13 TM6x17
’ Screw (clamp) DM6x25 DM6x30 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm)
a Shim T16BM T16BM T22BM
( Wrench (clamp) WH30L WH30L WH30L
¢ | Wrench (dowel WH20L WH20L WH30L
pin)
Insert
L& A B -
— [ S
Wiper Finishing Medium Cut Roughing Heavy Turning Cast Iron PCBN/PCD
A87 A88 A90 A92 A97 A99 A163
A228 Grade selection A42 Technical info A501 Cutting data A366
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General turning

External tool holders

VN** holder (external)

MVVNN Kr: 72°30'

M-Clamping

A264

a
oL 0) b
72°30'
e
L
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e &
MVVNN2020K16 o 20 20 125 20 10 45 VN**1604**
MVVNN2525M16 o 25 25 150 25 125 45 VN**1604**
MVVNN3225P16 o 32 25 170 32 12.5 45 VN**1604**
MVVNN3232P16 ° 32 32 170 32 16 45 VN**1604**
® Ex stock o0 On demand
s With internal cooling
Spare parts
Insert VN**1604%* VN**1604%*
h 20 25-32
(H)|| Clamp C3RD C3RD
& | Dowelpin TM5x13 TM5x13
’ Screw (clamp) DM6x25 DM6x30
P (7.0 Nm) (7.0 Nm)
= Shim V16BM V16BM
¢ | Wrench (clamp) WH30L WH30L
¢ | Wrench (dowel WH20L WH20L
pin)
Insert
- - -~ = Bl
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A102 A102 A104 A103 A179
System code A228 Grade selection A42 Technical info A501 Cutting data A366



External tool holders General turni ng

VN** holder (external) M-Clamping
MVIJNR/L Kr:93°
h ©
® s (c) Ke)
93
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article B
R| L a b L h s e &
MVJINR/L2020K16 o o 20 20 125 20 25 45 VN**1604**
MVJNR/L2525M16 ° ° 25 25 150 25 32 45 VN**1604**
MVJNR/L3225P16 e o 32 25 170 32 32 45 VN*¥1604**
MVJINR/L3232P16 e o 32 32 170 32 40 45 VN#*#1604%*
® Ex stock 0 On demand
*< With internal cooling
Spare parts
Insert VN**1604%* VN**1604**
h 20 25-32
«n Clamp C3RD C3RD
&9 | Dowelpin TM5x13 TM5x13
’ Screw (clamp) DM6x25 DM6x30
P (7.0Nm) (7.0Nm)
= Shim V16BM V16BM
¢ |Wrench (clamp) WH30L WH30L
¢ | Wrench (dowel WH20L WH20L
pin)
Insert
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A102 A102 A104 A103 A179
A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

WN** holder (external)

MWLNR/L Kr: 95°

M-Clamping

L
Right hand style
Stock Dimensions [mm] Inserts
Article s
R | L a b L h s e A
MWLNR/L2020K06 o o 20 20 125 20 25 30 WN**0604**
MWLNR/L2525M06 ° ° 25 25 150 25 32 30 WN**0604**
MWLNR/L2020K08 o o 20 20 125 20 25 30 WN#**0804**
MWLNR/L2525M08 e o 25 25 150 25 32 35 WN#**0804**
¢} 25 25 170 25 32 35 WN**0804**
MWLNR/L3232P08 ° ° 32 32 170 32 40 35 WN**0804**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert WN**0604** WN**0604** WN#**0804** WN#**0804**
h 20 25 20 25-32
(| Clamp C1RD C1RD C1RD C1RD
ﬂ Dowel pin TM5x13 TM5x13 TM6x17 TM6X17
’ Screw (clamp) DM6x25 DM6x30 DM6x25 DM6x30
P (7.0 Nm) (7.0 Nm) (7.0 Nm) (7.0 Nm)
‘ Shim WO06BM WO06BM WO08BM WO08BM
( Wrench (clamp) WH30L WH30L WH30L WH30L
' Wre”‘gi‘rf)dowe' WH20L WH20L WH30L WH30L
Insert
A R &
2 & A L& &
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A106 A107 A107 A109 A111 A165
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A266



External tool holders General turni ng

RN** holder (external) M-Clamping
MRDNN
o
h a £
c
5
|_
si_&re b
e
L
Right hand style
Dimensions [mm] Inserts B
Article sie | Stock
' a b L h s e g
MRDNN2020K12 o 20 20 125 20 10 35 RN**1204** =
MRDNN2525M12 ¢} 25 25 150 25 12.5 35 RN**1204%* §
MRDNN3225P12 o 32 25 170 32 12.5 35 RN**1204** i
MRDNN3232P12 o 32 32 170 32 16 35 RN**1204**
® Ex stock 0 On demand
s With internal cooling
Spare parts C
Insert RN*¥*1204%* RN**1204%*
h 20 25-32
en Clamp CIRD CIRD
o))
£
&9 | Dowelpin TM6x17 TM6x17 =
S
(=)
’ Screw (clamp) DM6x25 DM6x30
P (7.0 Nm) (7.0 Nm)
(] Shim R12BM R12BM
¢ |Wrench (clamp) WH30L WH30L D
¢ | Wrench (dowel WH30L WH30L
pin)
c
© ©
o5
Insert _E 1S
— [@) 6
7]
- -
Cast Iron
A112
x
[9)
o
£
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General turning External tool holders

RN** holder (external) M-Clamping
MRGNR/L
h a
@ ’ b
S 7
©
2 L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
' R | L a b L h s e &i
MRGNR/L2020K12 [} [¢] 20 20 125 20 25 32 RN**1204**
MRGNR/L2525M12 [} ° 25 25 150 25 32 32 RN**1204%*
MRGNR/L3225P12 ¢} o 32 25 170 32 32 32 RN**1204**
MRGNR/L3232P12 o o 32 32 170 32 40 32 RN**1204**
® Ex stock o0 On demand
s With internal cooling
Spare parts
Insert RN*¥*1204%* RN**1204%*
h 20 25-32
en Clamp CIRD CIRD
& | Dowel pin TM6x17 TM6x17
’ Screw (clamp) DM6x25 DM6x30
P (7.0 Nm) (7.0 Nm)
& Shim R12BM R12BM
¢ | Wrench (clamp) WH30L WH30L
¢ | \Wrench (dowel WH30L WH30L
pin)
Insert
()
Cast Iron
A112
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A268



External tool holders General turni ng

CC** holder (external) S-Clamping
SCACR/L Kr:90°
h a
A
@ < s| @ b
90/
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R | L a b L h s e a
SCACR/L1010E06 e o 10 10 70 10 10.5 10 CC**0602**
SCACR/L1212F09 ° 12 12 80 12 12.7 16 CC**Q9T3**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert CC**0602*%* CC**09T3**
h 10 12
v Screw 160M2.5x6.5 160M3.5%8
(1.0 Nm) (2.7 Nm)
¢ | Wrench (screw) WT07IP WT15IP
Insert
¢ v
(1
a2 B 5w
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A116 A119 A121 A122 A121 A180
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

CC** holder (external) S-Clamping

SCLCR/L Kr:95°

h a
b
S
11®
957
£ L
Right hand style
Stock Dimensions [mm] Inserts
Article P
R | L a b L h s L, e E
SCLCR/L0808D06 e o 8 8 60 8 10 10 10 CC**0602**
SCLCR/L1010E06 ° ° 10 10 70 10 12 10 10 CC**0602**
SCLCR/L1212F09 e o 12 12 80 12 16 16 16 CC**Q9T3**
SCLCR/L1616H09 e o 16 16 100 16 20 16 16 CC*¥*Q9T3**
SCLCR/L2020K09 ° ° 20 20 125 20 25 25 25 CC**Q9T3**
SCLCR/L1616H12 ° ° 16 16 100 16 20 18 18 CC*¥*1204**
SCLCR/L2020K12 () [ 20 20 125 20 25 25 25 CC**1204**
SCLCR/L2525M12 e o 25 25 150 25 32 26 26 CC**1204**
SCLCR/L3225P12 o ) 32 25 170 32 32 26 26 CC*¥*1204**
SCLCR/L3232P12 ° ° 32 32 170 32 40 28 28 CC**1204**
® Ex stock o On demand
¢ With internal cooling
Spare parts
Insert CC**0602** CC**Q9T3** CC*¥1204**
h 8-10 12-20 16-32
w Screw 160M2.5x6.5 160M3.5%8
(1.0 Nm) (2.7 Nm)
v Serew 160M4x11X
(3.4Nm)
W Screw (shim) SM6x10XA
|« | Shim C128s
% Wrench (screw) WTO7IP WT15IP WT15IP
r Wrench (shim) WH40L
Insert
1 “ ( =7 % '
[ (1
B 8 2o & wu
|
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A116 A119 A121 A122 A121 A180
System code A228 Grade selection A42 Technical info A501 Cutting data A366

<
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External tool holders General turni ng

DC** holder (external) S-Clamping
SDACR/L Kr:90°
h a )]
£
c
S
S B b I2
e
L
Right hand style
Stock Dimensions [mm] Inserts B
Article s
R | L a b L h s e ‘
SDACR/L1010E07 o o 10 10 70 10 10.5 15 DC**0702** o
SDACR/L1212F11 ° 12 12 80 12 125 15 DC**11T3** §
SDACR/L1616H11 ° ° 16 16 100 16 16.7 24 DC**11T3** i
® Ex stock o0 On demand
& With internal cooling
Spare parts
Insert DC**0702%* DC**11T3** DC**11T3** C
h 10 12 16
’ Screw 160M2.5x6.5 160M3.5x8 160M3.5x12
(1.0 Nm) (2.7 Nm) (2.7 Nm)
P | screw (shim) SM5x8.65XA o
V- 4 Shim D118BS 5
/ Wrench (screw) WTO7IP WT15IP WT15IP
¢ | Wrench (shim) WH35L

Insert
57, s v
[=) (o), [ "«
V-4 . &/ & - ,
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A126 A127 A129 A129 A129 A184
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

DC** holder (external) S-Clamping

SDJCR/L Kr:93°

h a
s b
—1 { @
93"e
L
Right hand style
Stock Dimensions [mm] Inserts
Article i
R | L a b L h s e ‘
SDJCR/L1010E07 ° (] 10 10 70 10 12 15 DC**0702**
SDJCR/L1212F07 ° ° 12 12 80 12 16 15 DC**0702**
SDJCR/L1616H07 o o 16 16 100 16 20 18 DC**0702*%*
SDJCR/L1616H11 e o 16 16 100 16 20 24 DC**11T3%*
SDJCR/L2020K11 [} ° 20 20 125 20 25 24 DC**11T3**
SDJCR/L2525M11 ° ° 25 25 150 25 32 29 DC**11T3%*
SDJCR/L3225P11 ° ° 32 25 170 32 32 29 DC**11T3**
® Ex stock o On demand
¢ With internal cooling
Spare parts
Insert DC**0702%* DC**11T3%*
h 10-16 16-32
’ Screw 160M2.5x6.5 I60M3.5x12
(1.0 Nm) (2.7 Nm)
P | screw (shim) SM5x8.65XA
- Shim D11BS
" | Wrench (screw) WTO7IP WT15IP
¢ | Wrench (shim) WH35L
Insert
= = \/
@ (), (= "«
V-4 e & &/ - ,
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A126 A127 A129 A129 A129 A184
System code A228 Grade selection A42 Technical info A501 Cutting data A366

<
A272 v



External tool holders General turni ng

DC** holder (external) S-Clamping
SDNCN Kr:62°30'
h ‘:‘ a
S
62°30’ ©
e L A
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e ‘
SDNCN1010E07 ° 10 10 70 10 5 20 DC**0702**
SDNCN1212F07 ° 12 12 80 12 6 20 DC**0702**
SDNCN1212H11 ° 12 12 100 12 6 30 DC**11T3**
SDNCN1616H11 ° 16 16 100 16 8 30 DC**11T3**
SDNCN2020K11 ° 20 20 125 20 10 30 DC**11T3**
SDNCN2525M11 ° 25 25 150 25 125 30 DC*¥*11T3**
® 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 160M3.5%8 160M3.5x12
(1.0 Nm) (2.7 Nm) (2.7 Nm)
PO | Screw (shim) SM5x8.65XA
- Shim D11BS
/ Wrench (screw) WTO07IP WT15IP WT15IP
¢ | Wrench (shim) WH35L
Insert
e v
[~ (o), = o
V- 4 & &/ &/ ,
Finishing Medium Cut Roughing Alum Machining CastlIron PCBN/PCD
A126 A129 A129 A129 A184
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

VB** holder (external)

SVJBR/L Kr:93°

S-Clamping

h ‘ a
g
s b
()
939
£ L
Right hand style
Stock Dimensions [mm] Inserts
Article i
R | L a b L h s e -
SVJBR/L1212F11 ° 12 12 80 12 16 27 VB**1103**
SVJBR/L1616H11 ° ° 16 16 100 16 20 27 VB**1103**
SVJBR/L2525M11 ° ° 25 25 150 25 32 27 VB**1103**
SVJBR/L1616H16 e o 16 16 100 16 20 36 VB**1604**
SVJBR/L2020K16 [} ° 20 20 125 20 25 41 VB**¥1604**
SVJBR/L2525M16 ° ° 25 25 150 25 32 41 VB**1604**
SVJBR/L3225P16 [ ° 32 25 170 32 32 41 VB**1604**
® Ex stock o On demand
¢ With internal cooling
Spare parts
Insert VB#*¥1103** VB**1604**
h 12-25 16-32
v Screw 160M2.5x6.5 I60M3.5x12
(1.0 Nm) (2.7 Nm)
P | screw (shim) SM5x8.65XA
~2— Shim V16BS
" | Wrench (screw) WTO7IP WT15IP
¢ | Wrench (shim) WH35L
Insert
—_ e L -
Finishing Medium Cut Roughing PCBN/PCD
A148 A151 A152 A191
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A274



External tool holders General turni ng

VB** holder (external)

SVABR/L Kr:90°

S-Clamping

L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L a b L h s e -
SVABR/L1010F11 e o 10 10 80 10 10.5 28 VB**¥1103**
SVABR/L1616H16 ° ¢} 16 16 100 16 16.5 28 VB**1604**
SVABR/L2020K16 e O 20 20 125 20 20.5 28 VB**1604**
SVABR/L2525M16 e o 25 25 150 25 255 28 VB**1604**
® Ex stock 0 On demand
s With internal cooling
Spare parts
Insert VB**1103** VB**1604**
h 10 16-32
v Screw 160M2.5%6.5 160M3.5x12
(1.0Nm) (2.7 Nm)
YW | screw (shim) SM5x8.65XA
~= Shim V16BS
o | Wrench (screw) WTO7IP WT15IP
( Wrench (shim) WH35L
Insert
- - T b N
Finishing Medium Cut Roughing PCBN/PCD
A148 A151 A152 A191
A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

VB** holder (external)

SVVBN Kr: 72°30'

S-Clamping

h | a
(&) SL == b
-/;2"30' -
€ L
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e =
SVVBN1616H11 [ 16 16 100 16 8 27 VB**1103**
SVVBN2020K11 [] 20 20 125 20 10 30 VB**1103**
SVVBN1616H16 ° 16 16 100 16 8 33 VB**1604**
SVVBN2020K16 ° 20 20 125 20 10 33 VB**¥1604**
SVVBN2525M16 ° 25 25 150 25 12.5 38 VB**1604**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert VB**1103** VB**1604**
h 12-25 16-32
w Screw 160M2.5%6.5 160M3.5%12
(1.0 Nm) (2.7 Nm)
PO | Screw (shim) SM5X8.65XA
= Shim V16BS
| Wrench (screw) WTO7IP WT15IP
( Wrench (shim) WH35L
Insert
— - L - N - )
Finishing Medium Cut Roughing PCBN/PCD
A148 A151 A152 A191
A228 Grade selection A42 Technical info A501 Cutting data A366

System code

A276



External tool holders General turni ng

VC** holder (external)

SVVCN Kr: 72°30'

S-Clamping

h | a
(&Y o~
st <O b
—/; 2°30 4
€ L
Dimensions [mm] Inserts
Article sz | Stock -
a b L h s e )
SVVCN1212F11 ° 12 12 80 12 6 27 VC**1103**
SVVCN1616H11 L] 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 25 125 38 VC**1604**
® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert VC**¥1103** VC**1604%*
h 12-25 16-32
w Screw 160M2.5%6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
YW | screw (shim) SM5x8.65XA
~= Shim V16BSC
o | Wrench (screw) WTO7IP WT15IP
( Wrench (shim) WH35L
Insert
—_ - < A"
Finishing Medium Cut Alum Machining PCBN/PCD
A156 A156 A154 A193
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

VC** holder (external) S-Clamping

SVIJCR/L Kr:93°

h ‘ a
g
s b
©
939
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article P ~
R | L a b L h s e )
SVJCR/L1010E11 [ 10 10 70 10 12 22 VC**1103**
SVJCR/L1212F11 ° ° 12 12 80 12 16 27 VC**1103**
SVJCR/L1616H11 ° ° 16 16 100 16 20 27 VC**1103**
SVJCR/L2020K11 e o 20 20 125 20 25 27 VC**1103**
SVJCR/L2525M11 [} ° 25 25 150 25 32 27 VC**1103**
SVJCR/L1616H16 ° ° 16 16 100 16 20 36 VC**1604**
SVJCR/L2020K16 [ [ 20 20 125 20 25 41 VC**1604**
SVJCR/L2020M16 e o 20 20 150 20 25 41 VC**1604**
SVJCR/L2525M16 ° [} 25 25 150 20 32 41 VC**1604**
SVJCR/L3225P16 o [} 32 25 170 32 32 41 VC**1604**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert VC#**¥1103%* VC**1604%*
h 10-25 16-32
w Screw 160M2.5x6.5 160M3.5x12
(1.0 Nm) (2.7 Nm)
PO | Screw (shim) SM5x8.65XA
== Shim V16BSC
¢ | Wrench (screw) WTO07IP WT15IP
r Wrench (shim) WH35L
Insert
—_ - - ®
Finishing Medium Cut Alum Machining PCBN/PCD
A156 A156 A154 A193
System code A228 Grade selection A42 Technical info A501 Cutting data A366

<
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External tool holders General turni ng

SC** steel boring bar

SSBCR/L Kr: 75°

S-Clamping

(2]

75
& L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L a b L h s e
SSBCR/L1212F09 o o 12 12 80 12 11 16 SC**Q9T3**
SSBCR/L1616H09 ° 16 16 100 16 13 16 SC**Q9T3**
SSBCR/L2020K12 ° [ 20 20 125 20 17 25 SC**1204**
® Ex stock o0 On demand
& With internal cooling
Spare parts
Insert SC**Q9T3** SC**Q9T3** SC**1204**
h 12 16 20
v Screw 160M3.5%8 160M3.5x8
(2.7 Nm) (2.7 Nm)
v Screw 160M4x11X
(3.4Nm)
P | Screw (shim) SM5X8.65XA SM6x10XA
B Shim S09BS S12BS
% Wrench (screw) WT15IP WT15IP WT15IP
¢ | Wrench (shim) WH35L WHA40L
Insert
2 S ) ( X
K o)
|
Finishing Medium Cut Roughing Alum Machining
A134 A135 A136 A136
Grade selection A42 Technical info A501 Cutting data A366
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General turning External tool holders

SC** steel boring bar

SSDCN Kr: 45°

S-Clamping

h a
s
i ©> b
450
e
L
Right hand style
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e
SSDCN1212F09 ° 12 12 80 12 6 15.5 SC**09T3**
SSDCN1616H09 ° 16 16 100 16 8 15.5 SC**Q9T3**
® Ex stock o On demand
¢ With internal cooling
Spare parts
Insert SC**Q9T3** SC**Q9T3**
h 12 16
v Screw 160M3.5%8 160M3.5x8
(2.7 Nm) (2.7 Nm)
PO | screw (shim) SM5x8.65XA
B Shim S09BS
% Wrench (screw) WT15IP WT15IP
¢ | Wrench (shim) WH35L
Insert
= )
K o]
|
Finishing Medium Cut Roughing Alum Machining
A134 A135 A136 A136
Technical info A501 Cutting data A366

System code A228

A280

Grade selection

A42



External tool holders General tu rning

SC** steel boring bar

SSKCR/L Kr:75°

S-Clamping

h
s| .8 bl
L
Right hand style
Stock Dimensions [mm] Inserts
Article s :
' R L a b L h s e
SSKCR/L1616H09 e o 16 16 100 16 20 13 SC**Q9T3**

® Ex stock

¢ With internal cooling

0 On demand

Spare parts

Insert SC**Q9T3**
h 16
v Screw I60M3.5x8
(2.7 Nm)

P | Screw (shim) SM5x8.65XA
B Shim S09BS
V Wrench (screw) WT15IP
( Wrench (shim) WH35L

Insert
||
Finishing Medium Cut Roughing Alum Machining
A134 A135 A136 A136

System code ) A228

Grade selection ) A42

Technical info ) A501

Cutting data ) A366
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General turning External tool holders

SC** steel boring bar

SSSCR/L Kr:45°

S-Clamping

h ':{ a
s /@; b
e L
Right hand style
Stock Dimensions [mm] Inserts
Article i :
' R | L a b L h s e
SSSCR/L1616H09 o o 16 16 100 16 17 17 SC**Q9T3**
SSSCR/L2020K12 ° ° 20 20 125 20 21 21 SC**1204**
® Ex stock o On demand
¢ With internal cooling
Spare parts
Insert SC**Q9T3** SC**1204**
h 16 20
v Screw 160M3.5x12
(2.7 Nm)
v Serew 160M4x11X
(3.4 Nm)
YW | screw (shim) SM6x10XA
B Shim S12BS
o | Wrench (screw) WT15IP WT15IP
( Wrench (shim) WH40L
Insert
_— i
Finishing Medium Cut Roughing Alum Machining
A134 A135 A136 A136

System code ) A228

A282

Grade selection ) A42

Technical info ) A501 Cutting data ) A366



External tool holders General turni ng

TC** holder (external) S-Clamping
STACR/L Kr:90°
h a
‘\
}6\ SL b
90,
£ L
Right hand style
Stock Dimensions [mm] Inserts
Article sk 7
R | L a b L h s e N
‘ y
STACR/L1212F11 e o 12 12 80 12 12.5 14 TC**1102**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert TC**1102**
h 12
W Serew I60M2.5x6.5
(1.0 Nm)
/ Wrench (screw) WTO7IP
Insert
A : A
— y
Finishing Medium Cut Roughing Alum Machining PCBN/PCD
A141 A143 A145 A187
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

TC** holder (external) S-Clamping

STFCR/L Kr:91°

h ' a
&) s 91“@ b
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk A
R | L a b L h s e y N !
STFCR/L1212F11 ° [} 12 12 80 12 16 14 TC**1102**
STFCR/L1616H11 ° [} 16 16 100 16 20 14 TC*¥*1102%*
STFCR/L1616H16 e O 16 16 100 16 20 19 TC**16T3**
STFCR/L2020K16 e o 20 20 125 20 25 19 TC**16T3**
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert TC**1102%* TC**16T3**
h 12-16 16-20
w Screw 160M2.5%6.5 160M3.5x12
(1.0Nm) (2.7 Nm)
YW | screw (shim) SM5X8.65XA
a Shim T16BS
o | Wrench (screw) WTO7IP WT15IP
( Wrench (shim) WH35L
Insert
A\ ‘
A A 7N N ®
— — & )
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A141 A142 A143 A145 A143 A187
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A284



External tool holders General turni ng

TC** holder (external)

STGCR/L Kr:91°

S-Clamping

h a
s b
©
917
e L
Right hand style
Stock Dimensions [mm] Inserts
Article sk 7
R | L a b L h s e y N !
STGCR/L0808D09 o 8 8 60 8 10 11 TC**0902**
STGCR/L1010E09 ° ¢} 10 10 70 10 12 11 TC**0902**
STGCR/L1212F11 e o 12 12 80 12 16 14 TC**1102**
STGCR/L1616H11 e o 16 16 100 16 20 16 TC**1102%*
STGCR/L2020K16 e o 20 20 125 20 25 21 TC**16T3**
STGCR/L2525M16 ° ° 25 25 150 25 25 21 TC**16T3**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert TC**0902** TC**1102%* TC**16T3**
h 8-10 12-16 20-25
v Screw 160M2.2x5.5 160M2.5%6.5 160M3.5x12
(0.8 Nm) (1.0Nm) (2.7 Nm)
PO | Screw (shim) SM5x8.65XA
a Shim T168S
/ Wrench (screw) WTO06IP WTO07IP WT15IP
¢ | Wrench (shim) WH35L
Insert
A a4
— = — < )
Finishing Medium Cut Roughing Alum Machining CastlIron PCBN/PCD
A141 A142 A143 A145 A143 A187
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General turning External tool holders

TC** holder (external) S-Clamping
STTCR/L Kr:60°
h a
| © s} b
o
60
£ L
Right hand style
Stock Dimensions [mm] Inserts
Article sk 7
R L a b L h s e y
L
STTCR/L1616H11 e O 16 16 100 16 13 14 TC**1102**
STTCR/L1616H16 e o 16 16 100 16 13 19 TC**16T3**
STTCR/L2020K16 o o 20 20 125 20 17 19 TC**16T3**
® Ex stock o On demand
¢ With internal cooling
Spare parts
Insert TC**1102** TC**16T3**
h 16 16-20
v Screw 160M2.5%6.5 160M3.5%12
(1.0Nm) (2.7 Nm)
P | screw (shim) SM5X8.65XA
a Shim T168S
" | Wrench (screw) WTO7IP WT15IP
¢ | Wrench (shim) WH35L
Insert
A ; 'S
) A @ £
V- - NN &, a 4O
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A141 A142 A143 A145 A143 A187

System code ) A228

A286

Grade selection ) A42

Technical info > A501

Cutting data ) A366



External tool holders General turni ng

WC** holder (external) S-Clamping
SWACR/L Kr:90°
h
S o (o
907
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article s
R | L a b L h s e I‘L’/
SWACR/L1010E04 e O 10 10 70 10 10.5 10 WC**0402**
SWACR/L1212F04 e © 12 12 80 12 12 14 WC**0402**
SWACR/L1616H06 e o 16 16 100 16 16.5 20 WC**06T3**
SWACR/L2020K08 e o 20 20 125 20 20.5 24 WC**0804**
® Ex stock 0 On demand
s With internal cooling
Spare parts
Insert WC**0402** WC**06T3** WC**0804**
h 10-12 16 20
v Screw 160M2.5%6.5 160M3x7 160M3.5x12
(1.0 Nm) (1.8 Nm) (2.7 Nm)
/ Wrench (screw) WTO7IP WT10IP WT15IP
Insert
[«
Medium Cut
C35
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

RC** holder (external) S-Clamping
SRDCN
h a
S @ b
e
1
Dimensions [mm]
Article e | Stock
' a b L h s e @ @
SRDCN1616H08 o 16 16 100 16 8 16 RCGX0803MO RCMT0803MO
SRDCN2020K08 ° 20 20 125 20 10 16 RCGX0803MO RCMT0803MO
SRDCN2020K12 ° 20 20 125 20 10 35 RCGX1204MO RCMT1204MO
SRDCN2525M12 ° 25 25 150 25 125 35 RCGX1204MO RCMT1204MO
SRDCN3225P12 ° 32 25 170 32 125 35 RCGX1204MO RCMT1204MO
SRDCN2020K10 ° 20 20 125 20 10 25 RCMT10T3MO
SRDCN2525M10 ° 25 25 150 25 12.5 25 RCMT10T3MO
SRDCN3225P16 ° 32 25 170 32 12.5 35 RCMT1606MO
SRDCN3232P16 ° 32 32 170 32 16 40 RCMT1606MO
SRDCN4040S16 ° 40 40 250 40 20 50 RCMT1606MO
SRDCN4040S20 ° 40 40 250 40 20 50 RCMT2006MO
® Ex stock o On demand
¢ With internal cooling
Spare parts
Insert RCGX0803MO RCGX1204MO RCMT10T3MO RCMT1606MO RCMT2006MO
h 16-20 20-32 20-25 32-40 40
w Screw 160M3x7 160M3.5x12 160M3.5%x10 143M6x16
(1.8 Nm) (2.7 Nm) (2.7 Nm) (9.1 Nm)
W Screw 160M4x15X
(3.4 Nm)
PO | Screw (shim) SM5X8.65XA SM6x10XA
) Shim R12BS R16BS
% Wrench (screw) WT10IP WT15IP WT15IP WT15IP
) Wrench (screw) WT25IT
€ | Wrench (shim) WH35L WH40L
Insert
JA\
Alum Machining Cast Iron
A132 A132
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A288



External tool holders General tu rning

RC** holder (external) S-Clamping
SRGCR/L
h a 2
c
5
|_
b
L
Right hand style
Stock Dimensions [mm] Inserts B
Article e p
"IRIL] a b L h s @ &/
SRGCR/L1616H08 e o 16 16 100 16 20 RCGX0803MO-LH RCMT0803MO o
SRGCR/L2020K12 e O 20 20 125 20 27 RCGX1204MO RCMT1204MO E
SRGCR/L2525M12 e O 25 25 150 25 32 RCGX1204MO RCMT1204MO i
SRGCR/L2525M10 e © 25 25 100 25 32 RCMT10T3MO
SRGCR/L2020K10 e O 20 20 125 20 25 RCMT10T3MO
® Ex stock o0 On demand
= With internal cooling
Spare parts
Insert RCGX0803MO-LH RCGX1204MO RCMT10T3MO
h 16 20-25 16-25
v Screw 160M3.5x10 160M3.5x12 160M3.5x10 o
(2.7 Nm) (2.7 Nm) (2.7 Nm) S
=
PO | Screw (shim) SM5x8.65XA [
S Shim R12BS
g/ Wrench (screw) WT15IP WT15IP WT15IP
( Wrench (shim) WH35L D
c
Insert < O
g5
(@) O =R
=
Alum Machining Cast Iron
A132 A132
x
[9)
o
5
System code A228 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders

KNUX** holder

CKINR/L Kr:93°

C-Clamping

D |
h i a
s| /© b
"oz’
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
R | L a b L h s e —4
CKJNL2525M16 ° 25 25 150 25 32 32 KNUX1604**L
CKJNL3232P16 ° 32 32 170 32 40 32 KNUX1604**L
CKJNL4040R16 o 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 [} 40 40 200 40 50 32 KNUX1604**R
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert KNUX1604**L KNUX1604**R
h 25-40 25-40
= Clamp ceL1T C6R1T
& | Dowelpin PO515 PO515
¢ | screw (clamp) CM6x25A CM6x25A
P (7.0 Nm) (7.0 Nm)
W | Screw (shim) SM3x108 SM3x10B
&= Shim K16CC
- Shim K16CCL
€) | spring (clamp) SPR1 SPRI
@ Spnngh(dowel SPR2 SPR2
pin)
¢ | Wrench (clamp) WH40L WHa0L
¢ | Wrench (shim) WH20L WH20L
Insert
—
Finishing
A113
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A290



External tool holders General turni ng

KNUX** holder

CKNNR/L Kr:63°

C-Clamping

&
6. L
I
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L a b L h s —4
CKNNL2525M16 ° 25 25 150 25 14.3 KNUX1604**L
CKNNL3232P16 o 32 32 170 32 16.8 KNUX1604**L
CKNNR2525M16 ° 25 25 150 25 14.3 KNUX1604**R
® Ex stock © On demand
& With internal cooling
Spare parts
Insert KNUX1604**L KNUX1604**R
h 25-32 25-32
[ ] Clamp coLIT C6RIT
/ Dowel pin P0515 P0515
w Screw (clamp) CM6x25A CM6x25A
P (7.0 Nm) (7.0 Nm)
W | screw (shim) SM3x10B SM3x10B
&= Shim K16CC
- Shim K16CCL
€) | spring (clamp) SPR1 SPRI
€ Spring (dowel SPR2 SPR2
pin)
¢ |Wrench (clamp) WH40L WH40L
¢ | Wrench (shim) WH20L WH20L
Insert
—
Finishing
A113
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A 291
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General tu rning External tool holders

CN** holder (external) C-Clamping
CCLNR/L Kr: 95°
h a
s ’ b
€ L
Right hand style
Stock Dimensions [mm] Inserts
Article B
DR BN
CCLNR/L2020K12 o o 20 20 125 20 27 32 CNGN1204** CNGN1207**
CCLNR/L2525M12 [ 25 20 100 25 27 36 CNGN1204** CNGN1207**
CCLNR/L2525M16 [¢) 25 25 150 25 32 36 CNGN1604** CNGN1606**
CCLNR/L3225P16 o o 32 25 170 32 32 36 CNGN1604** CNGN1606**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert CNGN1204** CNGN1207** CNGN1604** CNGN1606**
h 20-25 20-25 25-32 25-32
~ Clamp CIRC CIRC C2RC C2RC
f Screw (clamp) CM6x30B CM6X%30B CM8x30B CM8x30B
P (7.0 Nm) (7.0 Nm) (10.2 Nm) (10.2 Nm)
W | Screw (shim) SM3x108 SM3x10B SM4x128B SM4x128B
0 Shim C12CC-04 C12CC-07 C16CC-04 C16CC-06
LY Spring SPR1 SPR1 SPR3 SPR3
( Wrench (clamp) WH40L WH40L WH50L WH50L
( Wrench (shim) WH20L WH20L WH30L WH30L
Insert
PCBN/PCD
A173
A228 Grade selection A42 Technical info A501 Cutting data A366

System code

A292



External tool holders General turni ng

Turning

Milling

N

Drilling
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TN** holder (external) C-Clamping
CTIJNR/L Kr:93°
h a
l' b
s
L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L a b L h s e
e e
CTJNR/L2020K16 o o 20 20 125 20 25 30 TNGN1604** TNGN1607**
CTJNR/L2525M16 25 25 150 25 32 30 TNGN1604** TNGN1607**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert TNGN1604** TNGN1607**
h 20-25 20-25
-~ Clamp CIRC CIRC
) Screw (clamp) CM6x30B CM6x30B
P (7.0Nm) (7.0Nm)
W | screw (shim) SM3x10B SM3x10B
O Shim T16CC-04 T16CC-07
€ Spring SPR1 SPR1
¢ |Wrench (clamp) WH40L WH40L
¢ | Wrench (shim) WH20L WH20L
Insert
| sa—]
Medium Cut
A218
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A293
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General turning External tool holders

DN** holder (external) C-Clamping

CDJNR/L Kr:93°

' h :
© b
s
/
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
' R | L a b L h s e / /
CDJNR/L2525M15 o o 25 25 150 25 32 32 DNGN1504%** DNGN1507**
CDJNR/L3225P15 o O 32 25 170 32 32 32 DNGN1504%* DNGN1507**
® Ex stock o0 On demand
¢ With internal cooling
Spare parts
Insert DNGN1504** DNGN1507%**
h 25-32 25-32
~ Clamp CIRC CIRC
/, Screw (clamp) CM6x30B CM6x30B
P (7.0 Nm) (7.0 Nm)
W | screw (shim) SM3x10B SM3x10B
& Shim D15CC-04 D15CC-07
€ Spring SPR1 SPR1
¢ | Wrench (clamp) WH40L WH40L
¢ | Wrench (shim) WH20L WH20L
Insert
Medium Cut
A205
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A294
zZcc-cT



External tool holders General tu rning

TN** holder (external) C-Clamping

CTUNR/L Kr:93°

h a
S /’ © b
93°
g L
Right hand style
Stock Dimensions [mm] Inserts
Article S
R | L a b L h s e
e e
CTUNR/L2525M16 o o 25 25 150 25 32 27 TNGN1604** TNGN1607**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert TNGN1604** TNGN1607**

h 20-25 20-25

-~ Clamp CIRC CIRC
) Screw (clamp) CM6x30B CM6x30B
P (7.0 Nm) (7.0 Nm)
W | Screw (shim) SM3x10B SM3x10B
O Shim T16CC-04 T16CC-07

€ Spring SPR1 SPRI
¢ |Wrench (clamp) WH40L WH40L
¢ | Wrench (shim) WH20L WH20L

Insert
| sa—]
Medium Cut
A218
System code ) A228 Grade selection > A42 Technical info ) A501 Cutting data ) A366

A295
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General tu rning External tool holders

SN** holder (external)

CSKNR/L Kr:75°

C-Clamping

" h / a
S © b
e
L
Right hand style
Stock Dimensions [mm] Inserts
Article B
NN B
CSKNR/L2020K12 o o 20 20 125 20 25 25 SNGN1204** SNGN1207**
CSKNR/L2525M12 o ¢} 25 25 170 25 32 25 SNGN1204** SNGN1207#*
CSKNR/L3225P12 o o 32 25 170 32 32 25 SNGN1204** SNGN1207**
CSKNR/L3225P15 o o 32 25 170 32 32 32 SNGN1507**
® Ex stock o0 On demand
* With internal cooling
Spare parts
Insert SNGN1204** SNGN1207** SNGN1507**
h 20-32 20-32 32
S Clamp CIRC CIRC C2RC
» Screw (clamp) CM6x30B CM6x30B CM8x30B
P (7.0 Nm) (7.0 Nm) (10.2 Nm)
W | Screw (shim) SM3x108 SM3x10B SM4x128
e Shim $12CC-04 $12CC-07 $15CC-07
LY Spring SPR1 SPR1 SPR3
¢ | Wrench (clamp) WH40L WH40L WHS50L
| Wrench (shim) WH20L WH20L WH30L
Insert
I IIIII
Cast Iron PCBN/PCD
A86 A175
A42 Technical info A501 Cutting data A366

System code A228

A296

Grade selection



External tool holders General turni ng

SN** holder (external)

CSRNR/L Kr:75°

C-Clamping

a g
c
5
b =
L
Right hand style
Stock Dimensions [mm] Inserts B
Article sl
NREDEDEEE BN
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** i
CSRNR/L3225P15 o 32 25 170 32 32 40 SNGN1507**
CSRNR/L4040R15 o o 40 40 200 40 43 40 SNGN1507**
® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert SNGN1204** SNGN1207** SNGN1507**
h 20-32 20-32 32-40
- Clamp CIRC CIRC C2RC 2
A | screw (clamp) CM6x30B CM6x308B CM8x30B 5
P (7.0 Nm) (7.0 Nm) (10.2 Nm)
¥ | Screw (shim) SM3x10B SM3x10B SM4x12B
] Shim $12CC-04 $12CC-07 $15CC-07
€ Spring SPR1 SPR1 SPR3 D
( Wrench (clamp) WH40L WH40L WH50L
_ c
€ | Wrench (shim) WH20L WH20L WH30L g2
2w
< £
3
Insert -
[ — -
Cast Iron PCBN/PCD E
A86 A175
x
[9)
o
£
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A297
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General tu rning External tool holders

RN** holder (external) C-Clamping
CRDNN
‘ h a
s
EmU© b
e
L
Dimensions [mm] Inserts
Article sz | Stock
a b L h s e
CRDNN2020K12 ] 20 20 125 20 10 32 RNGN1204** RNGN1207**
CRDNN2525M12 o 25 25 150 25 125 32 RNGN1204** RNGN1207**
CRDNN3225P12 o 32 25 170 32 12.5 32 RNGN1204** RNGN1207**
CRDNN3232P15 ¢} 32 32 170 32 17.5 40 RNGN1507**
CRDNN4040R15 o 40 40 200 40 20 40 RNGN1507**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert RNGN1204%* RNGN1207%* RNGN1507*%*
h 20-32 20-32 32-40
~ Clamp CIRC CIRC C2RC
f Screw (clamp) CM6x30B CM6x30B CM8x30B
P (7.0 Nm) (7.0 Nm) (10.2 Nm)
W | Screw (shim) SM3x108B SM3x10B SM4x128B
& Shim R12CC-04 R12CC-07 R15CC-07
€ Spring SPR1 SPRI SPR3
( Wrench (clamp) WH40L WH40L WH50L
€ | Wrench (shim) WH20L WH20L WH30L
Insert
PCBN/PCD
A174
A42 Technical info A501 Cutting data A366

System code

A208

A228

Grade selection



External tool holders General turni ng

SN** holder (external) C-Clamping
CSDNN Kr: 45°
‘ | a
s .
o b
45 9
e
L
Dimensions [mm] Inserts
Article sz | Stock
IDNDEEE BN
CSDNN2020K12 o 20 20 125 20 10 35 SNGN1204** SNGN1207**
CSDNN2525M12 [] 25 25 150 25 125 30 SNGN1204** SNGN1207#*
CSDNN3225P12 o 32 25 170 32 12.5 35 SNGN1204** SNGN1207**
® Ex stock o On demand
< With internal cooling
Spare parts
Insert SNGN1204** SNGN1207**
h 20-32 20-32
-~ Clamp CIRC CIRC
» Screw (clamp) CM6x30B CM6x30B
P (7.0Nm) (7.0 Nm)
W | Screw (shim) SM3x10B SM3x10B
e Shim $12CC-04 $12CC-07
LY Spring SPR1 SPR1
¢ | Wrench (clamp) WH40L WH40L
¢ | Wrench (shim) WH20L WH20L
Insert
I -
Cast Iron PCBN/PCD
A86 A175
Grade selection A42 Technical info A501 Cutting data A366

System code A228
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General tu rning External tool holders

CN** holder (external)

JCLNR/L Kr: 95°

J-Clamping

h a
s b
|
959
L
Right hand style
Stock Dimensions [mm] Inserts
Article sk
' R | L a b L h s e \
\
JCLNR/L2020K12 [} [¢] 20 20 125 20 29 32 CNGX1207**
JCLNR/L2525M12 [} [} 25 25 150 25 32 32 CNGX1207**
® Ex stock o0 On demand
¢ With internal cooling
Spare parts
Insert CNGX1207**
h 20-25
€2 Clamp C1RJ
/’ Screw (clamp) CM6x30B
(7.0 Nm)
W | screw (shim) SM3x10B
© Shim C12CC07
€ Spring SPR1
( Wrench (clamp) WH40L
¢ | Wrench (shim) WH20L
Insert
A
Medium Cut
A203
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A300



External tool holders General turni ng

Turning

Milling

DN** holder (external) J-Clamping
JDJNR/L Kr:93°
h a
“/ S @ b
D
e L
Right hand style
Stock Dimensions [mm] Inserts
Article sl ;
' R | L a b L h s e \ /
JDJNR/L2525M15 e O 25 25 150 25 32 38 DNGX1507**
JDJNR/L3225P15 ¢} ¢} 32 25 170 32 32 38 DNGX1507*%*
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert DNGX1507%**
h 25-32
€ Clamp CIRJ
/’ Screw (clamp) CM6x30B
(7.0 Nm)
W | screw (shim) SM3x10B
& Shim D15CC-07
€ Spring SPR1
( Wrench (clamp) WH40L
¢ | Wrench (shim) WH20L
Insert
- 4
Medium Cut
A206
System code A228 Grade selection A42 Technical info A501 Cutting data A366

A301
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General turning External tool holders

SN** holder (external)

JSDNN Kr: 45°

2

J-Clamping

e

_

45
e
L
Dimensions [mm] Inserts
Article s | Stock y
' a b L h s e \v?l
JSDNN2525M12 o 25 25 150 25 12.5 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
€2 Clamp C1RJ
/’ Screw (clamp) CM6x30B
(7.0 Nm)
W | screw (shim) SM3x10B
e Shim $12CC-07
LY Spring SPR1
( Wrench (clamp) WH40L
¢ | Wrench (shim) WH20L
Insert
Medium Cut
A216
Grade selection A42 Technical info A501 Cutting data A366

System code

A302

A228



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

S 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 IEE}

D
R O
S

T AN
v
’

2

Tool holder type and entering angle

Clearance angle

B

T
]

0 75

[o)}
<
il

";D
D
J
117°30’
(o]
“?&

° 0
4 2

90

0 0

72°30’

TR

90°
0 75@
0°
G
M
R
60° 'q 120
w

C
H
N
60:@
S T
X

9.

B h
=
D \
15°

nay

1

3

A304
zcc-cT




ISO code - external tool holders — Swiss turning General turning

Cutting direction Shank height h [mm] Shank width b [mm]
%I hI % % §| b
R

Code | h Code b
12 12 12 12
16 16 16 16
T 20 20 20 20
25 25 25 25
32 32 32 32
? 40 40 40 40
50 50 50 50
N
5 7

Holder length L [mm] Cutting edge length | [mm]
L Insert shape
= O Q
w LR H A &S
Code L C D R S T Y W
H 100 5,56 09
K 125 6,35 06 07 11
M 150 9,525 09 11 09 09 16 16 06
P 170 12,7 12 15 12 12 22 22 08
Q 180 15,875 16 19 15 15 27
R 200 19,05 19 19 19 33
S 250 254 25 25 25 44
T 300 32 32
8 9

Swissturning

With inner cooling

10

11

<
v. A305
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General tu rning External tool holders — Swiss turning

CC** holder

S-Clamping

SCACR/L-SC Kr:90°

Stock Dimensions [mm] Inserts
Article sl
"R a | b | L | h|n| s | L] e | ™ a
SCACR/L1212M09-SC K e 12 12 150 12 17 12 15 25 M8X1 0.14 CC**Q9T3**
SCACR/L1616H09-SC e 16 16 100 16 21 16 15 28 M8X1 0.21 CC**Q9T3**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert CC**09T3**
12-16
v Screw 160M3.5x8
(2.7 Nm)
o Wrench WT15IP
Insert
< ’ v
H v & & & | ®
— | ¢
Finishing Medium Cut Roughing Alum Machining CastlIron PCBN/PCD
A117 A119 A121 A122 A121 A180
Grade selection A42 Technical info A501 Cutting data A366

System code

A306

A304



External tool holders — Swiss turning General tu rning

CC** holder

SCLCR/L-SC Kr: 95°

S-Clamping

h1 h
™~ M
® ]
. !
Stock Dimensions [mm] Inserts
Article sk
“IRIL] a | b | L] h|n| s L] e | ™ a
SCLCR/L1010F06-S e o 10 10 80 10 15 10 15 10 0.06 CC**0602**
SCLCR/L1212F09-SC e [} 12 12 80 12 17 12 15 25 M8X1 0.07 CC**Q9T3**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert CC**0602*%* CC**09T3**
h 10 12
v Screw 160M2.5x6.5 160M3.5%8
(1.0 Nm) (2.7 Nm)
S Wrench WTO7IP WT15IP
Insert
1 “ ( =7 % '
) (1
2 B & & & u
|
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A116 A119 A121 A122 A121 A180
Technical info A501 Cutting data A366

System code

A304

Grade selection

A42
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Turning

Milling

N

General tu rning External tool holders — Swiss turning

DC** holder S-Clamping

SDACR/L-SC Kr:90°

l I i
h1 h "

Drilling

O

Technical
Information

Index

4 {
@ SL@;Q
1
L. "90°
e L1 |
L
Stock Dimensions [mm] Inserts
Article b
"IRIL] a | b | L] h|n]| s L] e | ™ L =N
SDACR/L1212M07-SC kK o ° 12 12 150 12 17 12 15 25  M8X1 0.15 DC**0702**
SDACR/L1212H11-SC ko 12 12 100 12 17 12 15 30 M8X1 0.1 DC**11T3%*
SDACR/L1616K11-SC e e 16 16 125 16 21 16 15 30 M8X1 0.21 DC**11T3**
SDACR/L1212M11-SC K e ° 12 12 150 12 17 12 15 30 M8X1 0.14 DC*¥*11T3**
® Ex stock o0 On demand
¢ With internal cooling
Spare parts
Insert DC**0702%* DC**11T3*%* DC**11T3**
h 12 12-16 12
v Screw 160M2.5%6.5 160M3.5%8 160M3.5%8
(1.0 Nm) (2.7 Nm) (2.7 Nm)
% Wrench WTO7IP WT15IP WT15IP
Insert
— v
@ N/ [~ (
V-4 = & & &/ ,
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A126 A127 A129 A129 A129 A184
System code A304 Grade selection A42 Technical info A501 Cutting data A366

A308



External tool holders — Swiss turning General tu rning

DC** holder S-Clamping

SDHCR/L-SC Kr: 107°30'

hilp

~
' i
107°30 L1
£ L
Dimensions [mm] Inserts
Article sz | Stock
' a b L h h, s L, e M ‘
SDHCR/L2020K11-SC x o 20 20 125 20 25 20 15 30 M8X1 0.35 DC**11T3**
SDHCR/L2525M11-SC £ ° 25 25 150 25 30 25 15 35 M8X1 0.66 DC**11T3**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert DC**11T3**
h 20-25
v Screw 160M3.5x8
(2.7 Nm)
S Wrench WT15IP
Insert
e v
N/ o) ) ©
V- 4 © &/ =</ \
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A126 A127 A129 A129 A129 A184
System code A304 Grade selection A42 Technical info A501 Cutting data A366
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General tu rning External tool holders — Swiss turning

DC** holder

S-Clamping

SDJCR/L-SC Kr: 93°

h1 h
e
(] ‘T:
s @lo
930 )
1
€ L
Stock Dimensions [mm] Inserts
Article sl
"IRIL] a | b | L] h|n]| s L] e | ™ L =N
SDJCR/L1212H07-SC K e ° 12 12 100 12 17 12 15 25 M8X1 0.1 DC**0702**
SDJCR/L1212H11-SC e ° 12 12 100 12 17 12 15 30 M8X1 0.1 DC**11T3**
SDJCR/L1616K11-SC ke e 16 16 125 16 21 16 15 30 M8X1  0.21 DC**11T3**
® Ex stock o On demand
s 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)
o Wrench WTO7IP WT15IP
Insert
e v
@ (), (= "«
V- 4 p = & &/ &/ ,
Finishing Medium Cut Roughing Alum Machining CastIron PCBN/PCD
A126 A127 A129 A129 A129 A184
System code A304 Grade selection A42 Technical info A501 Cutting data A366

A310



External tool holders — Swiss turning General tu rning

DC** holder S-Clamping

SDNCN-SC Kr: 62°30'

Dimensions [mm] Inserts
Article sz | Stock
' a b L h h, s L, e M ‘
SDNCN1212H11-SC x o 12 12 100 12 17 6 15 30 M8X1 0.09 DC**11T3**
SDNCN1212M11-SC x ° 12 12 150 12 17 6 15 30 M8X1 0.1 DC**11T3**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert DC**11T3**
h 12
v Screw 160M3.5x8
(2.7 Nm)
S Wrench WT15IP
Insert
e v
() (), « »
Finishing Medium Cut Roughing Alum Machining Castlron PCBN/PCD
A126 A127 A129 A129 A129 A184
A501 Cutting data A366

System code

A304

Grade selection

A42

Technical info
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General tu rning External tool holders — Swiss turning

VC** holder

SVACR/L-SC Kr: 90°

S-Clamping

Stock Dimensions [mm] Inserts
Article sl
"IRIL] a | b | L] h|n]| s L] e | ™ «©
SVACR/L1212H11-SC K e ° 12 12 100 12 17 12 15 30 M8X1 0.1 VC**1103**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert VC*%1103%*
h 12
w Screw 160M2.5%6.5
(1.0 Nm)
Wrench WTO7IP
Insert
-
= <O «
Finishing Alum Machining PCBN/PCD
A156 A154 A193
System code A304 Grade selection A42 Technical info A501 Cutting data A366

A312



External tool holders — Swiss turning General tu rning

VC** holder  S-Clamping A

SVJCR/L-SC Kr: 93°

Turning

Stock Dimensions [mm] Inserts

Article sk -

R | L a b L h h; s L, e M

SVJCR/L0O808H11-S e o 8 8 100 8 13 8 15 22 M8X1 0.044 VC**1103** o
- c
SVJCR/L1212H11-SC Ko oe e 12 12 100 12 17 12 15 30 M8X1 0.095 VC¥*1103** =
SVJCR/L1616K11-SC K e e 16 16 125 16 21 16 15 30 M8X1 0.2 VC¥*1103** =
® Ex stock o On demand
& With internal cooling
Spare parts
Insert VC**1103** C
h 8-16
v Screw 160M2.5%6.5
(1.0 Nm)
t v Wrench wT07IP =
=
()
Insert
— <O ®
Finishing Alum Machining PCBN/PCD D
A156 A154 A193
c
© O
© B
c
< £
o O
=
x
[}
©
5
System code A304 Grade selection A42 Technical info A501 Cutting data A366

N
< .



General tu rnlng System code - external tool holders - rail applications

F N LR 19

RW P L

Turning

Milling

N

Drilling

O

Technical
Information

Index

1 2 3 4 5 6 7
Clamping system Insert shape
Code Description
C
P Lever lock clamping [@
D
M Wedge/pin lock clamping
R O
(RW = Rail Way)
Tool holders for ~ ]
rail applications S Screw-on clamping EE} s
! /\
c/) Wedge clamping
\'
D Duel wedge clamping [E%:}
L
1 2 3
Tool holder type and entering angle Clearance angle
90°
90° 75° s 60 B h C ﬁ
5° 7°
A B C D E
90° 750
93° S S
5 30 D E
;‘OCD 1(;% % m 150 >0°
K G H J K
95° 117°30 ‘
so° 63\ 62°30' \ —— o \D
95 ~“o° 11°
L M N (0] P
107°30" 90°
7@ 45;& 60:@
Q R S T U
72“% Eil EQO"
\i w X
4 5

A314

N
Q

[
G
=)



System code - external tool holders - rail applications General turni ng

Cutting direction

Cutting edge length | [mm]

Insert shape
%I 1.C Q Q
R (mm] H Q d L_T‘ é g T
C D R S T V W
5,56 09
6,35 06 07 11
T 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
I? 19,05 19 19 19 33
NN 25,4 25 25 25 44
N 32 32
6

A315

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

General tu rning External tool holders - rail applications

LN** holder (external) P-Clamping

RW-PLANR/L Kr:90°

O |
<
—/
L1 I
L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L b L h L, f u
RW-PLANR/L-19 % o o 225 43 32 35 23 LNUX1919**
RW-PLANR/L-30 ko o 225 43 32 35 23 LNUX3019**
® Ex stock o0 On demand
¢ With internal cooling
Spare parts
Insert LNUX1919%** LNUX3019%**
h 25-32 25-32
Knee lever L5 RWL L5 RWL
? Screw LEM8x25 RWL LEM8x25 RWL
(10.2 Nm) (10.2 Nm)
| Wrench WH30L WH30L
Insert
Heavy Turning
A115
System code A314 Grade selection A42 Technical info A501 Cutting data A366

A316
zZcc-cT



External tool holders - rail applications General tu rning

LN** holder (external) P-Clamping
RW-PLFNR/L Kr:90°
0
L1
L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L b L h L, f u
RW-PLFNR/L-19 %k o o 18.6 43 32 35 19.1 LNUX1919**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert LNUX1919**
h 25-32
b Knee lever L5 RWL
? Screw LEM8x25 RWL
(10.2 Nm)

| Wrench WH30L

Insert

Heavy Turning
A115
System code A314 Grade selection A42 Technical info A501 Cutting data A366
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General turning

External tool holders - rail applications

CN** holder (external)

RW-PCLNR/L Kr: 95°

-1911

213185

(=
y
0’ 0
N

RW - PCLNR

P-Clamping

Right hand style
Stock Dimensions [mm] Inserts
Article sl
RW-PCLNR/L-1907 % o o 24.8 43 32 35 19.1 CNMM1907**
RW-PCLNR/L-1911 ko o 24.8 43 32 35 19.1 CNMM1911%**
® Ex stock o0 On demand
¢ With internal cooling
Spare parts
Insert CNMM1907** CNMM1911%**
h 25-32 25-32
B | Kneelever L5 RWC L5 RWC
? Screw LEM8x25 RWC LEM8x25 RWC
(10.2 Nm) (10.2Nm)
. Shim pin (shim) SP5 RWC SP5 RWC
| | Shim C19 RWC C19 RWC
| Wrench WH30L WH30L
Insert
a
Finishing Roughing
A114 A114
Technical info A501 Cutting data A366

System code A314

A318

Grade selection

A42



External tool holders - rail applications General tu rning
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General turning Boring bars overview

Boring bars
Application Workpiece
Longitudinal Facing Undercut | Contouring Profiling Stable Unstable
turning
= = = P
PDSNR/L
° ° ° ° ° A326
62°30' (@
PCLNR/L
A324
95° # ° ° ° °
PDUNR/L
° ° ° ° ° A327
93° e
PSKNR/L
° ° A329
75° (e
PTENR/L
® ® A330
91° (.
PWLNR/L P
° ° ° A332
95° o3
SCFCR/L
® ) ) A352
920°
SCLCR/L
° ° ° A352
95° s
SCLPR/L
, ° ° ° ° A354
95° y
SDQCR/L /
° ° ° ° ° A357
107°30" \/
S SDQPR/L
° ° ° ° ° A356
107°30' @é
SDUCR/L /
° ° ° ° ° A359
93° \o/
SDUPR/L
° ° ° ° A358
93°
SDZCR/L
° ° A338
95° o

A320

® Recommended



Boring bars overview General turning

Boring bars
Application Workpiece
LongitL.JdinaI Facing Undercut Contouring Profiling Stable Unstable
turning
Boring bar Page
= T T
SSKCR/L
° ° A339
75° [
STFCR/L
° A361
91° ¢
STUPR/L /
° A360
93° W
SVQBR/L /
° ° ° A345
107°30" /
S SVXBR/L »
° ° A347
93° §/
SVQCR/L
° A363
107°30' \:
SVUBR/L
° ° ° A346
93° \;
SVUCR/L
° ° ° A364
93°
SZLNR/L
° ° ° A365
95°
SCLPR/L /
~ ° ° A348
95° @/
SDQPR/L /
° ® ° A349
107o3ol M
c | SDUPRIL /
.0 ° A350
= 93° Y®>/
S
2
2 | STUPRL P
c . ° A351
< 93 2
SVQCR/L /
° ° ° A343
107o3ol \é/
SVUCR/L /
° ° ° A344
93° \@/

® Recommended
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General turning ISO-Code - boring bars

S

16 R

S D U

C

R 07

— KR93

1 2 3 4 5 6 7 8 9 10
Shank type Shank diameter d [mm]
Code Description @
A Steel shank (IC)
C 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

Clamping system

Clamping system

Insert shape

Code

Description

Code ‘ L

H

< CcCHwxImO ©WZ2=Z XN

100
125
150
160
170
180
200
250
300
350
400

Knee lever clamping

Screw clamping

ik
il

D

¢

A322




ISO-Code - boring bars General turning

Tool holder type and entering angle

Clearance angle

T 00101
W gD
D EBDG
a5

90°

B
L —

F G
117°30'
63 150 >0°
N (0]
90° ‘
72°30' N | P
~0° “711°
U \'

6 7
Cutting direction Cutting edge length | [mm]
Insert shape
' N\ 1.C

m I QIHE AL Q
[ [ ~d I I = I
C D R S T \ 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 33

R 25,4 25 25 25 44

32 32
8 9

Entering angle

10

A323
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General turning  soring bars

CN** steel boring bar

PCLNR/L Kr:95°

P-Clamping

-®
°
Right hand style
Stock Dimensions [mm] Inserts
Article P | 7
R | L od L h S e Dinin 0 ) &
S16M-PCLNR/L09 o o 16 150 15 11 28 20 =12 CN**0903**
S16R-PCLNR/L0O9 e o 16 200 15 11 28 20 -12 CN**0903**
S20Q-PCLNR/L09 e o 20 180 18 13 31 25 -11 CN**¥0903**
S$20S-PCLNR/LO9 e o 20 250 18 13 31 25 -1 CN**0903**
$25Q-PCLNR/L09 o o 25 180 23 17 35 32 -10 CN**0903**
S25T-PCLNR/LO9 e O 25 300 23 17 35 32 -10 CN**0903**
A16M-PCLNR/L09 * o 16 150 14 11 20 -12 CN**¥0903**
$25Q-PCLNR/L12 o o 25 180 23 17 40 32 -12 CN**1204**
S25T-PCLNR/L12 e o 25 300 23 17 40 32 -12 CN**1204**
S32R-PCLNR/L12 e o 32 200 30 22 50 44 -10 CN**1204**
S32U-PCLNR/L12 o o 32 350 30 22 50 44 -10 CN**1204**
S40S-PCLNR/L12 o e 40 250 37 27 55 54 -10 CN**1204**
S40V-PCLNR/L12 e e 40 400 37 27 55 54 -10 CN**1204**
S50S-PCLNR/L12 o o 50 250 47 35 56 63 -10 CN**1204**
SsOW-PCLNRL12 o o 50 450 47 35 56 63 -10 CN**1204**
A25R-PCLNR/L12 ke e 25 200 24 17 40 32 -12 CN**1204**
A32S-PCLNR/L12 X 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**
® Ex stock o0 On demand
¢ With internal cooling
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A324



General turning

Boring bars
CN** steel boring bar
Spare parts A
Insert CN**0903** CN**1204%* CN**1204** CN**1906%*
od 16-25 25 32-50 50
B | Kneelever L3C L4A L4A L6 -
=
o s s
: =
? Screw LEM10x27
(16.6 Nm)
) Screw LEM6x13.4A LEM6X13.4A
(7.0 Nm) (7.0Nm)
B shimpin (shim) SP4 sP6 B
[ o} Shim C19AP
=] Shim C12APB
g
| Wrench WH25L WH25L WHA40L =
=
tvd Wrench WT09IP
Insert C

=

PCBN/PCD

Finishing Medium Cut Roughing
A51 A52 A53 A57 A61 A177

=/

Cast Iron

Drilling

System code A322

Grade selection

A42

Technical info

A501

Cutting data

A366

A325

O

Technical
Information

Index
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General turning  soring bars

DN** steel boring bar

PDSNR/L Kr:62°30'

P-Clamping

f I [ )
s / ) I L
62501 _1e od
L
Right hand style
Stock Dimensions [mm] Inserts
Article i
"IRiL|led | L | h| s | e | f |Dwml| ® Yy - 4
S32R-PDSNR/L15-3 o o 32 200 30 22 45 8.5 40 -1 DN#**1504**
S40V-PDSNR/L15-3 ° 40 400 37 27 43 9.4 50 -1 DN#**1504**
A32S-PDSNR/L15-3 X o o 32 250 31 22 45 8.5 40 -1 DN#**1504**
S32R-PDSNR/L15 e o 32 200 30 22 45 8.5 40 -1 DN**1506**
S32U-PDSNR/L15 ° ° 32 350 30 22 45 8.5 40 -1 DN**1506**
S40S-PDSNR/L15 o [} 40 250 37 27 43 9.4 50 -1 DN**1506**
S40V-PDSNR/L15 o o 40 400 37 27 43 9.4 50 -1 DN**1506**
A32S-PDSNR/L15 K e e 32 250 31 22 45 8.5 40 -1 DN**1506**
® Ex stock o On demand
% With internal cooling
Spare parts
Insert DN**1504%* DN**1506%**
od 32-40 32-40

b Knee lever L4 L4B
@” Screw LEM8x21 LEM8x21

(10.2 Nm) (10.2Nm)

B shimpin (shim) SP4 sP4
F - Shim D15AP D15AP
' Wrench WH30L WH30L
Insert
=/ -\ £ V-4 =/
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A63 A63 A68 A69 A178
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A326



soringbars - General turning

DN** steel boring bar  P-Clamping
PDUNR/L Kr:93°
1
ﬁT
h Dmin
< L
o) =N
s @:@3 | .% \\\ ///
e od 5 \
L
Right hand style
Stock Dimensions [mm] Inserts
Article s
“IRIL|ed | L | h | s | e |Duw o Yy - 4
S20Q-PDUNR/L11 e o 20 180 18 13 30 25 -16 DN**1104%*
S20S-PDUNR/L11 ° ° 20 250 18 13 30 25 -16 DN#**1104**
S25Q-PDUNR/L11 ° ° 25 180 23 17 35 32 -13 DN**1104**
S25T-PDUNR/L11 e e 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**
A25R-PDUNR/L11 K e 25 200 24 17 35 32 -13 DN**1104**
S32R-PDUNR/L15-3 o o 32 200 30 22 50 40 -16 DN**1504%*
S32U-PDUNR/L15-3 ° ° 32 350 30 22 50 40 -16 DN**1504**
S40S-PDUNR/L15-3 e} o 40 250 37 27 50 50 -1 DN#**1504**
S40V-PDUNR/L15-3 e e 40 400 37 27 50 50 -1 DN#**1504**
A32S-PDUNR/L15-3 Kooe ° 32 250 31 22 50 40 -16 DN**1504**
S32R-PDUNR/L15 o o 32 200 30 22 50 40 -16 DN**1506%*
S32U-PDUNR/L15 ° ° 32 350 30 22 50 40 -16 DN**1506**
S40S-PDUNR/L15 o o 40 250 37 27 50 50 -1 DN**1506**
S40V-PDUNR/L15 e e 40 400 37 27 50 50 -1 DN**1506**
A32S-PDUNR/L15 % e e 32 250 31 22 50 40 -16 DN**1506%*
® Ex stock 0 On demand
s With internal cooling
Spare parts
Insert DN**1104%* DN*¥*1104%* DN*¥*1504%* DN**1506**
od 20-25 32 32-40 32-40
B | Kneelever L3D L3 L4 L4B
«" Screw LEM5x12B LEM6x17
(4.0 Nm) (7.0Nm)
? Screw LEM8x21 LEM8x21
(10.2 Nm) (10.2 Nm)
B | shimpin (shim) sP3 SP4 sP4
) Shim D11AP D15AP D15AP
| Wrench WH25L WH30L WH30L
S Wrench WTO9IP
System code A322 Grade selection A42 Technical info A501 Cutting data A366
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General turning  soring bars

DN** steel boring bar

Insert
=/ A= &7 & =/
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A62 A63 A63 A68 A69 A178
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A328



soringbars - General turning

SN** steel boring bar  P-Clamping

PSKNR/L Kr:75°

Right hand style

Article

s
o~

Stock Dimensions [mm] Inserts

R | L od L h S e Dmin 0

S25Q-PSKNR/L12 o ° 25 180 23 17 42 32 -12 SN*¥1204**
S25T-PSKNR/L12 ° o 25 300 23 17 42 32 -12 SN*¥1204**
S32R-PSKNR/L12 o o 32 200 30 22 45 44 -10 SN*¥1204**
S32U-PSKNR/L12 e o 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 K e ° 25 200 24 17 42 32 -12 SN*¥1204**
A32S-PSKNR/L12 Koe e 32 250 31 22 50 44 -12 SN*¥1204**
® Ex stock o On demand
*< With internal cooling
Spare parts
Insert SN**1204** SN**1204**
od 25 32-40
b Knee lever L4A L4
? Screw LEM8x21
(10.2Nm)
@ Screw LEM6x13.4A
(7.0 Nm)
B shimpin (shim) SP4
B Shim S12APB
| Wrench WH25L WH30L
Insert
] r
X 24 = 2
I
Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A73 A73 A78 A84 A162
System code A322 Grade selection A42 Technical info A501 Cutting data A366
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General turning  soring bars

TN** steel boring bar  P-Clamping

PTFNR/L Kr:90°

o Jﬁf— ---------------
£ 1
c
S
= h
st o
_ ot
Right hand style
B Stock Dimensions [mm] Inserts
Article P
R | L od L h s e Dmin 0 A
= S16M-PTFNR/L11 o o 16 150 15 11 28 20 -14 TN**1103**
é S16R-PTFNR/L11 ° ° 16 200 15 11 28 20 -14 TN**1103*%*
5 S20Q-PTFNR/L11 () [ 20 180 18 13 31 25 -12 TN**1103**
S20S-PTFNR/L11 e o 20 250 18 13 31 25 -12 TN**1103**
S25Q-PTFNR/L11 o o 25 180 23 17 35 32 -10 TN**1103**
S25T-PTFNR/L11 o o 25 300 23 17 35 32 -10 TN**1103%*
S25Q-PTFNR/L16 o o 25 180 23 17 42 32 -12 TN**1604**
C S25T-PTFNR/L16 e o 25 300 23 17 42 32 -12 TN**1604**
S32R-PTFNR/L16 o ) 32 200 30 22 50 44 -10 TN**1604**
S32U-PTFNR/L16 ° ° 32 350 30 22 50 44 -10 TN**1604**
S40S-PTFNR/L16 o o 40 250 37 27 55 54 -10 TN**1604**
g\ S40V-PTFNR/L16 ° [ 40 400 37 27 55 54 -10 TN**1604**
= A25R-PTFNR/L16 K e o 25 200 24 17 40 32 -12 TN**1604**
S -
o A32S-PTFNR/L16 b ° ° 32 250 31 22 50 44 -10 TN**1604**
® Ex stock o On demand
¢ With internal cooling
Spare parts
D Insert TN**1103%* TN**1604%* TN**1604%*
od 16-25 25 32-40
B | Kneelever L2 138 L3
c
© .2 LEM5x9B LEM5x12B LEM6x17
(= ;
c g o screw (4.0 Nm) (4.0 Nm) (7.0Nm)
<
(U] S
@ Q2 B | shim pin (shim) sP3
N Shim T16APB
| Wrench WH20L WH25L
E Wrench WTO09IP
X
O]
o
£
System code A322 Grade selection A42 Technical info A501 Cutting data A366

N
A330 v



soringbars - General turning

TN** steel boring bar

Insert
A A A B -
— — | — [
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A87 A88 A90 A92 A99 A163
Technical info A501 Cutting data A366

System code

A322

Grade selection A42

Turning
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General turning  soring bars

A332

WN** steel boring bar  P-Clamping
PWLNR/L Kr:95°
=7 |
e e —— —
1| 1 Dmin
~h R
] I W
S g‘.‘)’ 75777 ] — { + 77777777 ) \\ /
© od el
L
Right hand style
Stock Dimensions [mm] Inserts
ats
"IRIL|ed | L | h | s | e Dwm| 6 A
S16M-PWLNR/L06 [ 16 150 15 11 25 20 -13 WN**0604**
S16M-PWLNR/L06 ° 16 150 15 11 25 20 -13 WN**0604**
S16R-PWLNR/L0O6 o o 16 200 15 11 25 20 -13 WN**0604**
S20Q-PWLNR/L06 e o 20 180 18 13 35 25 -13 WN**0604**
S20S-PWLNR/L06 () ) 20 250 18 13 35 25 -13 WN**0604**
S25Q-PWLNR/L06 o o 25 180 23 17 35 32 -13 WN**0604**
S25T-PWLNR/L06 o 25 300 23 17 35 32 -13 WN**0604**
S20Q-PWLNR/L08 e o 20 180 18 13 32 25 -13 WN**0804**
S20S-PWLNR/L08 ° 20 250 18 13 32 25 -13 WN**0804**
S25Q-PWLNR/L08 ° o) 25 180 23 17 45 32 -13 WN**0804**
S25T-PWLNR/L08 [ [ 25 300 23 17 45 32 -13 WN**0804**
S32R-PWLNR/LO8 ° [ 32 200 30 22 50 40 -15 WN**0804**
S32U-PWLNR/L0O8 e o 32 350 30 22 50 40 -15 WN**0804**
S50W-PWLNR/LO8 o o) 50 450 47 35 50 63 -15 WN**0804**
® Ex stock o On demand
¢ With internal cooling
Spare parts
Insert WN**0604%* WN**0804%* WN**0804** WN**0804**
od 16-25 20-25 32 50
B | Kneelever L38 L4A L4 L4
? Screw LEM5x12B
(4.0 Nm)
? Screw LEM8x21 LEM8x21
(10.2 Nm) (10.2 Nm)
w Screw LEM6x13.4A
(7Z.0Nm)
. Shim pin (shim) SP4 SP4
: Shim WO8AP WO8AP
| Wrench WH25L WH30L WH30L
Wrench WT09IP
System code A322 Grade selection A42 Technical info A501 Cutting data A366



soringbars - General turning

WN** steel boring bar

Insert
A %
/) @\ a a
i [ B4
Wiper Finishing Medium Cut Roughing Cast Iron PCBN/PCD
A106 A107 A107 A109 A111 A165
A322 Grade selection A42 Technical info A501 Cutting data A366

System code

A333

Turning
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General turning  soring bars

CC** steel boring bar

SCLCR/L Kr:95°

S-Clamping

Right hand style
Stock Dimensions [mm] Inserts
Article i
R | L od L h s L, e Dmin 0 g
S08K-SCLCR/L06 e o 8 125 7 5 14 14 10 =15 CC**0602**
S10K-SCLCR/L06 e o 10 125 5 14 14 10 -15 CC**0602**
S10M-SCLCR/L06 e o 10 150 9 6 14 14 12 -13 CC**0602**
S12M-SCLCR/L06 e o 12 150 11 9 25 25 16 -10 CC**0602**
AO08F-SCLCR/L06 >Z-< e o 8 80 7.5 5 14 14 10 -15 CC**0602**
A10H-SCLCR/L06 o oe e 10 100 95 6 14 14 12 -13 CC**0602**
A12K-SCLCR/L06 o e e 12 125 115 9 25 25 16 -10 CC**0602**
S12M-SCLCR/L09 ) e o 12 150 11 9 25 25 16 -10 CC**Q9T3**
S16M-SCLCR/L09 e O 16 150 15 1 325 325 20 -12 CC**Q9T3**
S16R-SCLCR/L09 e o 16 200 15 1 325 325 20 -12 CC**Q9T3**
$20Q-SCLCR/L09 o o 20 180 18 13 38 38 25 -8 CC**09T3**
$20S-SCLCR/L09 e o 20 250 18 13 38 38 25 -8 CC**0Q9T3**
$25Q-SCLCR/L09 e © 25 180 23 17 45 45 32 -6 CC**Q9T3**
S25T-SCLCR/L09 e o 25 300 23 17 45 45 32 -6 CC**Q9T3**
A12K-SCLCR/L09 >X-< e o 12 125 115 9 25 25 16 -10 CC**Q9T3**
A16M-SCLCR/L09 K e e 16 150 155 11 325 325 20 -12 CC**09T3**
A20Q-SCLCR/L09 K oe e 20 180 19 13 38 38 25 -8 CC**Q9T3**
A25R-SCLCR/L09 K e e 25 200 24 17 45 45 32 -6 CC**Q9T3**
S$25Q-SCLCR/L12 e O 25 180 23 17 45 45 32 -6 CC**1204**
S25T-SCLCR/L12 e o 25 300 23 17 45 45 32 -6 CC**1204**
S32R-SCLCR/L12 e o 32 200 30 22 50 50 40 -10 CC**1204**
S32U-SCLCR/L12 e o 32 350 30 22 50 50 40 -10 CC**1204**
S40S-SCLCR/L12 o 40 250 37 27 60 60 50 -8 CC**1204**
S40V-SCLCR/L12 e o 40 400 37 27 60 60 50 -8 CC**1204**
A25R-SCLCR/L12 >I-< o o 25 200 24 17 45 45 32 -6 CC**1204**
A32T-SCLCR/L12 * o 32 300 30 22 40 -10 CC**1204**
A32S-SCLCR/L12 >X-< e o 32 250 31 22 50 50 40 -10 CC**1204**
® Ex stock o On demand
¢ With internal cooling
System code A322 Grade selection A42 Technical info A501 Cutting data A366
<>

A334



soringbars - General turning

Spare parts

CC** steel boring bar

Insert CC**0602%* CC**Q9T3** CC**09T3** CC**1204%* CC**1204%*
od 8-12 12-20 25 25 32-40
v serew I60M2.55.5 I60M3.5%8 I60M3.5%10
(1.0 Nm) (2.7 Nm) (2.7 Nm)
v Serew 160M4x11X 160M4x11X
(3.4Nm) (3.4 Nm)
PO | Screw (shim) SM6x10XA
| = | Shim C12BS
¢ | Wrench (screw) WTO7IP WT15IP WT15IP WT15IP WT15IP
( Wrench (shim) WH40L

Insert
‘ < ¢ v

19 (1

= |8 =g & &8 g
L

Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD

A116 A119 A121 A122 A121 A180
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A335

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

General turning  soring bars

DC** steel boring bar  S-Clamping

SDQCR/L Kr:107°30'

Dmin
[
~ \\ /
&) all”
Right hand style
Stock Dimensions [mm] Inserts
Article i
R|L| ed | L h s L, e | Dun| © =2
S10M-SDQCR/L07 e o 10 150 9 7 20 20 13 -8 DC**0702**
S12M-SDQCR/L07 e o 12 150 11 9 22 22 16 -8 DC**0702**
S16M-SDQCR/LO7 o e 16 150 15 11 27 27 20 -6 DC**0702**
$16Q-SDQCR/LO7 e o 16 180 15 1 27 27 20 -6 DC**0702**
S16R-SDQCR/L07 e o 16 200 15 1 27 27 20 -6 DC**0702**
A10H-SDQCR/L07 o oe e 10 100 9.5 7 20 20 13 -8 DC**0702**
A12K-SDQCR/L07 o e e 12 125 115 9 22 22 16 -8 DC**0702**
5$20Q-SDQCR/L11 e O 20 180 18 13 32 32 25 -6 DC**11T3%*
$20S-SDQCR/L11 e o 20 250 18 13 32 32 25 -6 DC**11T3*%*
$25Q-SDQCR/L11 e O 25 180 23 17 32 32 32 -6 DC**11T3**
S25T-SDQCR/L11 e o 25 300 23 17 32 32 32 -6 DC**11T3**
A16M-SDQCR/L11 K e e 16 150 155 11 27 27 20 -6 DC**11T3*%*
A20Q-SDQCR/L11 K e e 20 180 19 13 32 32 25 -6 DC**11T3%*
A25R-SDQCR/L11 K oe e 25 200 24 17 32 32 32 -6 DC**11T3**
® Ex stock o On demand
¢ With internal cooling
Spare parts
Insert DC**0702%** DC**0702** DC**11T3** DC**11T3** DC**11T3%**
od 10 12-16 16-20 20 25
v Screw 160M2.5x5.5 160M2.5%6.5 160M3.5%8 160M3.5%8 160M3.5x10
(1.0 Nm) (1.0Nm) (2.7 Nm) (2.7 Nm) (2.7 Nm)
% Wrench (screw) WTO07IP WTO07IP WT15IP WT15IP WT15IP
Insert
= v
DY, - &
V- 4 A= & &/ ,
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A126 A127 A129 A129 A129 A184

System code A322 Grade selection A42 Technical info A501 Cutting data A366

N
- <



soringbars - General turning

DC** steel boring bar

SDUCR/L Kr: 93°

S-Clamping

~
&)
Right hand style
Stock Dimensions [mm] Inserts
Article B
R|L| ed | L h s L, e | Dwn | © =2
S10M-SDUCR/LO7 e o 10 150 9 7 = 0 13 -8 DC**0702**
S12M-SDUCR/L07 e o 12 150 11 9 22 22 16 -8 DC**0702**
S16M-SDUCR/L07 e o 16 150 15 11 27 27 20 -6 DC**0702**
S16R-SDUCR/LO7 e o 16 200 15 1 27 27 20 -6 DC**0702**
A10H-SDUCR/LO7 e e 10 100 9.5 7 = 0 13 -8 DC**0702**
A12K-SDUCR/LO7 K oe e 12 125 115 9 22 22 16 -8 DC**0702**
A16M-SDUCR/LO7 K e e 16 150 155 11 27 27 20 -6 DC**0702**
$20Q-SDUCR/L11 e o 20 180 18 13 40 40 25 -6 DC¥*11T3**
S$20S-SDUCR/L11 e o 20 250 18 13 40 40 25 -6 DC**11T3%**
S$25Q-SDUCR/L11 e O 25 180 23 17 46 46 32 -6 DC**1173**
S25T-SDUCR/L11 e o 25 300 23 17 46 46 32 -6 DC**11T3**
A16R-SDUCR/L11 * o 16 200 15 14.5 27 27 23 -6 DC**11T3**
A20Q-SDUCR/L11 K e e 20 180 19 13 40 40 25 -6 DC*¥*11T3%**
A25R-SDUCR/L11 K oe e 25 200 24 17 46 46 32 -6 DC**1173**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert DC#*0702%* DC**11T3%*
od 10-16 16-25
“ Screw 160M2.5%5.5 160M3.5x8
(1.0Nm) (2.7 Nm)
o Wrench WTO7IP WT15IP
Insert
e v
DY, ® &
& e & -/ ,
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A126 A129 A129 A129 A184

System code A322 Grade selection A42 Technical info A501 Cutting data A366
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General turning  soring bars

DC** steel boring bar  S-Clamping
SDZCR/L Kr: 85°
ST ]
[ I
54~
8 e
Right hand style
Stock Dimensions [mm] Inserts
Article i
R|L| ed | L h s e f | Dyn | © =2
S$25Q-SDZCR/L11 e o 25 180 23 17 30 6.9 32 -6 DC**11T3**
S25T-SDZCR/L11 ° ° 25 300 23 17 30 6.9 32 -6 DC**11T3%*
S32R-SDZCR/L11 o 32 200 30 22 39 84 40 -6 DC**11T3**
S32U-SDZCR/L11 e e 32 350 30 22 39 8.4 40 -6 DC**11T3%*
S40S-SDZCR/L11 o ° 40 250 37 27 47 9.4 50 -4 DC**11T3**
S40V-SDZCR/L11 ° ° 40 400 37 27 47 9.4 50 -4 DC**11T3%*
A25R-SDZCR/L11 X e e 25 200 24 17 30 4.5 32 -6 DC**11T3**
A32S-SDZCR/L11 % e e 32 250 31 22 39 6 40 -6 DC**11T3*%*
® Ex stock o On demand
* With internal cooling
Spare parts
Insert DC**11T3** DC**11T3**
od 25 32-40
v Screw 160M3.5x10 160M3.5x12
(2.7 Nm) (2.7 Nm)
@ Screw (shim) SM5x8.65XA
- Shim D11BS
o | Wrench (screw) WT15IP WT15IP
( Wrench (shim) WH35L
Insert
e v
N/ S, = u
V-4 - &/ - ,
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A126 A127 A129 A129 A129 A184
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A338



soringbars - General turning

SC** steel boring bar

SSKCR/L Kr:75°

S-Clamping

A e od o7
& L
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R | L od L h S e Dmin 0
S12M-SSKCR/L09 e o 12 150 11 9 26 16 /(0] SC**Q9T3**
S16M-SSKCR/L09 o o 16 150 15 11 325 20 -1 SC**Q9T3**
S16R-SSKCR/L09 o o 16 200 15 1 325 20 -11 SC**Q9T3**
$20Q-SSKCR/L09 o o 20 180 18 13 345 25 -6 SC**Q9T3**
S20S-SSKCR/L09 ° o 20 250 18 13 345 25 -6 SC**Q9T3**
A12K-SSKCR/L09 e o 12 125 11 9 26 16 -10 SC**Q9T3**
A16M-SSKCR/L09 Xk e o 16 150 15 1 325 20 -11 SC**09T3**
A20Q-SSKCR/L09 Sk e o 20 180 19 13 345 25 -6 SC**Q9T3**
S$25Q-SSKCR/L12 o o 25 180 23 17 36.3 32 -8 SC**1204**
S25T-SSKCR/L12 ° o 25 300 23 17 36.3 32 -8 SC**1204**
S32R-SSKCR/L12 o o 32 200 30 22 435 40 -10 SC**1204**
S32U-SSKCR/L12 ° 32 350 30 22 435 40 -10 SC**1204**
A25R-SSKCR/L12 X e o 25 200 24 17 413 32 -8 SC**1204**
A32S-SSKCR/L12 e 32 250 31 22 42.8 40 -10 SC**1204**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert SC**Q9T3** SC**1204%* SC**1204%*
od 12-20 25 32
v Screw 160M3.5%8
(2.7 Nm)
v Screw 160M4x11X 160M4x11X
(3.4 Nm) (3.4 Nm)

@ Screw (shim) SM6x10XA
B Shim $128S
/ Wrench (screw) WT15IP WT15IP WT15IP
¢ | Wrench (shim) WH40L
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A339

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

General turning  soring bars

SC** steel boring bar

Insert
S Y
- o)
|
Finishing Medium Cut Roughing Alum Machining
A134 A135 A136 A136
System code A322 Grade selection A42 Technical info

A340

A501

Cutting data

A366



soringbars - General turning

TC** steel boring bar

STFCR/L Kr:91°

S-Clamping

o2
Right hand style
Stock Dimensions [mm] Inserts
Article sk A
R | L od L h S e Dmin 0 N
‘ y
S12M-STFCR/L11 ° ° 12 150 11 9 30 16 =10 TC**1102%*
S16M-STFCR/L11 o ° 16 150 15 11 35 20 -6 TC*¥*1102%*
S16R-STFCR/L11 ° ° 16 200 15 11 35 20 -6 TC**1102%*
$20Q-STFCR/L11 o o 20 180 18 13 36 25 -3 TC**1102%*
S20S-STFCR/L11 ° ° 20 250 18 13 36 25 -3 TC*¥*1102%*
A12K-STFCR/L11 e ° 12 125 115 9 26 16 -10 TC*¥*1102%*
A16M-STFCR/L11 K e ° 16 150 155 11 30 20 =) TC*¥*1102%*
A20Q-STFCR/L11 Koe e 20 180 19 13 36 25 -3 TC**1102%*
S25Q-STFCR/L16 ° o 25 180 23 17 49 32 -6 TC**16T3**
S25T-STFCR/L16 ° ° 25 300 23 17 49 32 -6 TC**16T3**
S32R-STFCR/L16 e o 32 200 30 22 50 40 -10 TC**16T3**
S32U-STFCR/L16 ° ° 32 350 30 22 50 40 -10 TC**16T3**
S40S-STFCR/L16 o o 40 250 37 27 60 50 -8 TC**16T3**
S40V-STFCR/L16 ° ° 40 400 37 27 60 50 -8 TC**16T3**
A25R-STFCR/L16 K oe e 25 200 24 17 45 32 -6 TC**16T3**
A32S-STFCR/L16 ko e o 32 250 31 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
’ Screw 160M2.5%6.5 160M3.5x10 160M3.5x12
(1.0 Nm) (2.7 Nm) (2.7 Nm)

P | screw (shim) SM5x8.65XA
a Shim T168S
/ Wrench (screw) WTO7IP WT15IP WT15IP
¢ | Wrench (shim) WH35L
System code A322 Grade selection A42 Technical info A501 Cutting data A366
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General turning  soring bars

TC** steel boring bar

Insert
N ‘
e A A & z S
—— —— )
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A141 A142 A143 A145 A143 A187
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A342



soringbars - General turning

VC** steel boring bar  S-Clamping

SVQCR/L Kr:107°30'

S - ed Dmin
\6\{5 PV =1 === = 1
12) 1 L
e . ) \
Right hand style
Stock Dimensions [mm] Inserts
Article sl -
R | L od L h S e Dmin 0 W
S16Q-SVQCR/L11 o o 16 180 15 13 28 22 -6 VC**1103**
S20R-SVQCR/L11 ° o 20 200 18 15 32 26 -4 VC**1103**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert VC**¥1103**
od 16-20
v Screw 160M2.5%6.5
(1.0 Nm)
/ Wrench (screw) WTO7IP
Insert
~
— <O «
Finishing Alum Machining PCBN/PCD
A156 A154 A193
System code A322 Grade selection A42 Technical info A501 Cutting data A366
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General turning  soring bars

VC** steel boring bar  S-Clamping
SVUCR/L Kr:93°
R }
L od Dmin
s —— 1A ————)
s ] I Z
O o :
Right hand style
Stock Dimensions [mm] Inserts
Article sk -
R | L od L h s L, e Dmin 0 3
S16Q-SVUCR/L11 [ o 16 180 15 15 25 25 24 -6 VC**1103**
S20R-SVUCR/L11 ° ° 20 200 18 17 30 30 28 -4 VC**1103**
S40U-SVUCR/L16 o 40 350 37 27 56 56 50 -8 VC**1604**
® Ex stock o On demand
¢ With internal cooling
Spare parts
Insert VC**1103*%* VC**1604**
od 16-20 40
v Screw 160M2.5%6.5 I60M3.5x12
(1.0Nm) (2.7 Nm)
. SM5x8.65XA
@ Screw (shim) (4.0 Nm)
~=— Shim V16BSC
" | Wrench (screw) WTO7IP WT15IP
¢ | Wrench (shim) WH35L
Insert
—_ e <& .
Finishing Medium Cut Alum Machining PCBN/PCD
A156 A156 A154 A193
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A344



soringbars - General turning

VB** steel boring bar S-Clamping

SVQBR/L Kr:107°30'

a) \
Right hand style
Stock Dimensions [mm] Inserts
Article B
R|L | ed L h s e f Dmin | © ——
S32R-SVQBR/L16 e o 32 200 30 22 56 8.4 40 -8 VB**1604**
S32U-SVQBR/L16 e o 32 350 30 22 56 8.4 40 -8 VB**1604**
S40V-SVQBR/L16 e o 40 400 37 27 64 9.4 50 -8 VB**1604**
A32S-SVQBR/L16 kK o o 32 250 31 22 56 8.4 40 -8 VB**1604**
® Ex stock 0 On demand
s With internal cooling
Spare parts
Insert VB**1604**
od 32-40
v Screw 160M3.5x12
(2.7 Nm)
YW | screw (shim) SM5X8.65XA
~=— Shim V16BS
/ Wrench (screw) WT15IP
( Wrench (shim) WH35L
Insert
- - T b N
Finishing Medium Cut Roughing PCBN/PCD
A148 A151 A152 A191
System code A322 Grade selection A42 Technical info A501 Cutting data A366
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General turning  soring bars

VB** steel boring bar S-Clamping

SVUBR/L Kr:93°

\

Right hand style
Stock Dimensions [mm] Inserts
Article sk
R|L | ed L h s e f Dmin | © ——
S32R-SVUBR/L16 e O 32 200 30 22 49 8.4 40 -8 VB**1604**
S32U-SVUBR/L16 ° ° 32 350 30 22 49 8.4 40 -8 VB**1604**
S40S-SVUBR/L16 e o 40 250 37 27 565 94 50 -8 VB**1604**
S40V-SVUBR/L16 e e 40 400 37 27 565 94 50 -8 VB**1604**
A32S-SVUBR/L16 X o ° 32 250 31 22 49 8.4 40 -8 VB**¥1604**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert VB**1604**
od 32-40
W Serew I60M3.5x12
(2.7 Nm)
PV | Screw (shim) SM5X8.65XA
== Shim V16BS
o | Wrench (screw) WT15IP
( Wrench (shim) WH35L
Insert
—~ —- G -
Finishing Medium Cut Roughing PCBN/PCD
A148 A151 A152 A191
System code A322 Grade selection A42 Technical info A501 Cutting data A366
N
A346 v



soringbars - General turning

VB** steel boring bar S-Clamping
SVXBR/L Kr:93°
Qf H h ‘ Dmin _,
- — N
SN g P
d p
L
Right hand style
Stock Dimensions [mm] Inserts
Article B
R|L | ed L h s e f Dmin | © -
S16P-SVXBR/L1102-KR93 o O 16 170 15 12.5 30 72 21 -8 VB**1102%*
S16P-SVXBR/L11-KR93 ¢} ¢} 16 170 15 12.5 30 72 21 -8 VB**1103%*
S20R-SVXBR/L11-KR93 o O 20 187 20 13 22 5.7 25 -8 VB**1103**
$25S5-SVXBR/L16-KR93 o o 25 235 25 19 26 102 32 -8 VB**1604**
S32T-SVXBR/L16-KR93 o o 32 280 32 22 80 1.7 40 -8 VB**1604**
S40M-SVXBR/L16-KR93 ¢} ¢} 40 130 40 27 40 143 50 -8 VB**1604**
S40U-SVXBR/L16-KR93 o o 40 330 40 27 90 143 50 -8 VB**1604**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert VB*¥1102** VB*¥1103** VB*¥1604**
od 16-20 16-20 25-40
v Screw 160M2.5x6.5 160M2.5%6.5 160M3.5x12
(1.0 Nm) (1.0 Nm) (2.7 Nm)
; SM5x8.65XA
@ Screw (shim) (4.0 Nm)
~=—~ Shim V16BS
/ Wrench (screw) WT15IP
€ | Wrench (shim) WH35L
/ Wrench WTO7IP WTO07IP WT15IP
Insert
—— = A A
Finishing Medium Cut Roughing PCBN/PCD
A148 A151 A152 A191
System code A322 Grade selection A42 Technical info A501 Cutting data A366
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General turning  soring bars

CP** steel boring bar

SCLPR/L Kr:95°

S-Clamping

Right hand style
Stock Dimensions [mm] Inserts
Article P
R | L od L h s e Dmin 0
S10K-SCLPR/L06 e o 10 125 9 6 17 12 -7 CP**0602**
S12M-SCLPR/L0O6 o o 12 150 11 8 20 16 -4 CP**0602**
S$16Q-SCLPR/L09 e o 16 180 15 10 29 20 -4 CP**Q9T3**
S20R-SCLPR/LO9 o o 20 200 18 13 35 25 -4 CP**Q9T3**
® Ex stock o0 On demand
s With internal cooling
Spare parts
Insert CP**0602%* CP**Q9T3**
od 10-12 20-25
v Screw 160M2.5%5.5 160M3.5%8
(1.0Nm) (2.7 Nm)
o | Wrench (screw) WTO7IP WT15IP
Insert
=
Finishing Medium Cut Cast Iron
A124 A124 A124
A322 Grade selection A42 Technical info A501 Cutting data A366

System code

A348



soringbars - General turning

DP** steel boring bar  S-Clamping
SDQPR/L Kr:107°30'
s
8 N od Dmin
b S — Bl
® - L oL N\
Right hand style
Stock Dimensions [mm] Inserts
Article sl
"IR|L|ed | L | h| s | e |Dum| © &
S10K-SDQPR/LO7 ° ° 10 125 9 7 20 13 -8 DP**Q702**
S12M-SDQPR/L07 ° ° 12 150 11 9 22 16 -8 DP**Q702%*
S16Q-SDQPR/L07 ° ° 16 180 15 11 27 20 -6 DP**Q702**
$16Q-SDQPR/L11 e o 16 180 15 11 32 20 -6 DP#**11T3**
S20R-SDQPR/L11 o o 20 200 18 13 33 25 -6 DP**11T3**
® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert DP**0702** DP**0702%* DP**11T3**
od 10-12 16 16-20
v Screw 160M2.5%5.5 160M2.5%6.5 160M3.5%8
(1.0 Nm) (1.0 Nm) (2.7 Nm)
/ Wrench (screw) WTO7IP WTO7IP WT15IP
Insert
Finishing
A131
System code A322 Grade selection A42 Technical info A501 Cutting data A366
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General turning  soring bars

DP** steel boring bar  S-Clamping

A

SDUPR/L Kr:93°

(®)]
=
c
S
E Dmin
@ N
Right hand style
B Stock Dimensions [mm] Inserts
Article sl
"IR|L|ed| L | h| s | e |Dum| © &
o S10K-SDUPR/L07 e o 10 125 9 9 18 15 -8 DP**0702**
é S12M-SDUPR/LO7 12 150 11 9 19 16 -8 DP**Q702%*
5 S16Q-SDUPR/LO7 e o 16 180 15 11 25 20 -6 DP**Q702**
® Ex stock o On demand
¢ With internal cooling
Spare parts
C Insert DP**0702%* DP**0702**
od 10-12 16
w Screw 160M2.5x5.5 160M2.5%6.5
(1.0Nm) (1.0Nm)
oy " | Wrench (screw) WTO7IP WTO7IP
=
o
Insert
D Finishing
A131
c
© O
=
c
< £
o O
=
x
[
©
=
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A350
zcc-cT



soringbars - General turning

TP** steel boring bar  S-Clamping

STUPR/L Kr:93°

h Dmil
. ad min
Es) 171 ) DY
| ,.‘

&

Right hand style
Stock Dimensions [mm] Inserts
Article P
R | L od L h S e Dmin 0 A
S10K-STUPR/L09 o o 10 125 9 6 20 12 -6 TP**0902**
S12M-STUPR/L09 e o 12 150 1 8 22 16 -4 TP**0902**
S12M-STUPR/L11 e o 12 150 1 8 25 16 -4 TP*¥1103**
S$16Q-STUPR/L11 e o 16 180 15 10 27 20 -3 TP**1103**
® Ex stock 0 On demand
* With internal cooling
Spare parts
Insert TP**¥0902** TP**¥1103%**
od 10-12 12-16
w Screw 160M2.2x5.5 160M2.5%6.5
(0.8 Nm) (1.0Nm)
o Wrench WTO7IP WTO7IP
Insert
Finishing
A147
System code A322 Grade selection A42 Technical info A501 Cutting data A366
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General turning  soring bars

CC** steel boring bar  S-Clamping

SCFCR/L Kr:90°

Stock Dimensions [mm] Inserts
Article sl
R | L od a b L s e Dmmin E
S10M-SCFCR/L06S25 e O 10 27 25 150 7 30 13 CC**0602**
S12P-SCFCR/L06S25 ° 12 27 25 170 9 35 16 CC**0602**
$16Q-SCFCR/L09S25 e O 16 27 25 180 11 40 20 CC**Q9T3**
S20R-SCFCR/L09S25 ° 20 27 25 200 13 45 25 CC**Q9T3**
S25R-SCFCR/L12S25 e o 25 27 25 200 17 50 32 CC**1204**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert CC**0602** CC**Q9T3** CC**¥1204**
od 10-12 16-20 25
w Screw 160M2.5%5.5 160M3.5%8 160M4x12
(1.0Nm) (2.7 Nm) (3.4 Nm)
% Wrench WTO7IP WT15IP WT20IP
Insert
| 3 7 o v
19 (1
B B 2o &8 u
|
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A116 A119 A121 A122 A121 A180
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A352
zZcc-cT



soringbars - General turning

CC** steel boring bar  S-Clamping
SCLCR Kr: 95°
= B
=
95 = >
stfalsy 0] @’/
3 - L
I
Dimensions [mm] Inserts
Article sz | Stock
od a b L s e Dmin E
S10M-SCLCR06520 o 10 22 20 150 7 30 13 CC**0602**
S12P-SCLCR06520 o 12 22 20 170 9 35 16 CC**0602**
$16Q-SCLCR09S20 ° 16 22 20 180 11 40 20 CC**Q9T3**
S20R-SCLCR09S20 ° 20 22 20 200 13 60 25 CC**Q9T3**
® Ex stock 0 On demand
s With internal cooling
Spare parts
Insert CC**0602%* CC**Q9T3**
od 10-12 16-20
’ Screw 160M2.5%5.5 160M3.5%8
(1.0 Nm) (2.7 Nm)
o Wrench WTO7IP WT15IP
Insert
| ] ’ v
2 8= & &y
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A116 A119 A121 A122 A121 A180
System code A322 Grade selection A42 Technical info A501 Cutting data A366
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General turning  soring bars

CP** solid carbide boring bar  S-Clamping
SCLPR/L Kr:95°
et .
. Ilw Dmin
L —e— 4
L2 L C)
I
Right hand style
Stock Dimensions [mm] Inserts
Article P
R|L | @ od h s L, L, 0
C10M-SCLPR/L06 e o 12 10 9 6 150 17 CP**0602**
C12Q-SCLPR/L06 e O 16 12 11 8 180 20 CP**0602**
C16R-SCLPR/L09 e o 20 16 15 10 200 29 CP**Q9T3**
E16R-SCLPR/L09 o o 19 16 155 10 200 - -2 CP**Q9T3**
C20S-SCLPR/L09 e O 25 20 18 13 250 35 4 CP**09T3**
E20S-SCLPR/L09 ® o 24 20 19.5 13 250 - -2 CP**09T3**
® Ex stock 0 On demand
¢ With internal cooling
Spare parts
Insert CP**0602** CP**Q9T3**
od 10-12 16-20
v Screw 160M2.5%5.5 160M3.5%10
(1.0 Nm) (2.7 Nm)
V Wrench (screw) WTO7IP WT15IP
Insert
D -/
|
Finishing Medium Cut Cast Iron
A124 A124 A124
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A354



soringbars - General turning

CC** solid carbide boring bar  S-Clamping
SCLCR/L Kr:95°
sisms = o
R 0\/@ min
===y
L2 ]
“—’ L1
Right hand style
Stock Dimensions [mm] Inserts
Article P
R| L | @ od h S L, L, 0 E
E08K-SCLCR/L06-09 ke e 9 8 7.5 5 125 = =12 CC**0602**
EO8K-SCLCR/L06-10 S e e 10 8 7.5 6 125 - -12 CC**0602**
E10M-SCLCR/L06 K e e 12 10 9.5 7 150 - -10 CC**0602**
E12Q-SCLCR/L06 K e e 15 12 115 9 180 - -10 CC**0602**
E16R-SCLCR/L06 oe e 18 16 15.5 10 200 = -8 CC**0602**
E12Q-SCLCR/L09 S e e 15 12 11.5 9 180 - -9 CC**Q9T3**
E16R-SCLCR/L09 ke e 18 16 155 10 200 - -10 CC**09T3**
E20S-SCLCR/L09 oe e 24 20 195 13 250 - -8 CC**Q9T3**
E25T-SCLCR/L09 e e 31 25 24 17 300 - -6 CC**Q9T3**
® Ex stock 0 On demand
% With internal cooling
Spare parts
Insert CC**0602** CC**Q9T3** CC**Q9T3**
od 8-16 12 16-25
v Screw 160M2.5%5.5 160M3.5%8 160M3.5x10
(1.0 Nm) (2.7 Nm) (2.7 Nm)
/ Wrench (screw) WTO7IP WT15IP WT15IP
Insert
l ( ¢ | 4
& B8 =g & &4
|
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A116 A119 A121 A122 A121 A180
System code A322 Grade selection A42 Technical info A501 Cutting data A366
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General turning  soring bars

DP** solid carbide boring bar  S-Clamping

SDQPR/L Kr:107°30'

il

Dmin

) DN
%

Right hand style
Stock Dimensions [mm] Inserts
Article P
"JR|L|@ ed | h | s L | L |6 &
C10M-SDQPR/L07 e o 13 10 9 150 20 8 DP**0702
C12Q-SDQPR/LO7 o ° 16 12 11 9 180 22 8 DP**0702
C16R-SDQPR/L07 o o 20 16 15 11 200 27 6 DP**0702
C16R-SDQPR/L11 o o 20 16 15 11 200 32 6 DP*¥11T3**
C20S-SDQPR/L11 () ) 25 20 18 13 250 33 6 DP**11T3**
® Ex stock o On demand
% With internal cooling
Spare parts
Insert DP**0702 DP**0702 DP**11T3%*
od 10-12 16 16-20
v Screw 160M2.5%5.5 160M2.5%6.5 160M3.5%8
(1.0 Nm) (1.0 Nm) (2.7 Nm)
% Wrench (screw) WTO7IP WTO7IP WT15IP
Insert
Finishing
A131
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A356



soringbars - General turning

DC** solid carbide boring bar  S-Clamping
SDQCR/L Kr:107°30
L
S N od Dmin
== ==¢
.ﬁ.r L+ ) ” \
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R|L| @ | od | h s L, L, 0 =2
EO08K-SDQCR/L07 ke e 11 8 7.5 6.5 125 = -12 DC**0702**
E10M-SDQCR/L07 ke ° 12 10 9.5 7 150 - -10 DC**0702**
E12Q-SDQCR/L07 K e e 15 12 115 9 180 - -10 DC**0702*%*
E16R-SDQCR/LO7 Sk e o 18 16 155 10 200 27- -6 DC**0702**
E20S-SDQCR/L07 K o e o 24 20 19.5 13 250 33- -4 DC**0702**
E16R-SDQCR/L11 e ° 18 16 15.5 10 200 - -8 DC**11T3**
E20S-SDQCR/L11 Xk e o 24 20 195 13 250 - -8 DC**11T3**
E25T-SDQCR/L11 Sk e o 31 25 24 17 300 - -6 DC**11T3**
® Ex stock o On demand
s With internal cooling
Spare parts
Insert DC**0702%* DC**11T3*%*
od 8-20 16-25
v Screw 160M2.5%5.5 160M3.5x10
(1.0Nm) (2.7 Nm)
/ Wrench (screw) WTO7IP WT15IP
Insert
— \/
@ (o), (= ™
V- 4 © & & & \
Finishing Medium Cut Roughing Alum Machining Cast Iron PCBN/PCD
A126 A127 A129 A129 A129 A184
A322 Grade selection A42 Technical info A501 Cutting data A366

System code
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General turning  soring bars

DP** solid carbide boring bar  S-Clamping
SDUPR/L Kr:93°
Futmn
h
o od
>
g s —_— : ‘:7 777777777 —
Lz L1 8l
I
Right hand style
Stock Dimensions [mm] Inserts
ats
"JR|L|@ ed | h | s L | L |6 &
C10M-SDUPR/LO7 e o 15 10 9 9 150 18 8 DP**0702**
C12Q-SDUPR/L07 16 12 11 9 180 19 8 DP**Q702%*
C16R-SDUPR/L0O7 o o 20 16 15 11 200 25 6 DP**0702**
® Ex stock o On demand
¢ With internal cooling
Spare parts
Insert DP**0702**
od 15-20
v Screw 160M2.5%5.5
(1.0 Nm)
o Wrench WTO7IP
Insert
Finishing
A131
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A358



soringbars - General turning

DC** solid carbide boring bar

SDUCR/L Kr: 93°

S-Clamping

Dmin

Right hand style
Stock Dimensions [mm] Inserts
Article P
R|L| @ | od | h s L, L, 0 =2
E10M-SDUCR/LO7 L ) o 12 10 9.5 7 150 - =10 DC**0702**
E12Q-SDUCR/L07 ke ° 15 12 11.5 9 180 - -10 DC**0702**
E16R-SDUCR/L07 Xk e o 18 16 155 10 200 - -6 DC**0702*%*
E20S-SDUCR/L07 Sk o o 24 20 195 13 250 - -4 DC**0702**
E16R-SDUCR/L11 XK oo o 18 16 15.5 10 200 - -8 DC**11T3**
E20S-SDUCR/L11 e ° 24 20 19.5 13 250 - -8 DC**11T3**
E25T-SDUCR/L11 ® o o 31 25 24 17 300 - -6 DC**11T3**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert DC*¥0702** DC**11T3**
od 10-20 16-25
v Screw 160M2.5x5.5 160M3.5x10
(1.0Nm) (2.7 Nm)
9 | Wrench (screw) WTO07IP WT15IP
Insert
e v
) (o), = o
Finishing Medium Cut Roughing Alum Machining CastIron PCBN/PCD
A126 A127 A129 A129 A129 A184
A322 Grade selection A42 Technical info A501 Cutting data A366
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General turning  soring bars

TP** solid carbide boring bar  S-Clamping

STUPR/L Kr:93°

/ o=

N ad
> 1 7 o
Vs = )
L2 L ‘ 8l
@ \
A
Right hand style
Stock Dimensions [mm] Inserts
Article P
R|L | @ od h s L, L, 0 A
C10M-STUPR/L09 o o 12 10 9 150 20 6 TP**0902**
C12Q-STUPR/LO9 ° 16 12 11 180 22 4 TP**0902**
C12Q-STUPR/L11 ° 16 12 11 180 25 4 TP**1103
C16R-STUPR/L11 o o 20 16 15 10 200 27 3 TP**1103
® Ex stock o0 On demand
s With internal cooling
Spare parts
Insert TP**¥0902** TP**1103
10-12 12-16
v Screw 160M2.2x5.5 160M2.5%6.5
(0.8 Nm) (1.0Nm)
o | Wrench (screw) WTO7IP WTO7IP
Insert
Finishing
A147
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A360



soringbars - General turning

TC** solid carbide boring bar  S-Clamping
STFCR/L Kr:90°
/ agat

Dmin

V f | \
Right hand style
Stock Dimensions [mm] Inserts
Article sk A
R| L | @ od h S L, L, 0 N
y
EO8K-STFCR/L09 kK o e 11 8 7.5 6 125 = =12 TC**0902**
E10M-STFCR/L09 Sk o o 12 10 9.5 7 150 - -10 TC**0902**
E12Q-STFCR/L11 X o o 15 12 115 9 180 - -10 TC**1102%*
E16R-STFCR/L11 Sk o o 18 16 155 10 200 - -8 TC**1102%*
E20S-STFCR/L11 % o o 24 20 195 13 250 - -8 TC**1102%*
E20S-STFCR/L16 Sk o o 24 20 195 13 250 - -8 TC**16T3**
E25T-STFCR/L16 X o o 31 25 24 17 300 - -6 TC**16T3**
® Ex stock © On demand
¢ With internal cooling
Spare parts
Insert TC**0902%* TC**1102%* TC**16T3**
8-10 12-20 20-25
v Screw 160M2.2x5.5 160M2.5%5.5 160M3.5x10
(0.8 Nm) (1.0 Nm) (2.7 Nm)
/ Wrench (screw) WTO7IP WTO7IP WT15IP
Insert
LA A A & A <
[ —;__‘L? N )
Finishing Medium Cut Roughing Alum Machining CastIron PCBN/PCD
A141 A142 A143 A145 A143 A187
System code A322 Grade selection A42 Technical info A501 Cutting data A366
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General turning  soring bars

TC** solid carbide boring bar  S-Clamping

STFPR/L Kr:90°

/

d Dmin
St D
W L2 L &
I |
7 AN
Right hand style
Stock Dimensions [mm] Inserts
Article sl
R|L | @ od h s L, L, 0 A
E10M-STFPR/L11 kK o o 12 10 9.5 6 150 = -5 TP**1103**
E12Q-STFPR/L11 ko o 15 12 1.5 8 180 - -4 TP**1103**
E16R-STFPR/L11 kK o o 19 16 155 10 200 - -2 TP**1103**
E20S-STFPR/L11 o o 24 20 19 13 250 - -2 TP**1103**
® Ex stock o0 On demand
s With internal cooling
Spare parts
Insert TP**1103**
10-20
v Screw 160M3.0x7.0
(1.8 Nm)
% Wrench (screw) WTO8IP
Insert
Finishing
A147
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A362



soringbars - General turning

VC** solid carbide boring bar  S-Clamping
SVQCR/L Kr:107°30'
i m— =
. N ad .
ﬁ \ \Q,\D'bg p— — — — / Dmin
1% | : !
® L2 L 8 \
Right hand style
Stock Dimensions [mm] Inserts
Article sl -
R| L | @ od h S L, L, 0 W
C16R-SVQCR/L11 o o 22 16 15 13 200 28 -6 VC**1103**
C20S-SVQCR/L11 ¢} o 26 20 18 15 250 32 -4 VC**1103**
® Ex stock o0 On demand
¢ With internal cooling
Spare parts
Insert VC**¥1103**
16-20
v Screw 160M2.5%6.5
(1.0 Nm)
/ Wrench (screw) WTO7IP
Insert
— <O ®
Finishing Alum Machining PCBN/PCD
A156 A154 A193
Cutting data A366

System code A322

Grade selection A42 Technical info A501
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General turning  soring bars

VC** solid carbide boring bar  S-Clamping
SVUCR/L Kr:93°
e
h od Dmin
] !
VS i'|=} ’’’’’’’ — G
& L2 L ol
I
Right hand style
Stock Dimensions [mm] Inserts
Article sl -
R|L | @ od h s L, L, 0 3
C16R-SVUCR/L11 o 24 16 15 15 200 25 6 VC**1103**
E16R-SVUCR/L11 ko o 22 16 15 13 200 - -6.5 VC**1103**
C20S-SVUCR/L11 e o 28 20 18 17 250 30 4 VC**1103**
E20S-SVUCR/L11 % o o 27 20 18 13 250 - -6.5 VC**1103**
E25T-SVUCR/L16 ® o o 35 25 23 20.5 300 = -6.5 VC**1604**
® Ex stock © On demand
% With internal cooling
Spare parts
Insert VC**¥1103** VC**1604**
16-20 25
v Screw 160M2.5%6.5 160M3.5%10
(1.0Nm) (2.7 Nm)
o | Wrench (screw) WTO7IP WT15IP
Insert
—_— - < ®
Finishing Medium Cut Alum Machining PCBN/PCD
A156 A156 A154 A193
System code A322 Grade selection A42 Technical info A501 Cutting data A366

A364



Boringbars - Ge€neral turning

ZNEX solid carbide boring bar

Kr: 95°

SZLNR

S clamping

(224
=
~-
7

)

L

Turning

Stock Dimensions [mm] Insert
Article P
"IR|L|Dm|ed | h | s L | L |6 >
CO06X-SZLNRO4 ° 7 6 55 34 80 - -14 ZNEX0401**
® Ex stock o On demand
* With internal cooling
Spare parts
Insert ZNEX0401**
od 6
W Serew 160M2x3,7
(0,5Nm)
9~ |Wrench (Screw) WTO6IP
C06X** holder
SZLNR Kr: 95°
L,
: ®
D
Stock Dimensions [mm]
Article
D d, L, h
SHSZ1600.06.100 ° 16 6 100 15
® Ex stock o0 On demand
** With internal cooling
Register on our website
and order online now.
Spare parts
[ElEhE
. Screw M4x5SH ] ST
( Wrench (Screw) WH20L Www.zccct-europe.com
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General tu rning Recommended cutting data

Turning insert, negative

Turning

Milling

N

Drilling

O

Technical
Information

Index

a Starting values for cutting speed vc [m/min]
3
o
Brinell g HC (VD)
Material group Composition / structure / heat treatment hardness £ YBC103 YB6315 YBC152
HB £
‘rc% Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 0,1 0,2 0,6 0,1 0,2 0,6 0,1 0,2 0,6
approx. 0,15 % C annealed 125 1 520 420 280 500 400 270 500 400 270
approx. 0,45 % C annealed 190 2 440 360 250 420 340 230 420 340 230
Unalloyed steel approx. 0,45 % C tempered 250 3 350 300 220 330 280 200 330 280 200
approx. 0,75 % C annealed 270 4 340 290 210 320 270 190 320 270 190
approx. 0,75 % C tempered 300 5 300 260 190 280 240 170 280 240 170
annealed 180 6 420 320 200 400 300 180 400 300 180
tempered 275 7 300 250 170 280 230 150 280 230 150
Low-alloyed steel
tempered 300 8 280 240 170 260 220 150 260 220 150
tempered 350 9 250 210 140 230 190 120 230 190 120
High-alloyed steel and high-alloyed annealed 200 10 | 380 | 310 | 210 | 360 | 290 | 190 | 360 | 290 | 190
tool steel hardened and tempered 325 1 | 210 | 180 | 150 | 190 | 160 | 130 | 190 | 160 | 130
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% Si, cannot be hardened 75 24
Cast aluminium alloys < 12% Si, hardenable hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @i, G % 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

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

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




General turning

Recommended cutting data

Starting values for cutting speed vc [m/min]

HC (CVD)

YBC203

YBC252

YBC352

YBM153 YBM253 YBD102 YB7315 YBD152

Feed rate [mm]

0,1 0,4 08

Feed rate [mm]

0,1 04 08

Feed rate [mm]

0,2 05 1,0

Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm]

0,2 04 0,6 0,2 0,4 0,6 0,1 0,3 04 0,1 03 0,5 0,1 0,3 0,5

480 370 230

480 370 230

430 330 220

400 310 190

400 310 190

350 270 180

310 250 160

310 250 160

260 210 150

300 240 150

300 240 150

250 200 140

260 210 130

260 210 130

210 170 120

380 290 170

380 290 170

320 240 150

260 210 140

260 210 140

200 170 120

240 200 140

240 200 140

180 160 120

220 180 110

220 180 110

150 130 90

310 250 170

310 250 170

220 180 130

150 130 100

150 130 100

380 295 210 350 265 180

190 155 120 150 110 65

250 200 150 200 140 80

200 160 130 160 115 70

530 380 220 600 410 220 540 375 210

240 200 150 330 240 150 280 210 140

300 210 145 340 250 160 290 215 140

220 150 105 260 190 120 210 155 100

330 265 220 370 300 230 320 265 210

230 155 100 280 200 120 230 165 100

HC  Coated carbide

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

BL  Cubic boron nitride with low BN content

BH  Cubic boron nitride with high BN content

CN  Si3N4 ceramic

CM  Mixed ceramic

HC;y Coated cermet

BC  CBN with coating

CC  Coated cutting ceramic

CR  Cutting ceramic, primary component aluminium oxide (Al;03), reinforced
DP  Polycrystalline diamond
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General tu rning Recommended cutting data

Turning insert, negative

Starting values for cutting speed vc [m/min]

a
3
o
Brinell 5 HC (CVD) HC (PVD)
Material group Composition / structure / heat treatment hardness £ YBD152C YBG101 YBG102
HB £
‘rc% Feed rate [mm] Feed rate [mm]
= 0,1 03 05 0,1 03 0,6 0,1 03 0,6
approx. 0,15 % C annealed 125 1
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
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 11
ferritic/martensitic annealed 200 12 360 290 200
martensitic tempered 240 13 180 150 110
Stainless steel
austenitic quench hardened 180 14 240 190 140
austenitic-ferritic 230 15 190 150 110
perlitic/ferritic 180 16 570 395 220
Grey cast iron
perlitic (martensitic) 260 17 310 230 150
ferritic 160 18 310 230 150
Cast iron with spheroidal graphite
perlitic 250 19 230 170 110
ferritic 130 20 340 280 220
Malleable cast iron
perlitic 230 21 250 180 110
cannot be hardened 60 22 2000 | 1200 - 2000 | 1200 -
Aluminium wrought alloys
hardenable hardened 100 23 610 420 - 610 420 -
< 12% Si, cannot be hardened 75 24 550 300 = 550 300 =
Cast aluminium alloys <12% Si, hardenable hardened 90 25 360 190 - 360 190 =
> 12% Si, cannot be hardened 130 26 320 170 - 320 170 -
machining steel, PB> 1% 110 27 730 350 - 730 350 -
Copper and copper alloys Cuzn, CuSnZn 90 28 370 | 330 | - | 370 | 330 | -
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29 270 200 - 270 200 =
annealed 200 30 65 45 =
Fe-based alloys
hardened 280 31 60 40 =
Heat-resistant alloys annealed 250 32 60 40 -
Ni or Co bass hardened 350 33 55 35 =
cast 320 34 55 35 =
pure titanium Rm 400 35 100 60 -
Titanium alloys
aand B alloys hardened Rm 1050 36 80 40 -
hardened and tempered 55 HRC 37
Hardened steel
hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

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

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




Recommended cutting data

General turning

Starting values for cutting speed vc [m/min]

HC (PVD) HCy HT
YBS103 YBG105 YB9320 YBG205 YPD201 YNG151C YNG151 YNT251
Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm]
0,1 03 0,6 0,1 03 0,6 0,1 03 0,6 0,1 0,3 0,6 0,1 0,3 0,6 0,1 0,2 04 0,1 0,2 04 0,1 0,2 0,4
510 350 = 510 350 = 510 350 =
430 270 - 430 270 - 430 270 -
330 220 - 330 220 - 330 220 -
320 200 = 320 200 = 320 200 =
280 170 = 280 170 = 280 170 =
400 240 - 400 240 - 400 240 -
290 180 - 290 180 - 290 180 -
240 | 170 - 240 | 170 - 240 | 170 -
220 150 = 220 150 = 220 150 =
340 220 - 340 220 - 340 220 -
180 110 - 180 110 - 180 110 =
360 290 200 360 290 200 360 290 200 320 250 160 360 290 200
180 150 110 180 150 110 190 155 110 170 150 110 190 155 110
240 190 140 240 190 140 250 210 150 230 190 140 250 210 150
190 | 150 | 110 | 190 | 150 | 110 [ 200 | 165 120 | 180 | 150 | 110 | 200 | 165 | 120
430 365 280 430 365 280 430 365 280
390 340 270 390 340 270 390 340 270
360 300 220 360 300 220 360 300 220
340 | 295 | 230 | 340 | 295 | 230 | 340 | 295 | 230
310 260 190 310 260 190 310 260 190
250 210 150 250 210 150 250 210 150
80 65 45 65 45 - 55 35 - 55 - - - 65 45
75 60 40 60 40 - 50 30 - 50 - - - 60 40
70 60 40 60 40 = 50 30 = 50 = = = 60 40
65 55 35 55 35 = 45 25 = 45 = = = 55 35
65 55 35 55 35 - 45 25 - 45 - - - 55 35
110 100 60 100 60 - 80 60 - 70 - - - 100 60
90 80 40 80 40 = 60 40 = 50 = = = 80 40
HC  Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW  Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH  Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HC;y Coated cermet
BC  CBN with coating
CC  Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al;03), reinforced
DP  Polycrystalline diamond
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General tu rning Recommended cutting data

Turning insert, negative

Starting values for cutting speed vc [m/min]

a
3
Brinell g Hw BL
Material group Composition / structure / heat treatment hardness £ YD101 YD201 YCB112
HB £
‘rc% Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 0,05 0,2 0,35 0,1 0,2 0,3 0,1 0,2 0,3
approx. 0,15 % C annealed 125 1
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
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 11
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22 1750 | 1200 | 800 | 1750 | 1200 | 800
Aluminium wrought alloys
hardenable hardened 100 23 510 380 250 510 380 250
< 12% Si, cannot be hardened 75 24 460 320 175 460 320 175
Cast aluminium alloys <12% Si, hardenable hardened 90 25 300 205 110 300 205 110
> 12% Si, cannot be hardened 130 26 270 185 100 270 185 100
machining steel, PB> 1% 110 27 610 410 205 610 410 205
Copper and copper alloys Cuzn, CuSnZn 90 28 | 310 | 250 | 195 | 310 | 250 | 195
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29 225 170 115 225 170 15
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32 180 160 140
Ni or Co bass hardened 350 33 160 140 120
cast 320 34 120 100 80
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37 220 170 130
Hardened steel
hardened and tempered 60 HRC 38 200 160 120
Hard cast iron cast 400 39 200 150 100
Hardened cast iron hardened and tempered 55 HRC 40 200 150 100
Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

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

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




Recommended cutting data

General turning

Starting values for cutting speed vc [m/min]

BL BC BH BL
YCB113 YCB121 YCB131 YCB113C YCB121C YCB131C YCB215 YZB630
Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm]
0,1 0,2 03 0,1 0,2 03 0,1 03 05 0,1 0,2 03 0,1 0,2 03 0,1 03 0,5 0,1 03 05 0,1 03 05
1500 980 400
1250 800 320
300 200 100
300 200 100
160 140 120
140 | 120 | 100
120 100 80
240 180 140 220 170 130 160 120 100 240 180 140 220 170 130 160 120 100 220 170 130
220 180 140 200 160 120 150 120 100 220 180 140 200 160 120 150 120 100 200 160 120
250 150 100 200 150 100 180 120 100 250 150 100 200 150 100 180 120 100 200 150 100
200 150 100 200 150 100 150 120 100 200 150 100 200 150 100 150 120 100 200 150 100
HC  Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW  Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH  Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HC;y Coated cermet
BC  CBN with coating
CC  Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al;03), reinforced
DP  Polycrystalline diamond
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General tu rning Recommended cutting data

Turning insert, negative

Starting values for cutting speed vc [m/min]

Ey
o
Brinell g BC BH ™
Material group Composition / structure / heat treatment hardness £ YZB630C YZB233 CA1000
HB £
‘rc% Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 0,1 03 05 0,3 09 15 0,1 0,6 1.5
approx. 0,15 % C annealed 125 1
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
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 11
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16 1500 | 950 400
Grey cast iron
perlitic (martensitic) 260 17 1250 780 320
ferritic 160 18 - = =
Cast iron with spheroidal graphite
perlitic 250 19 500 300 100
ferritic 130 20 = = =
Malleable cast iron
perlitic 230 21 500 300 100
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% Si, cannot be hardened 75 24
Cast aluminium alloys < 12% Si, hardenable hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @i, G 2 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37 220 170 130 180 150 120
Hardened steel
hardened and tempered 60 HRC 38 200 160 120 140 120 80
Hard cast iron cast 400 39 200 150 100 80 60 40
Hardened cast iron hardened and tempered 55 HRC 40 200 150 100 = = =
Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

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

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




Recommended cutting data General tu rning

Starting values for cutting speed vc [m/min]
cc CN CR
CM1000 CN1000 CS1000 CW1400 CW1800
Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm]
0,1 0,6 15 0,1 0,6 15 0,1 0,6 15 0,1 0,6 15 0,1 0,6 1.5
800 700 600
750 625 500
600 530 450
500 420 350
800 700 600
700 600 500
450 400 350 400 350 300 400 350 300
300 250 200 300 250 200 300 250 200
250 180 150 180 160 140 180 160 140
200 160 140
150 130 100
HC  Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW  Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH  Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HC;y Coated cermet
BC  CBN with coating
CC  Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al;03), reinforced
DP  Polycrystalline diamond
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General tu rning Recommended cutting data

Turning insert, positive
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a Starting values for cutting speed vc [m/min]
3
o
Brinell g HC (VD)
Material group Composition / structure / heat treatment hardness £ YBC103 YB6315 YBC152
HB £
‘rc% Feed rate [mm] Feed rate [mm] Feed rate [mm]
= o1 o2 ]oa |01 ] 02 o0sa|o01]o02] 04
approx. 0,15 % C annealed 125 1 460 400 280 450 390 270 450 390 270
approx. 0,45 % C annealed 190 2 390 340 240 380 330 230 380 330 230
Unalloyed steel approx. 0,45 % C tempered 250 3 310 275 210 300 265 200 300 265 200
approx. 0,75 % C annealed 270 4 300 265 200 290 255 190 290 255 190
approx. 0,75 % C tempered 300 5 260 235 180 250 225 170 250 225 170
annealed 180 6 370 310 190 360 300 180 360 300 180
tempered 275 7 260 220 160 250 210 150 250 210 150
Low-alloyed steel
tempered 300 8 240 210 160 230 200 150 230 200 150
tempered 350 9 210 180 130 200 170 120 200 170 120
High-alloyed steel and high-alloyed annealed 200 10 | 330 | 285 | 200 | 320 | 275 | 190 | 320 | 275 | 190
tool steel hardened and tempered 325 1 | 170 | 160 | 140 | 160 | 150 | 130 | 160 | 150 | 130
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% Si, cannot be hardened 75 24
Cast aluminium alloys < 12% Si, hardenable hardened 90 25
> 12% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys @i, G % 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

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

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




Recommended cutting data

General turning

Starting values for cutting speed vc [m/min]

HC (CVD)
YBC203 YBC252 YBC352 YBM153 YBM253 YBD102 YB7315 YBD152
Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm]
0,1 03 0,6 0,1 03 0,6 0,2 0,4 0,6 0,1 0,2 04 0,1 0,2 0,4 0,1 0,2 04 0,1 0,2 04 0,1 0,2 0,4
430 350 230 430 350 230 390 310 230
360 295 190 360 295 190 315 250 190
280 235 160 280 235 160 230 195 160
270 225 150 270 225 150 220 185 150
235 195 130 235 195 130 185 155 120
340 270 170 340 270 170 290 225 150
235 195 140 235 195 140 170 150 130
220 180 140 220 180 140 150 140 130
190 155 110 190 155 110 130 110 90
280 230 170 280 230 170 180 160 140
130 115 100 130 115 100 = = =
360 340 260 330 300 230
180 170 140 150 130 95
240 220 170 195 170 115
190 175 140 160 140 100
480 345 200 540 370 200 490 340 190
220 180 135 300 220 135 250 190 130
270 210 130 300 230 145 260 200 125
200 150 95 230 180 110 190 140 90
275 240 180 310 260 190 265 230 170
190 145 85 230 170 100 190 140 90

HC  Coated carbide

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

BH  Cubic boron nitride with high BN content

CN  Si3N4 ceramic

CM  Mixed ceramic

HC;y Coated cermet

BC  CBN with coating

CC  Coated cutting ceramic

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

DP  Polycrystalline diamond
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General tu rning Recommended cutting data

Turning insert, positive

Starting values for cutting speed vc [m/min]

a
3
o
Brinell 5 HC (CVD) HC (PVD)
Material group Composition / structure / heat treatment hardness £ YBD152C YBG101 YBG102
HB £
‘rc% Feed rate [mm] Feed rate [mm] Feed rate [mm]
=l o1 o2 oa |01 ] o02]o0sa|o01]o02] o4
approx. 0,15 % C annealed 125 1
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
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 11
ferritic/martensitic annealed 200 12 305 245 205
martensitic tempered 240 13 150 125 100
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
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 - 1800 | 880 -
Aluminium wrought alloys
hardenable hardened 100 23 540 380 - 540 380 -
< 12% Si, cannot be hardened 75 24 500 270 - 500 270 -
Cast aluminium alloys <12% Si, hardenable hardened 90 25 320 170 - 320 170 =
> 12% Si, cannot be hardened 130 26 290 150 - 290 150 -
machining steel, PB> 1% 110 27 660 320 - 660 320 -
Copper and copper alloys CuZn, CusnZn 90 28 330 | 300 | - | 330 | 300 | -
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29 220 175 - 220 175 =
annealed 200 30 60 45 =
Fe-based alloys
hardened 280 31 55 40 =
Heat-resistant alloys annealed 250 32 55 40 -
Ni or Co bass hardened 350 33 50 35 =
cast 320 34 50 35 =
pure titanium Rm 400 35 95 60 -
Titanium alloys
aand B alloys hardened Rm 1050 36 75 40 -
hardened and tempered 55 HRC 37
Hardened steel
hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

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

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




Recommended cutting data

General turning

Starting values for cutting speed vc [m/min]

HC (PVD) HCy HT
YBS103 YBG105 YB9320 YBG205 YPD201 YNG151C YNG151 YNT251
Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm]
0,1 0,2 0,4 0,1 0,2 04 0,1 0,2 0,4 0,1 02 04 0,1 03 0,6 0,1 0,2 04 0,1 0,2 04 0,1 0,2 0,4
470 320 = 470 320 = 470 320 =
400 250 - 400 250 - 400 250 -
300 200 - 300 200 - 300 200 -
290 180 = 290 180 = 290 180 =
245 150 = 245 150 = 245 150 =
370 220 - 370 220 - 370 220 -
255 160 = 255 160 = 255 160 =
200 140 - 200 140 - 200 140 -
185 130 = 185 130 = 185 130 =
285 180 - 285 180 - 285 180 -
150 90 - 150 90 - 150 90 -
305 245 205 305 245 205 305 245 206 270 205 165 360 290 200
150 125 100 150 125 100 160 130 110 145 125 100 190 155 110
200 | 165 | 145 | 200 | 165 145 | 210 | 180 | 155 | 195 165 | 145 | 250 | 210 | 150
160 | 130 | 115 160 | 130 | 115 | 170 | 140 | 120 | 155 130 | 115 | 200 | 165 | 120
390 330 255 390 330 255 390 330 255
355 310 245 355 310 245 355 310 245
330 270 200 330 270 200 330 270 200
310 | 270 | 210 | 310 | 270 | 210 | 310 | 270 | 210
260 220 160 260 220 160 260 220 160
210 170 120 210 170 120 210 170 120
70 | 50 - 60 | 45 - 50 | 35 - 50 - - - 50 | 35
60 45 - 55 40 - 45 30 - 45 - - - 45 30
60 45 - 55 40 - 45 30 - 45 - - - 45 30
66 40 = 50 35 - 40 - - 40 - - - 40 -
66 40 - 50 35 - 40 - - 40 - - - 40 -
100 65 - 95 60 - 75 60 - 70 - - - 75 60
75 50 - 75 40 - 55 40 - 45 - - - 55 40
HC  Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW  Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH  Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HC;y Coated cermet
BC  CBN with coating
CC  Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al;03), reinforced
DP  Polycrystalline diamond
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General tu rning Recommended cutting data

Turning insert, positive

Starting values for cutting speed vc [m/min]

a
3
Brinell g Hw BL
Material group Composition / structure / heat treatment hardness £ YD101 YD201 YCB112
HB £
‘rc% Feed rate [mm] Feed rate [mm] Feed rate [mm]
= 0,1 0,2 03 0,1 0,2 0,3 0,1 0,2 03
approx. 0,15 % C annealed 125 1
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
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 11
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22 1550 | 1050 | 700 | 1550 | 1050 | 700
Aluminium wrought alloys
hardenable hardened 100 23 450 320 200 450 320 200
< 12% Si, cannot be hardened 75 24 400 270 150 400 270 150
Cast aluminium alloys <12% Si, hardenable hardened 90 25 250 170 95 250 170 95
> 12% Si, cannot be hardened 130 26 230 150 85 230 150 85
machining steel, PB> 1% 110 27 550 370 170 550 370 170
Copper and copper alloys Cuzn, CuSnZn 90 28 | 260 | 210 | 160 | 260 | 210 | 160
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29 190 145 95 190 145 95
annealed 200 30 55 30 = 55 30 = - - -
Fe-based alloys
hardened 280 31 55 25 - 55 25 - - - -
Heat-resistant alloys annealed 250 32 45 25 - 45 25 - 180 160 140
Ni or Co bass hardened 350 33 35 20 - 35 20 - 160 140 120
cast 320 34 40 20 - 40 20 - 120 100 80
pure titanium Rm 400 35 60 40 = 60 40 = = = =
Titanium alloys
aand B alloys hardened Rm 1050 36 30 - - 30 = = = = =
hardened and tempered 55 HRC 37 220 170 130
Hardened steel
hardened and tempered 60 HRC 38 200 160 120
Hard cast iron cast 400 39 200 150 100
Hardened cast iron hardened and tempered 55 HRC 40 200 150 100
Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

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

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




Recommended cutting data

General turning

Starting values for cutting speed vc [m/min]

BL BC BH DP
YCB113 YCB121 YCB131 YCB113C YCB121C YCB131C YCB215 YCDA421
Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm] Feed rate [mm]
0,1 0,2 03 0,1 0,2 03 0,1 0,2 03 0,1 0,2 03 0,1 0,2 03 0,1 0,2 03 0,1 0,2 0,3 0,05 0,2 0,4
1500 980 400
1250 800 320
300 200 100
300 200 100
2500 | 2000 250
2500 | 2000 250
2500 | 2000 250
2500 | 2000 250
1000 800 100
650 530 70
650 530 70
400 330 40
160 | 140 | 120
140 120 100
120 100 80
240 180 140 220 170 130 160 120 100 240 180 140 220 170 130 160 120 100
220 180 140 200 160 120 150 120 100 220 180 140 200 160 120 150 120 100
250 150 100 200 150 100 180 120 100 250 150 100 200 150 100 180 120 100
200 150 100 200 150 100 150 120 100 200 150 100 200 150 100 150 120 100
HC  Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW  Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH  Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HC;y Coated cermet
BC  CBN with coating
CC  Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al;03), reinforced
DP  Polycrystalline diamond
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