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Dimension symbols are compliant with ISO13399

The following table shows ISO13399-compliant dimension symbols. Contents corresponding to the sample symbols/notations are shown
below. Tool shape diagrams and stock charts use the symbols and notation examples from the table below.

(1) Inserts (For Turning / For Milling) (2) Tool Holders For Turning
AN Clearance angle major APMX Depth of cut maximum
APMX Depth of cut maximum B Shank width
BS Wiper edge length BD Body diameter
CDX Cutting depth maximum CDX Cutting depth maximum
CHW Corner chamfer width CRKS Connection retention knob thread size
Cw Cutting width DC Cutting diameter
D1 Fixing hole diameter DCB Connection bore diameter
DMIN Minimum bore diameter DCON Connection diameter
IC Inscribed circle diameter DCSFMS | Contact surface diameter machine side
INSL Insert length DMIN Minimum bore diameter
L Cutting edge length DMM Shank diameter
PDX Profile distance ex DN Neck diameter
PDY Profile distance ey GAMF Rake angle radial
PNA Profile included angle GAMP Rake angle axial
RE Corner radius H Shank height
RER Right side corner radius HBH Head bottom offset height
REL Left side corner radius HBKL Head back offset length
S Insert thickness HBKW Head back offset width
w1 Insert width HBL Head bottom offset length
WF Functional width HF Functional height

KDP Groove depth

KWw Keyway width

LF Functional length

LH Head length

LHD Head length

LS Shank length

LSCX Clamping length maximum

LU Usable length

LUX Usable length maximum

WF Functional width
(Turning Insert Example) RE (External Holder Example)

N
o1

.o

Wt L °

957
80° oS -5° Z’OC_HL
L LF
-5
L
(Grooving Insert Example) T i II
4-RE Figure shows right-handed tool.
SHix——ua
L .
(Grooving Tool Holder Example)
| .
§ _CDX o
; LF
© _LH
= T

Notes: The symbols in the above table are compliant with ISO13399 and do not include symbols unique to our company.
As symbols under review are not included, these may change over time.



(3) Cutters / Indexable Endmills

(4) Endmills

APMX Depth Of Cut Maximum APMX Depth Of Cut Maximum
BD Body Diameter CHW Corner Chamfer Width
BDX Body Diameter Maximum DC Cutting Diameter
CBDP Connection Bore Depth DMM Shank Diameter
CRKS Connection Retention Knob Thread Size DN Neck Diameter
cw Cutting Width LF Functional Length
DBC Connection Bore Diameter LFS Functional Length Secondary
DC Cutting Diameter LU Usable Length
DCB Clamping Diameter, Nominal, on Workpiece Side RE Corner Radius
DCON Connection Diameter
DCSFMS | Contact Surface Diameter Machine Side
DCX Cutting Diameter Maximum
DMM Shank Diameter (5) DrIIIS / Reamers
DN Neck Diameter
H Shank Height
KDP Groove Depth BD Body Diameter
KWW Keyway Width BDX Body Diameter Maximum
LBX Body Length Maximum cw Cutting Width
LF Functional Length DC Cutting Diameter
LH Head Length DCB Clamping Diameter, Nominal, on Workpiece Side
LS Shank Length DCON Connection Diameter
LU Usable Length DCSFMS | Contact Surface Diameter Machine Side
OAL Overall Length DF Flange Diameter
RMPX Maximum Ramping Angle DMM Shank Diameter
THUB Hub Thickness LBX Body Length Maximum
LCF Length Chip Flute
LF Functional Length
LFA A Dimension On Lf
LFS Functional Length Secondary
LH Head Length
LPR Protruding Length
LS Shank Length
(Shell Type Example) ~ DESEMS LU Usable Length
S T LUX Usable Length Maximum
afl OAL Overall Length
3 w PL Point Length
WBTHK | Web Thickness
D1 &
DC
DCX
(Endmill Example)
2
2 s
3 z
LF
LH LS
LF

(Modular Type Example)
L11

. T
©

LS2
LF LS
OAL

DCON

(Drill Example)

DCON h6



Notice

Thank you for using the Sumitomo Electric Hardmetal General Catalogue
(Sumitomo/SUMIBORON/SUMIDIA Cutting Tools Catalogue).

This catalogue presents the major items in the As a result ot our ongoing research, product may

Sumitomo Cutting Tools product line.
The catalogue ist organised as follows:
(1) Cutting Tool Grades

(2) Sumitomo Products

(3) SUMIBORON, SUMIDIA Products
Ask for our brochures and pamphlets.

This catalogue is current as of January 2020.

reflect enhancements in qualitiy, performance
and specifications not listed in this catalogue.

To order Sumitomo/SUMIBORON/SUMIDIA
products, contact your nearest Sumitomo Electric
Hardmetal dealer or distributor.

Forinquiries or other requests, feel free to contact
your nearest sales office.

Stock Marking Chart

® : Euro stock item

©

Japan stock item

O : Delivery on request

A : To be replaced by new item

D : Made to order item
E : We cannot produce

Note:

Stocking policy may change without prior notice,
please consult our sales representative for actual
stock situation.

Meaning of Icons

Common

Featured for the first time Shape
in this catalogue V T\ 30°

Grade

ISO
classification ﬂ M m

Stainless Cast Iron

of work . Steel
material: Steel

Non Ferrous Exotic Hardened

Alloy Alloy Steel

Miling Cutter

8mm 4mm /‘50

Endmill

N\

Sharp edge Corner with  Helix angle

honing (ex.)
|
o )
Radius Ballnose
No. of teeth : : Q '
Flutes

7
Max. depth Cutting edge

of cut angle



Insert Selection

Insert Selection

Chipbreaker and Grade Selection

Sumitomo Grades (Turning) ...........cccoceovrvecrerennnes A2
Sumitomo Grades (Milling) ..........ccccccoovviiriircnnnne. A3
Steel Turning Inserts ............cccooeiiiiiiince, A4-7
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Exotic Alloy Inserts.............ccccoevvieieieiiiececece A12-13
Hardened Steel Turning Inserts.................ccccoennne A14-15
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Selection of Sumitomo
Grades (Turning)

Work Material

Classification

lear Resistance ~ > Fracture Resistance

(m)

Stainless Steel

Wear Resistance Fracture Resistance

Wear Resistance <@ Fracture Resistance

Insert
Selection

Coated
Carbide

Small Product Machining

— [ M01[M10 ][ M20 [ M30 | M40
/AC6020
AC6030

C405

Coated
Cermet

AAC1030U/

Cermet

T1500A
T2500A '

Carbide

{ T1000A
{ T 5005;

Uncoated CBN

Wear Resistance @y Fracture Resistance

Coated CBN
. BNC500
Work Material (s X/IVgtr:rial

Wear Resistance > Fracture Resistance

WearResistance <= Fracture Resist.

Classification — [ S01 [ S10 | 20 | S30 || = [ HO1 [ H10 | H20 [ H30 || o NG [ N10 [ N20 | N3O
i AC5015S Carbide
Coated DA90
Carbide - PCD DA150
AAC520 DA1000
By iaoss [LPOMGSRAMGRI)
Carbide EH520 Mate.',-lall WearResistance =g Fracture Resist
Classification — 07 0 ‘ 20 ‘ 0
Coated
,BNC2010 Carbide
L BNC2020 /s (I3l T1000A
Coated CBN EENC']OO (N
[BNC200] can "
BN1000
£ New NCB100 ’F\IAZOOO Work Cemented Carbides and
Material Hard Brittle Materials
‘Jﬂw .. |WearResistance === Fracture Resist.
Uncoated CBN BN7000 ey Classifcation | —— \t 01 [ 10 | 20 t 30t
BNSBOO fonxiof PeD
/_BNX25

A2

W/ /BBNN: 1st Recommendation //: 2nd Recommendation N7 : CVD Coating A\ : PVD Coating

Blank: Uncoated




Work Material

Classification

Wear Resistance < Fracture Resistance

Selection of Sumitomo
Grades (Milling)

(m)

Stainless Steel

Wear Resistance

Fracture Resistance

Wear Resistance = Fracture Resistance

- [PO1[ P10 [ P20 [ P30 [ P40 || = [MO01[M10[M20 [M30[M40|| - [ KO1 | KI0 | K20 | K30
¥ ACP2000 Kacho/ EF ACK2000
j./\CP3000 [AChiz00 ., /\CK3000
Coated {@&%500 ACM@ .. A UU
Carbide Zxen A ACU2500, / ACK100
CK300 ACK200
300 KACP300/ ACK300
-/ T2500A /
Cermet / T250A;
T4500A [T4500A
Carbide A30N @@ W

Uncoated CBN
Coated CBN

BNS800

Work Material

Classification

Wear Resistance = Fracture Resistance

Hardened Steel

Wear Resistance

4~ Fracture Resistance

Wear Resistance €= Fracture Resistance

501 S10

S20 | S30 | S40

HO1 | H10 | H20

H30

- NO1 | N10 | N20 | N30

.OL1000,
Coated
Carbide
£ DL2000
ka0
Carbide EH520
e

Uncoated CBN

fansso,f BN7000

PCD

DA1000

M/ /MBNN : 1st Recommendation //: 2nd Recommendation < : CVD Coating A\ : PVD Coating

Blank: Uncoated
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Insert
Selection

A4

I3 Steel

Turning Insert Selection Guide

Main Chipbreakers

Negative Type | Positive Type
NMU
7] NMU
6~ W NME 3r V
NMU
NME
— v NGE - NSU NMU v NSU
g 4l (Crater- and Wear-Resistant) g oL
3 NGU W NGU 3 &/ w
‘s NGE (Sharper Edge) kS NLB
5 R 5
B 2 meu \V NSU g'r NLU V NLB
NSE
NFE l
Y~ W
0 | 0 | A
0,2 0,4 0,6 0,2 04
Feed Rate (mm/rev) v NFE Feed Rate (mm/rev)
Sub-Chipbreakers
Negative Type Chi
ipbreakers for .
High-Efficiency Machining Strong Edge Chipbreakers
6[ 6[
'g NME E NMX
E E
5 40 5 40
© © NUX
o NGE °
T o NSE S 2t
[ j°
o o
NSX
Il NFE Il Il Il Il Il Il Il Il
0 0,2 0,4 0,6 0,8 0 0,2 0,4 0,6
Feed Rate (mm/rev) Feed Rate (mm/rev)
Chipbreakers for Heavy Cutting
Chipbreakers for Small Depths Wiper Inserts 5t
. 3r . 61 . NHW NHF
£ E E
@) @) NGU-W (&)
k] k] k] | N
g1 227 NSE-W £° = NHU
[ [9) [ \
a a NLU-W aQ NMP NHP
0 0,2 0,4 0,6 0 0,3 0,6 0,9 0 04 08 12 16
Feed Rate (mm/rev) Feed Rate (mm/rev) Feed Rate (mm/rev)
Grades
Fine Finishing to Finishing Finishing to Rough Cutting
(m/min) (m/min)
3 4 00 8015P
5 T1000A 3
3 30 T1500Z < 0
s i e
2 200 @ 200 . AWOVLIIRE
3 [ — <
100 © 400/ AC6030M
”””””””””””” T3000Z AC1030U AC8035P

Finishing

Qo

Continuous Cutting

s Roughing

General Cutting

&=

Interrupted Cutting

Continuous Cutting

Finishing

Qo

) Roughing
= o=

General Cutting Interrupted Cutting



I3 Steel

Recommended Cermet Grades

Grades T1000A / T1500A / T1500Z

T1000A: An uncoated cermet grade designed with wear resistance in mind that provides long tool life and excellent
wear resistance in continuous finishing and profiling applications.

T1500A: Ageneral purpose uncoated cermet grade that provides excellent value for money and delivers improved
finished surface quality while providing good wear and fracture resistance.

T1500Z: Superior turning quality thanks to ,Brilliant Coat*. PVD coating with excellent adhesion resistance. A general purpose
coated cermet grade capable of maintaining high-quality finished surfaces while providing excellent wear resistance.

Performance

T1000A

Exhibits excellent

Wear Resistance Fracture Resistance

Provides excellent fracture resistance i addition to wear resistance,

uo129|as
posu|

E 0,20 Competitor's Cermet wear resistance. T

< (P10) Conventional ]
3 015 e T1000A

i 0.10 T1000A Competitor's Cermet

o (P10) I

= .

~ 0,05 Conventional

5 Grade

o L L L . L L L L

0 5 10 15 20 25 0 1.000 2.000 3.000 4.000 5.000
Cutting Time No. of Impacts

Work Material: 34CrMo4  Insert: NMG120408NSU Work Material: 34CrMo4, Insert: CNMG120408NSU

Cutting Conditions: v¢=320 m/min, f=0,20 mm/rev, ap=1,5mm, dry Cutting Conditions: v¢=230 m/min, f=0,20 mm/rev, ap=1,0 mm, wet

Wear Resistance

Machined Surface Finish

— 0,20 Conventional Grade Beautiful glossy finished
g surfaces after facing.
g 0,15 Competitor's Cermet (P20)
g 0,10
= o T1500A
fey
E 0,05 1,5 times better wear
resistance!
0 5 10 15 20 25 .
Cutting Time (min) T1500A Competitor's Cermet (P20)
Work Material: 34CrMo4 Insert: CNMG120408NLU,

Insert: CNMG120408NSU Work Material: C45,
Cutting Conditions: v¢ = 230 m/min, f = 0,20 mm/rev, ap = 1,0 mm, wet

Cutting Conditions: vc = 150 m/min, f = 0,12 mm/rev, a, =1,0 mm, wet

T1500Z

Wear Resistance Machined Surface Finish

(mm)Q,20 —

< Competitor's Reduces cloudy finish
5 Coated Cermet C tional hined surf

£ 0,15 (P20) onventional on machined surfaces.
% Grade

3 0,10

=

X

g 005 T15002

E 1 1 1

1 1
10 20 30 40 50
Cutting Time

T1500Z

Competitor's Cermet (P20)

Beautiful finished surfaces
even at lower cutting speeds.

T1500Z

Conventional

Competitor's Coated
Cermet (P20)

Work Material: 21NiCrMo2,  Insert: DNMG150408NSU
Cutting Conditions: v¢=150m/min ,f=0,20mm/rev, ap=1,0mm, wet

Work Material: 34CrMo:  Insert: CNMG120408NSU
Cutting Conditions: v¢=230m/min, f=0,20mm/rev, ap=1,0mm, wet

Work Material: H240LA,

Insert: CNMG120408NSU
Cutting Conditions: v¢=100m/min, f=0,15mm/rev, ap=1,0mm, wet

Recommended Cutting Conditions

(Min. - Optimum - Max.)

Work Material Cutting Chipbreaker Grades Depth of Cut Feed Rate Cutting Speed
Process (mm) (mm/rev) (m/min)

Soft Steel Fine Finishing NFA / NFL T1500Z 0,2-0,5—-1,0 0,05-0,15-0,25 150—-280—-400

Finishing NLU T3000Z 0,3-1,0-1,8 0,08-0,20—-0,35 150—280—400

Alloy Steel Fine Finishing NFA / NFL T1500A 0,2-0,5-1,0 0,05-0,15-0,25 100—-200—-300

Carbgn Steel Finishing NSU / NSE T1500A 0,5-1,0-2,0 0,08-0,20—-0,35 100—200—-300

Medium NGU T1500Z 0,8—2,2—4,0 0,15-0,25-0,50 100—200—-300

. Fine Finishing NFA/NFL T1000A 0,2-0,5-1,0 0,05-0,15-0,25 50—150—250

High Carbon Steel S
Carbon Steel Finishing NSU / NSE T1500Z 0,5-1,0-2,0 0,08-0,20—-0,35 50—150—250
Medium NGU T1500Z 0,8—-2,2—4,0 0,15-0,25-0,50 50—150—250

A5
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Steel

Recommended Carbide Grades

Grades AC8015P / AC8025P / AC8035P / AC1030U

Covers a wide range of machining applications from high-speed cutting to interrupted cutting and small lathe machining.

ACB8015P Development of crater damage is suppressed by controlling the orientation of the alumina crystal grains. Achieves long,
stable tool life during high-speed and high feed cutting.

ACB8025P The 1st recommendation grade for turning steel. Surface smoothing technology significantly suppresses adhesion of work
material components. Achieves long, stable tool life with various cutting speeds and work materials.

ACB8035P Tensile stress removal of the coating layer greatly improves fracture resistance. Achieves long, stable tool life during heavy
interrupted cutting.

AC1030U Employs a new PVD coating and a dedicated tough carbide substrate. High-quality cutting edge grade suppresses adhesion
and micro-chipping, realizing excellent machined surface quality.

Performance
AC8015P
Reduced crater damage due to chip abrasion through optimized crystal orientation in the alumina layer.
Conventional Grade -
) 5 min
X M i Crater wear
TiCN | TICN exposed End of tool life progress!

Disoriented Al2O3 Work Material: 100Cr6, 1.3505, External continuous, Insert: CNMG120408NGU
Cutting Conditions: v =300 m/min, f =0,3 mm/rev, a,= 1,5 mm, wet

AC8015P

[ 5 min 17 min
TiCN
Oriented Al,O Minimal wear TiCN exposed End of tool life
- >> Inhibits Alz03 damage Improved crater wear resistance.

Improved tool surface smoothness and significantly reduced adhesion through special surface treatment.
Conventional Grade

= Sl.[facg . Adhesion
j ‘ : resistance ><
- |
‘ = Adhesion Breakage Unable to continue
Ra>0,4pm
Work Material: 25CrMo4, 1.7218, Facing, Insert: CNMG120408NGU
AC8025P Cutting Conditions: vc = 100-300 m/min, f =0,3 mm/rev, a,= 1,5 mm, wet,
Adhesion
resistance
Ra<0,04pm
Normal wear Controlled even wear no end of tool life.
Extremely smooth surface prevents adhesion.

Drastically reduced tensile residual stress in coating through special surface treatment.
Conventional Grade

s o —~ 0,20
» T © 5
X< 025
QE
8 E o030l
0 250 500
o 01 02 03 No. of Impacts Unable to continue
Tensile residual stress in -
TiCN (GPA) Work Material: 34CrMoS34, 1.7226, Interrupted cut, Insert: CNMG120408NGU
Cutting Conditions: vc= 160 m/min, f =0,2-0,3 mm/rev, a,=2 mm, dry
AC8035P
25020
x 2
E E 0,25
0% lgss 8 E 030 |
tensile sress
0 250 500
0 01 02 03 No. of Impacts Able to continue for all
Tensile residual stress in . corners
TiICN (GPA) Cracks difficult to grow >>> excellent toughness



Grades and Chip breaker Selection Guide

General Purpose

1st Recommendation

AC8025P

I3 Steel

1st Recommendation

2,05

NGU 0,257~

Elevated Feed Rate Area General Purpose Tougher Cutting Edge
. NFE/ NS;}‘\ 01 1,56 NSU . 11330 NSX 02, 1?;3
Small Depth @ \;“:/ L — 3%
General NGE_ 5 2250 NGU_/U\ 0,25+ 205 NUX.A oz 212
E:rl;%*;- NMIE  foae 24 NMU [ Z5_ NMX 02502%.20}
o @ i © i &l

Flank Wear

P —

High Speed

Better Wear Resistance

AC8015P

1st Recommendation

NGU

2,05

@u\, P es]
i 7°

Higher efficiency
required

NGE

oz

2,0
0,25

¥

Recommended Cutting Conditions

Chipping

Better Toughness
Interrupted Cut AC8035P
NGU 2,05
0,25«
1st Recommendation Zhs L2
&P 7

. " NUX 2.0

Higher stability A 0,25 15°
required W

(Min. - Optimum - Max.)

WWlari Tl |:(’Zutting Chipbreaker Grade Depth of Cut Feed Rate Cutting Speed
rocess (mm) (mm/rev) (mm/min)

Fine Finishing NFB T1500Z 0,2-0,6-1,0 0,05-0,15-0,25 100-250-400

Soft Steel Finishing NFE AC8015P 0,5-1,0-1,5 0,1-0,25-0,4 260-350-440
Medium Cutting NGU ACB8025P 1,0-2,5-4,0 0,2-0,35-0,5 200-260-320

Roughing NMU ACB8035P 1,5-4,0-6,0 0,3-0,45-0,6 140-180-220

Fine Finishing NFB T1500Z 0,2-0,6-1,0 0,05-0,15-0,25 100-200-300

Alloy Steel Finishing NFE ACB8015P 0,5-1,0-1,5 0,1-0,25-0,4 210-285-360
Carbon Steel Medium Cutting NGU AC5025P 1,0-2,5-4,0 0,2-0,35-0,5 150-190-230
Roughing NMU AC8035P 1,5-4,0-6,0 0,3-0,45-0,6 90-135-160

Fine Finishing NFB T1500Z 0,2-0,6-1,0 0,05-0,15-0,25 50-150-250

High Carbon Steel Finishing NFE AC8015P 0,5-1,0-1,5 0,1-0,25-0,4 170-235-300
Carbon Steel Medium Cutting NGU ACB8025P 1,0-2,5-4,0 0,2-0,35-0,5 130-165-200
Roughing NMU ACB8035P 1,5-4,0-6,0 0,3-0,45-0,6 90-135-160

uo129|as
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Insert

M Stainless Steel

Turning Insert Selection Guide

Selection

A8

Chipbreakers
Negative Type I Positive Type
6,0 [ 4’0 -
- = a0 - V NSU
£ 40| E
5 7 3 " .
O N 7
5 ’ 5 201 ‘--.‘/”NLU
£ g NLB NSU §
Q o
8 20f =7 8 \
1 10|
NSU NLB
(NEF) '
\ VNSU
\ NLU [ |
0 | | | 0
0 0,2 0,4 0,6 0 0,2 0,4
Feed Rate (mm/rev) Feed Rate (mm/rev)
Grades
(m/min)
200
High Speed,
High Efficiency Cutting
3 150 ACeéO20M .
o / | |
[} I I 0
3 : u |
an 1 ,I b
o | , Wide Cutting Range e
£ 100 Rl W T O Fee=a | N R
(3 Small Product . AC6030M ‘\\: 5 Heavy Interrupted Cutting
Machini 0 P i
\\77”7””””1’-\967370M”//fl AN B -7
IO S e . AN AC530U
Finishing )y Fouging
Continuous Cutting General Cutting Interrupted Cutting
M Recommended Cutting Conditions
(Min. - Optimum - Max.)
Cutting Cutting Conditions
Work Material Range Chipbreaker Grade Depth of Cut Feed Rate Cutting Speed
ap (mm) f (mm/rev) V¢ (m/min)
Feritic X6CrAl 13, XBCINIS 180, Finishing NEF (NSU) ACB020M | 0,5-1,5-2,0 | 0,05-0,15-0,25 | 170—230-300
Materials X29CrS 13, X6CrMoS 17, Medium NEG ' NEX - NGU | AC6030M 1,0—2,5-4,0 0,10-0,25-0,40 140-170—-250
cr- X12CrS 13 Roughing NEM AC6040M 1,5-3,5-6,0 0,20-0,35-0,60 | 140—170—200
Based B X12Cr 13, X20Cr 13, Finishing NEF (NSU) AC6020M 0,5-1,5-2,0 0,05-0,15-0,25 120—-180—-240
nglﬁg'c X B e, Medium NEG -NEX-NGU | AC6030M | 1,0-25-40 | 0,10-0,25-0,40 | 100—150—-200
X6CrNi 18 9' Roughing NEM AC6040M 1,5-3,5-6,0 0,20-0,35—0,60 80—130—-180
Austenti X5CrNi 18 10, X2CrNi 19 11, Finishing NEF (NSU) AC6020M 0,5-1,5-2,0 0,05-0,15-0,25 120—-180—-240
ustenitic X2CrNiMo 18 10, X4CrNiMo 17 12.2, } ] i B 8 e
Materials X2CrhiMo 17 122, X5CiNiMo 17 13, | Medium NEG - NEX-NGU | AC6030M 1,0-2,5-4,0 0,10-0,25-0,40 | 100—-150—200
X6CrNiTi 18 10, X70CrMo 15 Roughing NEM AC6040M 1,5-3,5-6,0 0,20-0,35—0,60 80—130-180
NI Two-Phase/ X5CrNi 17 7, X2CrNi 18 9, Finishing NEF (NSU) AC6030M 0,5-1,5-2,0 0,05-0,15-0,25 100—-145-180
T/Ni- | (Austenite X6CrNi 25 20, : . . - - e
Based | Ferrite) X2GrNIMON 17 122, Medium NEG 'NEX NGU | AC6030M | 1,0-2,5-40 | 0,10-0,25-040 | 80-120—160
Materials X6CrNiNb 18 10 Roughing NEM AC6040M 1,5-3,5-6,0 0,20-0,35—0,60 70-100—140
Precivitati X5CrNiCuNb 16 4, X7CrNiAI 17 7, | Finishing NEF (NSU) AC6030M 0,5-1,5-2,0 0,05-0,15-0,25 90-115—-140
H;erfj'g:]; lon acmunlo 2752 Medium NEG -NEX-NGU | AC6030M | 1,0-2,5-40 | 0,10-0,25-0,40 | 70-90—110
9 X2CrNiMoCuN 25 613 Roughing NEM AC6040M 1,5-3,5-6,0 0,20-0,35-0,60 50-80-120




M Stainless Steel

Recommended Grades and Chipbreakers

Grades AC6020M / AC6030M / AC6040M / AC1030U

AC6020M Employes "Absotech Platinum", a new CVD coating. The first recommended grade for continuous stainless steel machining that
achieves a good balance between wear resistance and fracture resistance by combining a hardened substrate with excellent wear

resistance.

AC6030M Employes "Absotech Platinum", a new CVD coating. The first recommended grade for general machining of stainless steel that
drastically reduces the occurrence of abnormal damage, which is a problem in stainless steel machining. Achieves long and stable
machining thanks to the improved coating strength and excellent adhesion.

AC6040M Employes "Absotech Bronze", a new PVD coating and exclusive tough carbide substrate. The first recommended grade for
interrupted machining of stainless steel that drastically improves the reliability in unstable machining thanks to the excellent
adhesion and peel-off resistance of the new PVD coating as well as the improved fracture resistance of the exclusive carbide
substrate.

AC1030U Employes "Absotech Bronze", a new PVD coating with a special tough carbide substrate. Achieving excellent machined
surface quality with a high-quality cutting edge that reduces adhesion and micro-chipping.

Performance
Continuous Cutting (Medium Speed) Continuous Cutting (High Speed)
0,50 - 0,25
Conventlonalf 7

= Grade —

e Comp.A O IS

E 0,40 / /(CVD,/th/ E 0,20

< <

T 030 5 o015

= / / p{ceozom =

g 020 8 0,110

= =

X X

& 0,10 & 005

[T [T

0 10 20 30 0 10 20 30
Cutting Time (min) Cutting Time (min)
Work Material: X2CrNiMo17 13 2 Insert: CNMG 120408 NGU ork Material: X2CrNiMo17 13 2 Insert: CNMG 120408 NGU
Cutting Conditions: vc = 150 m/min, f=0,3 mm/rev, ap=2,0 mm, wet utting Conditions: v¢ = 200 m/min, f=0,3 mm/rev, a, = 2,0 mm, wet
Continuous Cutting Interrupted Cutting
030 ™ Comp.C \ \ \ \
(CVD, M30) ‘
g 0® Conventional AC6030M
£ Grade
= 0,20
kel .
= Conventional
% 0.15 Grade
3 0,10
= AC6030M
(_é“ Comp. D
[ (CVD, M30)
10 20 30 40 50 0 500 1.000 1.500 2.000 2.500
Cutting Time (min) No of Impacts until Breakage

Work Material: X6CrMo17 12 2 Insert: CNMG 120408 NEX Work Material: X6CrMo17 12 2 Insert: CNMG 120408 NGU
Cutting Conditions: vc =200 m/min, f=0,2 mm/rev, gp=2,0 mm, wet Cutting Conditions: v¢ = 100 m/min, f=0,1 mm/rev, a, = 1,0 mm, wet

Continuous Cutting Interrupted Cutting
0,30
VS a0 / / | | | |

£ oas|PYD.M0) AC6040M |
E ' \
£ 020 —
2 Conventional
< Grade Conventional
= 0,15 Grade
2

0,10
= o~ AC6040M
© Comp. F
. O’OS(If (PVD, M40)

0 10 20 30 40 50 0 1000 2000 3000 4000 5000  6.000
Cutting Time (min) No of Impacts until Breakage

Work Material: X6CrMo17 12 2 Insert: CNMG 120408 NGU Work Material: CNMG 120408 NGU Insert: CNMG 120408 NGU
Cutting Conditions: vc = 150 m/min, f=0,2 mm/rev, gp=2,0 mm, wet Cutting Conditions: v¢ = 230 m/min, f=0,23 mm/rev, g, = 0,80 mm, dry
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pasu|

A9



[3 Cast Iron

No
breaker

Feed Rate (mm/rev)

Grey Cast Iron (GG)

(m/min)

Cutting Speed  (vc)

2.000

— 3

Turning Insert Selection Guide
- Chipbreakers
o
5%
(7] . g
= % Negative Type | | Positive Type
G (mm) (mm)
No breaker v 9 JE; 2
6.0 NME NME & |3 60 85
NGZ « 813
. o b
%440 i \\U v A £ S 40l No breaker ‘ B
£ uz\NG NGZ g £ 3
g R 5 |2 g 58
20l 2 | ol 20 [Nhu 2 =]
k £ |5 i, < | £
& |2 NMU 8 |2
N N N D * Il Il Il = ic
0 0,2 0,4 0,6 Sharp Edge Strong Edge 0 0,2 0,4 0,6

Feed Rate (mm/rev)

Grades

Ductile Cast Iron (GGG)

(m/min)

Sharp Edge

High Speed,
Continuous Cutting

1.000

BN7000

Continuous Cutting

500 [FNew s g .
Mill-Scaled Work,
Interrupted Cutting

300

200

- High Speed,

500
Continuous Cutting

300

Cutting Speed  (vc)
S
o

Continuous Cutting

Mill-Scaled Work,
Interrupted Cutting

o) Roughing

Finishing

Qo

Continuous Cutting

S

General Cutting Interrupted C

Recommended Cutting Conditions

&=

Finishing

Qo

Continuous Cutting

e

utting General Cutting

) Roughing

=

Interrupted Cutting

(Min. - Optimum - Max.)

Cutting Conditions
Work Materials Cutting Process Grades Depth of Cut Feed Rate Cutting Speed
ap (mm/rev) f (mm/rev) ve (m/min)

High Speed Cutting BN7000 0,1-0,3-1,0 0,10-0,20-0,50 500-1.500—2.000
Gray Cast Iron Continuous — General AC4010K 0,5-2,0-6,0 0,10-0,25-0,40 200-400-700
(GG-25, etc.) Interrupted AC4015K 0,5-2,0-6,0 0,10-0,30-0,50 180-300-450
Heavy Interrupted AC420K 0,5-2,0-6,0 0,10-0,30-0,60 150-200-300
High Speed Cutting BNC500 0,1-0,2-0,5 0,10-0,20-0,40 150-350-500
Ductile Cast Iron | Continuous — General AC4010K 0,5-2,0-6,0 0,10-0,25-0,40 180-300-450
(GGG-40.3, etc.) Interrupted AC4015K 0,5-2,0-6,0 0,10-0,30-0,50 160-250-400
Heavy Interrupted AC420K 0,5-2,0-6,0 0,10-0,30-0,60 120-170-250
High Speed Cutting BNC500 0,1-0,2-0,5 0,10-0,20-0,40 200-350-500
High-strength | ¢ ntinuous — General AC4010K 0,5-2,0-6,0 0,10-0,25-0,40 160-250-400

Ductile Cast Iron

(GGG-70, etc.) Interrupted AC4015K 0,5-2,0-6,0 0,10-0,30-0,50 140-200-350
Heavy Interrupted AC420K 0,5-2,0-6,0 0,10-0,30-0,60 80-150-220
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[3 castIron

Recommended Grades and Chipbreakers

2w f
Grades AC4010K / AC4015K / AC420K

AC4010K The 1st recommended grade for machining grey cast iron. Adopts an ultra-thick new CVD coating
to realise ultra-high-speed machining at Vc = 700 m/min.

uo129|as
pasu|

AC4015K The 1st recommendation grade for ductile cast iron. New high-adhesion, high-strength CVD
coating realises both wear resistance and chipping resistance.

AC420K  Superior fracture resistance, providing excellent stability in interrupted unstable cutting and when
cutting mill-scaled work.

Performance
AC4010K / AC4015K
Wear Resistance, Gray Cast Iron (GG) Wear Resistance, Ductile Cast Iron (GGG)
o4 c% o4 Competitor %“
£ onventional €
£ 3
c 03 AC4010K
o k=l
s / s AC4015K
5 02 5 02 b-
S AC4010K 2
E 0,1 § 0,1
w w
0 2 ) ‘ 8 10 0 5 10 15 20 2 30
Cutting Time (min)
' [ 12 min |
NGZ AC4010K Conventonal Comptitor NGZ AC4010K NGZ AC4015K Competitor

Work Material: GG-25, Continuous, Insert: CNMG120408 Work Material: GGG-70, Continuous, Insert: CNMG120408
Cutting Conditions: v = 600 m/min, f = 0,4 mm/rev, a,= 2,0 mm, dry Cutting Conditions: v = 140 m/min, f = 0,3 mm/rev, a, = 1,5 mm, wet

AC4010K / AC4015K
Chipping Resistance, Gray Cast Iron (GG) Chipping Resistance, Ductile Cast Iron (GGG)

Minimal Chipping Minimal Chipping

o
d ?
. AC4010K AC4015K Conventional Competitor
NGZ AC4010K NGZ AC4015K NGZ NGZ

Chipping on Flank Chipping on Rake
Surface Surface

NGZ AC4015K

',

Conventional Competitor

Conventional Competitor

Work Material: GG-25, Interrupted, Insert: CNMG120408 ‘ Work Material: GGG-40.3, Interrupted, Insert: CNMG120408

Cutting Conditions: v = 400 m/min, f = 0,3 mm/rev, a, = 2,0 mm, wet Cutting Conditions: v = 450 m/min, f = 0,3 mm/rev, a,= 1,5 mm, wet

AC420K Fracture Resistance

GGG-40.3 Grooved (Heavy Interrupted Acceleration Test) Edge Wear Comparison (After 150s)
AC420K
Competitor's i i
Product D (K15) | | -
w e - .

o | > - AC420K Competitor's Competitor's
Competitor's | reat improvements Product D (K15 Product E (K20
Product E (K20) 3 (K15) (K20)

i !
100 150 200 300 Work Material: GGG-40.3, Toolholder: PCLNR2525-43 Insert: CNMG120408
Tool Life sec. Cutting Conditions: ve = 350 m/min, f = 0,25 mm/rev, a,= 1,5 mm, wet
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E) Exotic Metal

- Chipbreakers
£.9
29 — 1 g "
29 Negative Type W | Positive Type
-0 NEM
n
40 NEM NMU 40 I
NEG \if
—_ s NSI
E ~7 NEG g
§ NEX NMU S, NUP § NSU
o (NUP) S0 |
£ 2,0 — £°
: L ;
NEF K i
(NSv) ‘ﬁ@f
NSU NFC! &
\ \ \ \ ‘
0 0,1 0,2 0,3 0,4 w v 0 0,1 0,2

Feed Rate (mm/rev)

(m/min)

Turning Insert Selection Guide

Grades

Feed Rate (mm/rev)

CBN Grades for
High Speed Finishing

400

N
o
o

BN7000

-
o
o

o
o

Cutting Speed  (vc)

Coated Grade for
Finishing to Rough Cutting

Coated Grade for Medium
to Rough Cutting

Carbide Grade

Carbide Grade

Finishing

Q)

Continuous Cutting

e

=

General Cutting

Recommended Cutting Conditions

Roughing

=

Interrupted Cutting

(Min. - Optimum - Max.)

Work Material Cutting Chipbreakers Grades Depth of Cut Feed Rate Cutting §peed
Process (mm) (mm/rev) (m/min)
Finishing | NEF (NSU) | aSo0103 0,2-0,5-15 0,10-0,12-0,20 50-70-110
Light NEX :ggg;gg 0,5-1,0-3,0 0,10-0,20-0,30 40-60-90
Heat-Resistant Allo
y . AC5015S
Medium NEG s 0,5-2,0-4,0 0,15-0,25-0,30 40-60-90
Rough NMUNEM | 2S30153 1,0-2,0-4,0 0,20-0,25-0,40 30-55-80
Finishing | NEF (NSU) | A'é';g:gs) 0,2-0,5-1,5 0,10-0,15-0,20 50-65-80
Light NEX AC5015S 0,5-1,0-2,5 0,10-0,20-0,25 40-55-70
Titanium Alloy
Medium NEG ( Ag'é'g:gs) 0,5-2,0-3,5 0,15-0,25-0,30 40-55-70
Rough NMUNEM | AC5025S 1,0-2,0-3,5 0,20-0,25-0,30 30-40-50
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E) Exotic Metal

Recommended Grades and Chipbreakers

Grades AC5015S / AC5025S / EH510 / EH520

PVD (Super ZX Coat) grade with excellent wear and thermal Carbides with excellent thermal, wear, and fracture resistance

resistance. for use with exotic alloys. Lineup also includes new chipbreaker

design.

AC5015S The 1st recommended grade for turning exotic alloys EH510 General purpose grade for titanium machining that fea-
as it realises stable tool life with high-speed, high-effi- tures excellent wear and thermal resistance. For applica-
ciency machining. tions from roughing to finishing.

AC5025S High-toughness grade for realising stable tool life for EH520 Tough grade for titanium machining with excellent frac-
interrupted cutting machining or mill-scaled work. ture and thermal resistance. Perfect for interrupted cut-

ting and mill-scaled work.

Performance
AC5015S
Wear Resistance Fracture Resistance
0,5 - 25
Competitor AC5015S 1,5x
— |
€ 04 ! 20
E ! <
|
% 0,3 IConventional % 15
= E
— [ R S S [
§ 0,2 210
S 0,1 Wear 5
w Resistance 219X
0
0 5 10 15 20 25 30 35
Cutting Time (min) AC5015S Conventional Competitor

AC5015S Conventional Competitor AC5015S Conventional Competitor

Work Material: Inconel 718 (44 HRC) Insert: CNMG120408 Work Material: Hastelloy (22 HRC), Insert: CNMG120408
Cutting Conditions: v =40 m/min, f = 0,1 mm/rev, ap= 1,5 mm, wet Cutting Conditions: v = 50 m/min, f = 0,1 mm/rev, ap= 1,5 mm, wet

AC5025S
Wear Resistance Fracture Resistance
0,4 60
Competitor 1 ,5X
= AC5025S 50
g 03 =
= E 40
3
= 02 g
5 = 30
2 2
< £ 20
§ 01 Wear 25x 3
w Resistance Z 10
0 5 10 15 20 25 0
Cutting Time (min) AC5025S Conventional Competitor

.

AC5025S Conventional Competitor AC5025S Conventional Competitor

Work Material: Inconel 718 (44 HRC) Insert: CNMG120408 Work Material: Hastelloy (22 HRC), Insert: CNMG120408
Cutting Conditions: v =40 m/min, f = 0,1 mm/rev, ap= 1,5 mm, wet Cutting Conditions: v = 50 m/min, f = 0,1 mm/rev, ap= 1,5 mm, wet
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Insert
Selection

2} Hardened Steel

Coated SUMIBORON

(m/min)

Turning Insert Selection Guide

Chipbreakers

NSV Type Chipbreaker: For chip control during carburized layer removal
NLV Type / NFV Type Chipbreaker: For chip control during finishing of hardened steel

7.0
6,0~
, <
& \’, NSV (’
£ 50 NSV
3
5 40
(&) .
- .« NLV
. e @
Q.
g NLV
20 < \
na._.t_\/ NFV -
1,00 FV
0 \ \ \
0 0.1 0,2 03

Feed Rate (mm/rev)

Grades

Uncoated SUMIBORON

(m/min)

300

100

Cutting Speed  (vc)

300
BNC100
High-Precision BNC160 _ BN1000 | BNX20
» Machining BNC200 5200 J BNX25
/, BNC2010 3 <
General Purpose Cutting 2% 100 ( General Purpose Cutting
\_ BNC2020 BNC300 3 . BN2000 BN350
0 — AC503U 0
Finishing — Roughing Finishing — Roughing

Qo

Continuous Cutting

=

General Cutting

=

Interrupted Cutting

Recommended Cutting Conditions

Qo

Continuous Cutting

=

General Cutting

=

Interrupted Cutting

(Min. - Optimum - Max.)

Cutting Process Grade Depth of Cut Feed Rate Cutting Speed
(mm) (mml/rev) (m/min)
BNC2010 0,03-0,20-0,35 0,03-0,10-0,20 120-200-300
BNC100 0,03-0,20-0,30 0,03-0,10-0,20 120-200-300
Continuous
Cutting BN1000 0,03-0,15-0,20 0,03-0,10-0,15 100-150-300
BNX10 0,03-0,10-0,20 0,03-0,10-0,15 120-180-300
AC503U 0,03-0,50-1,00 0,02-0,05-0,10 40-70-100
BNC2020 0,03-0,30-0,50 0,03-0,20-0,40 50-130-220
BNC160 0,03-0,20-0,35 0,03-0,10-0,25 120-180-220
General Turning BNC200 0,03-0,30-0,50 0,03-0,10-0,30 50-130-220
BN2000 0,03-0,20-0,30 0,03-0,10-0,20 50-100-200
BNX20 0,03-0,20-0,35 0,03-0,15-0,30 70-130-170
BNC300 0,03-0,20-0,30 0,03-0,10-0,20 50-100-150
Interrupted
Cutting BN350 0,03-0,20-0,30 0,03-0,10-0,20 50-100-150
BNX25 0,03-0,20-0,50 0,03-0,15-0,30 120-160-220
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Recommended CBN Grades and Chipbreakers

BNC2010

Grades

1z} Hardened Steel

BNC2010 / BNC2020 / BN1000 / BN2000

A grade for high-precision machining applicable for finishing requiring good surface roughness and dimensional accuracy.
Provides further improved wear resistance thanks to a newly developed CBN substrate coated with a TiCN layer.
Reduces flank wear and achieves excellent surface finish thanks to newly developed special stable multi-layered coating.

BNC2020 A general-purpose grade applicable to general hardened steel machining.
A newly developed tough CBN-substrate coated with a highly wear-resistant TiAIN layer.
Achieves more stable machining and longer tool life by employing a highly adhesive layer for high chipping resistance.
BN1000 For high speed machining. BN1000 provides the highest wear resistance of all uncoated SUMIBORON grades.
Features improved fracture resistance while still placing a priority on wear resistance.
BN2000 General purpose grade suitable for typical hardened steel machining applications.
Provides a high degree of fracture and wear resistance.
Performance
BNC2010 BNC2020
7
Conventional Coated CBN ___ |
6| A BNC2020
g
=5
3
£ 4 = Conventional coated CBN Conventional
=2 Flank wear occurs 1,8 times
3 coated CBN "th
ﬁc: 3 o /. \\ ‘converﬁional
8 BNC2010 tool life
Y Y o B - e
Z C titor
ompetitors
1 coated CBN _—
]
| | | | | |
0 1,0 2,0 3,0 4,0 0 2,5 5,0

BNC2010

Cutting Distance (km) Reduced flank wear

Cutting Distance (km)

Work Material:

15CrMo5, 58-62HRC, Continuous

Insert:

Work Material:

SCM415-5V, 58-62HRC, Interrupted
CNGA 120412 NC4 (BNC2020)

Insert: DNGA 150408 NC4 (BNC2010)
Cutting Edge Treatment: S01225
Cutting Conditions:

Ve =160 m/min, f = 0,08 mm/rev, ap = 0,1mm, Wet

Cutting Edge Treatment: S01225
Cutting Conditions: Ve =130 m/min, f=0,1 mm/rev, ap = 0,6 mm, Dry

Wear Resistance (Continuous Cutting) Chipping Resistance (Interrupted Cutting)
0,25 _ (Comparison based on conventional BN2000 as 100%.)
E Competltor 1 Breakage BN2000
§0,15 - s ru: BN2000
z L I}
$0,10 | Conventional
= Grade 1
<0,05 |
©
- | | | |
0 2 4 6 8 10 Competitor 1

Cutting Distance (km)

Work Material: 15CrMo5, Round Bar (58-62HRC)
Cutting Conditions: v, = 100 m/min, f=0,1 mm/rev, a,=0,2 mm, Dry

BN1000
__ 0,16
€ Competitor 2
E Conventional
e
=
5 0,08 = )
> Competitor 2
: A
< 0,04
©
[T

0 1 2
Cutting Distance (km)

Tool Life Ratio (%)

Work Material: 15CrMo5, 8V Grooved Material (58-62HRC)

Work Material: 100Cr6, Round Bar (58-62HRC)
Cutting Conditions: v, = 150 m/min, f =0,1 mm/rev, a,= 0,2 mm, Dry

Insert: CNGA120408 NU-2
Cutting Conditions: v, = 150 m/min, f=0,1 mm/rev, a,= 0,2 mm, Dry

uo129|as
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I Non-Ferrous Metal

Insert
Selection

Positive Type |
NAG

E 30

£

3

2 20F

£ NAG

a 1,0+

| | | |
0,1 0,2 0,3 0,4

Feed Rate (mm/rev)

Cutting Speed (m/min)

2.000

1.500

1.000

500

Turning Insert Selection Guide

Chipbreakers

Grades

Depth of Cut (mm)

¢ .6

NLD

2,01 ﬁ
1,5
NGD
1,0
0,5 |\
NLD
—
! 1 !
0 0,1 0,2 0,3

Feed Rate (mm/rev)

Finishing

oW,

Continuous Cutting

e

=

General Cutting

Recommended Cutting Conditions

Roughing

=

Interrupted Cutting

(Min. - Optimum - Max.)

Cutting Cutting Conditions
Category Grades

Process Depth of Cut (mm) Feed Rate (mm/rev) Cutting Speed (m/min)
Continuous

Cutting SUMIDIA DA1000 0,1-0,5-3,0 0,05-0,10-0,20 -2000

General Turning

Interrupted Carbide H1 0,3-1,0-5,0 0,1-0,20-0,5 ~1000

Cutting

A16




Grades DA1000

e Ultra-high-density sintered, ultra-fine diamond particles

Recommended PCD and Carbide Grades

e Significantly improved surface roughness on machined surfaces

e World’s best wear resistance and strength

e Suitable for use with all aluminium and non-ferrous alloys

DA1000 Wear Resistance
I I
sol | et DA1000
I I I
£ 600 - i: ————— i: ——————— J: 7777777
£ | | I
E I I I
T o400
8 I I I
O | | \
Q. | | A
2] | | |
o2l | | |
é I I I
B 200 fomm e d ey
(@) | | |
| | |
i i i
1 1 1
1005 5 10 50 100

Lifetime (min)

Wear Resistance in Turning Applications

0,20 |
016 |- Conventional Grade

0,12 |

0,08 |

Flank Wear Width (min)

0,04 |-

Cutting Distance (km)

) Non-Ferrous Metal

Comparison of Surface Roughness of Nose Radius Cutting Edge

DA1000

Conventional Grade

I

Insert: TPGN160304
Cutting Conditions: v¢ =

800 m/min, f=0,12 mm/rev, a,=0,5mm, wet

Application Examples

H1 + NAG Type Breakers
ADC12 Aluminium Wheel

Excellent adhesion resistance.
Longer tool life.

500
2,0 tool life

250

Output (pcs) / Cutting edge

H1 Competitor's
(NAG) Product

Insert: VCGT160408 NAG (H1)
Cutting Conditions: v = 2000 m/min, f=0,25 mm/rev, a,=2,0 mm, wet

Excellent Surface

Fine Edge

\ \H.,-MI \\ [( ‘\N/lk

.l J '| A

n i i
r\) Iu Il | | | \
' | .";\)J I\(-‘L ;’.I(WJ I‘r‘l J:f\p'él !ﬂL
| [ -,',_l fl

»d*w
/

| L7
Bad Surface ! !

- Rough Edge

Insert: TPGW 160308
Cutting Conditions: vc = 1000 m/min, f=0,15 mm/rev, a,= 0,2 mm, Wet

Wear Resistance in Milling Applications

Flank Wear Width (min)

Competitor's PCD
0,05 -

0,04 Conventional Grade
0,03
0,02 DA1000

0,01

0 10 20 30

Number of Passes

Insert: SNEW1204 ADFR-NF
Cutting Conditions: v¢ =

2000 m/min, f=0,15 mm/rev, a,= 3,0 mm, wet

DA1000

Copper Alloy Bush

Stable surface roughness with no edge breakage (3,2S).
Tool life improved to 3x that of conventional models.

2, 3.000
h=]
(5]
(=2}
=
5 200 3,0 tool life
B
£ 1000
b
=3
o

0
DA1000 Competitor's
(NF) Product

Insert: TPGN160308 NF (DA1000)
Cutting Conditions: v =300 m/min, f=0,07 mm/rev, a,= 0,08 mm, wet

uonyoa|ag
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Insert
Selection

Small Product
Machining

Turning Insert Selection Guide

Grades

Application Range

Work Material
M

M-Class Finishing to Light Cut

Depth of Cut (mm)

G-Class Chipbreaker (Groove Design)

o | c|B |2 |8
Category S_|o_| 5 |B & —| ©_
High Precisi Finish-Light Cut Medumcut |28 8 = 88 5858
[¢] recision Inisn-Lig u edium Cu ga § a 8 % & .(% EI_') ué_ =
%) O 3 £ \3S
ACZ150 O | O O
) NeW=Acs50758 00|00
Coatc(aF(?VCDa)rblde NeW= 450255 O]l O] O| O
AC530U O] ©| OO O
AC1030U O] ©| OO O
|
|
770004 ©| O| O O
t t t
Cermet/Coated Cerme TIROA T IE00E O| 0|0 O
T
\
H7 Ol O] O ©
Carbide [
EH570 O] O] O| © O
| ©
BN1000/BN2000
BN MIBORON T
GENECZOREL) BN7000 ©| O
I
\
SUMIDIA DA71000 O
\
© Preferred Choice O Suitable
Chipbreakers

G-Class Chipbreaker (3D Design)

Depth of Cut (mm)

Depth of Cut (mm)

1 1

0,2 0,4 0,4 0,2 0,4
Feed Rate (mm/rev) Feed Rate (mm/rev) Feed Rate (mm/rev)
Recommended Cutting Conditions
Work Material q - Heat Resistant -
[z Free Cutiing Steel[[J Carbon Steel | M~ Stainless Steel | [ S () Hardened Steel [f]  Auminium |[¥) Brass
Grade Ve (m/min)| f(mmirev) |ve(m/min)| f(mmirev) |ve(m/min)| f(mm/rev) |vc(m/min)| f(mm/rev) |Ve(m/min)| f(mm/rev) |vc(m/min)| f(mm/rev) |vc(m/min)| f(mm/rev)
ACZ150 50-200 | 0,02-0,10 | 50-150 | 0,01-0,08 | 50-150 | 0,01-0,05 70-300 | 0,05-0,20 | 70-300 |0,05-0,20
AC5015S 50-200 | 0,02—-0,15| 50-200 | 0,02—0,10 | 50-200 | 0,02-0,10 | 30-100 |0,02—-0,10 70-300 | 0,05-0,20
AC5 25S 50-200 | 0,02-0,15| 50-200 | 0,02-0,10 | 50-200 | 0,02-0,10 | 30-100 |0,02—-0,10 70-300 | 0,05-0,20
AC530U 50-200 |0,02—-0,15| 50-200 | 0,02—0,10 | 50-200 | 0,02-0,10 70-300 | 0,05-0,20
AC1030U 50-200 |0,02—-0,15| 50-200 | 0,02—-0,10 | 50-150 | 0,02-0,10 70-300 | 0,05-0,20
T1000A 50-200 |0,02-0,15| 50-200 | 0,02—-0,10 | 50-150 | 0,02-0,10 70-300 | 0,05-0,20 | 70-300 |0,05-0,20
T1500A 50-200 |0,02—-0,15| 50-200 | 0,02—0,10 | 50-150 | 0,02-0,10 70-300 | 0,05-0,20 | 70-300 |0,05-0,20
T1500Z 50-200 |0,02-0,15| 50-200 | 0,02-0,10 | 50-150 | 0,02-0,10 70-300 | 0,05-0,20 | 70-300 |0,05-0,20
BN1000 120-300(0,03-0,15
BN2000 50-200 | 0,03-0,20
BN7000 50-200 | 0,05-0,20
DA1000 70-300 | 0,02—-0,10| 70-300 |0,02-0,10
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Turning Insert Selection Guide

Small Product
Machining

Application Range »
]
-~ D
250 [ 53
=)
. AC520 N
200  (° D .| Ac1030U
g Employs "Absotech Bronze", a new PVD coating, with a
E 150 | special tough carbide substate.
g AC1030U Achieving excellent machined surface quality with a
& AC530U high-quality cutting edge that reduces adhesion and
gwryr micro-chipping.
=
© AC6040M
50 |
. y,
Ny ACZ150
High-precision Turning Finishing
- Precision Machining ~~ Finishing -
Cutting Conditions
AC1030U Performance
ﬁ Wear Resistance Roughness
(0]
/ / 0.045 Competitor's 25 Competitor's
— 0,040 fonal 20 Conventional
[0 [ E 003 Acg:doeu 215 Grade
S 0,030 E l\.___./' AC1030U
\ \ % 0025 a0
> 0,020 05
0,015
Material: X5CrNiS18-10, 1.4301 0 50 100 150 0 50 100 150
Insert: DCGT11T302RFY (AC1030U) Cutting Distance (No. of Passes) Cutting Distance (No. of Passes)
Cutting Data: ~ vc=100 m/min, f=0,05 mm/rev, ap=0,1 mm, wet (Qil)
Application Examples
STKM12C-EC, Pipe C45, Stator Shaft
AC1030U Conventional Grade »
=
%’@ §
\ i -

1500pcs, Rz 0,3[1000pcs, Rz>0,45

AC1030U Conventlonal

CCGT060201LFX (AC1030U)
ve = 196 m/min, f = 0,04 mm/rev, ap = 0,4 mm, wet

Insert
Cutting Data:

Insert
Cutting Data:

VCGT110302RFX (AC1030U)
ve=195 m/min, f= 0,12 mm/rev, ap = 0,175-0,25 mm, wet

X5CrNiS18-10, 1.4301, Valve Body

X6Cr17, Sensor Housing

AC1030U Competitor's

Less adhesion Adhesion + chipping

2.000
1.600
[72]
// [ g
2
// 2
5 1.000 800
=
/ 2
s
z
O -
Actozoy  Conyentional

VCGT110301RFY (AC1030U)
ve = 31,5 m/min, f = 0,025 mm/rev, ap = 0,2 mm, wet

Insert:
Cutting Data:

DCGT11T304M NFC (AC1030U)
ve = 50 m/min, f =0,06 mm/rev, ap = 0,2 mm, wet

Insert:
Cutting Data:
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Grades

B2

Coated Carbide

The hardmetal's coating series combines a proprietary tough cemented carbide substrate with a multi-layered
coating for use in high-speed, high-efficiency applications on a wide range of work materials including steel, cast

iron and exotic alloys.

Features

Special Surface Treatment:

Chipping resistance and adhesion
resistance are significantly improved
by special surface treatment applied
to suit the application.

High Strength Alumina Layer:
Significantly improves the coating
strength by controlling crystal
growth direction.

High Hardness Micro-Grain TiCN
Layer:

Significantly improves the coating
hardness by using a fine and uni-
form crystal structure.

High Adhesion Technology:
Significantly improves adhesion
strength through a smooth interface
between the coating and carbide
substrate.

& . R
® Suppresses abnormal damage such as chipping and adhesion. Stable
machining is achieved in various situations.

® Next-level high strength and high hardness coating is achieved. Achie-
ves long, stable tool life even in high-efficiency machining.

Applicable Grades

For steel turning

For stainless steel turning
For cast iron turning

For Milling

Brilliant Coat

ACB8015P, AC8025P, AC8035P
AC6020M, AC6030M
AC4010K, AC4015K
ACP2000, ACK2000

Brilliant Coat provides excellent lubricity for higher quality machining.

® PVD coating with excellent wear resistance and lubricity.

® Suppresses reactions with work material and realises beautiful machined surfaces.

AURORA Coat (DLC : Diamond Like Carbon)

ABS[] TECH New coating technology that realises absolute stability.

PVD

The Proprietary Super Multi-lay-
ered Coating Structure:
Advanced nanotechnology
enables nanometer-level
thickness (1 nanometer is one
billion of a meter)

Hardness, thermal resistance
and toughness are signifi-
cantly improved by alternately
layering one thousand layers
of super thin films.

Cross section of cutting-edge coating

High Adhesion Technology.
Significantly improves adhesi-
on strength through advanced
control technology at the
interface of the coating and
carbide substrate.

® Optimised coating composition according to application. Achieves stable
machining regardless of the work material.

@ Significantly improves chipping resistance by improving coating adhesion
strength. Stable machining is realised even under high load conditions.

Applicable Grades
For stainless steel turning AC6040M
For exotic alloy turning AC5015S, AC5025S
For small lathes AC1030U
For Milling AC2500, ACP3000, ACK3000
PVD
Work Material: ~ STKM13A
Insert: CNMG120408NLU

ve: 100 m/min
f: 0,15 mm/rev
ap: 1,0 mm, wet

Cutting Conditions:

Brilliant Coat Conventional Coating

Applicable Grades

For steel turning T1500Z

PVD

Using our proprietary PVD process tech nology, we have developed a hydrogen-free DLC coating that is extremely hard and smooth.

® Second only to diamond in terms of hardness, this smooth coating has a low coefficient of friction and

provides excellent adhesion resistance to deliver better-quality machined surfaces.

® Can be used for high-speed, high-efficiency cutting of aluminium alloys, copper alloys, resins, and more.

AURORA Coat

Comparison of Cutting Edge Adhesion After Cutting ADC12

Adhesion of Aluminium

Work Material : ADC12
Cutting Conditions: v¢ : 300 m/min
fi: 0,15 mm/t
a,= @a.: 5mm, dry

Uncoated

Applicable Grades

For Milling DL1000, DL2000
For Endmilling DL1000, DL1200
For Drilling DL1300, DL1500



CVD Coating Series

Characteristic Values

2, For Turning (CVD)

Coated Carbide

Class Grade H?'[I(g%ss TRS (GPa) | Coating Type CoanngsznI:;ckness Characteristics Old Grades
Super A P10 grade with excellent wear resistance that features stability and
AC810P 91.0 22 18 longer tool life. Utilises a special carbide substrate with Super FF Coat for | AC700G
’ ’ FF Coat
oa high to medium speed cutting.
New For high-speed and high-efficiency machining of steel.
Crystal orientation control technology is used to drastically suppress the
ACB8015P 91,0 23 Absotech 14 advancement of crater wear, achieving long, stable tool life during high- AC810P
speed and high-feed cutting.
Super A P20 grade that features stability and longer tool life. Employs special
AC820P 90,1 2,2 FE G 14 carbide substrate and Super FF Coat to improve on P20 wear and fracture | AC2000
oat resistance.
A P20 grade that drastically reduces the occurrence of abnormal
AC8025P 90,1 2,3 Absotech 12 damage and achieves long and stable tool life by employing a AC820P
special carbide substrate and the new Absotech Platinum coating.
Super Stable long-life grade employs special tough, carbide substrate and Super
AC830P 89,4 2,6 8 FF Coat. Improves on P30 grade fracture resistance and approaches P20 AC3000
FF Coat grade in terms of wear resistance.
{ﬁg@} For interrupted machining of steel.
Coating layer tensile stress removal technology greatly improves fracture
ACB8035P 89,4 2,6 Absotech 9 resistance and achieves long, stable tool life during heavy interrupted AC830P
cutting.
Super A high efficiency M10 grade featuring improved wear resistance during
AC610M 91,0 2,2 FE G 5 stainless steel cutting. Employs special, ultra-hard substrate and thin —
oat Super FF Coat.
An M20 grade that maintains wear resistance in stainless steel machining
while drastically reducing the occurrence of abnormal damage by
AC6020M 90'1 2'3 Absotech 5 employing a special carbide substrate and the new Absotech Platinum AC610M
M coating.
The first recommended grade for general machining of stainless steel
that drastically reduces the occurrence of abnormal damage in stainless
AC6030M 89*5 2'7 Absotech 5 steel machining and achieves long and stable tool life by employing a new AC630M
coating: Absotech Platinum.
Super A general purpose grade featuring improved wear and fracture resistance AC304
AC630M 89,5 2,7 FF Coat 5 during stainless steel cutting. Utilises a special tough carbide substrate
(el with a thin Super FF Coat.
Super Employs an ultra-hard substrate and ultra-hard Super FF Coat to provide
AC405K 92,0 2,4 FF Coat 18 excellent resistance to wear and plastic deformation. Suitable for high- AC410K
oa speed continuous cutting of cast iron.
1st recommended grade for turning grey cast iron.
For high-speed cast iron milling.
AC4010K 91,1 2,5 Absotech 20 New thick coating realizes stable long tool life even with ultra-high-speed AC405K
machining of grey cast iron at ve = 700 m/min.
New 1st recommended grade for turning ductile cast iron.
New high-adhesion, high-strength coating realises high wear resistance
AC4015K 91,1 2,5 Absotech 16 and chipping resistance for stable long tool life over a wide range of AC415K
cutting conditions.
S Employs a special dedicated ultra-hard substrate that is also suitable for
uper interrupted cutting and ultra-hard Super FF Coat to provide stability and long
AC415K 91 '1 2'5 FF Coat 18 tool life in a wide range of processes. First recommended grade for cast iron AC410K
turning.
Super A new, extremely versatile grade that can be used for rough, interrupted
AC420K 91,1 2,5 FE G 12 cutting of ductile and grey cast iron. Employs special, ultra-hard carbide AC700G
oat substrate and Super FF Coat to provide stability and long tool life.
For Milling (CVD)
Class Grade H?'[%Ae)ss TRS (GPa) | Coating Type Coatm%anI:;ckness Characteristics Old Grades
Super A grade that employs a tough carbide substrate and thin-layer Super FF
ACP100 89,3 3,1 FF Coat 6 Coat to provide superior thermal crack and wear resistance in high-speed AC230
03 milling of steel.
New For high-speed machining of steel. Stable long tool life with high-speed
ACP2000 89,5 3,2 Absotech 10 machining is realized by adopting a tough carbide substrate and a new ACP100
coating with excellent thermal crack resistance.
Super A grade ideal for hardened steel machining that provides excellent wear
M ACM200 89,8 3,4 FF Coat 6 and heat resistance by employing a newly-developed ultra-hard carbide AC230
oa and Super FF Coat.
Super A grade that employs a high-strength carbide substrate and Super
ACK100 9210 214 FF Coat 6 FF Coat to provide excellent wear resistance in high-speed milling. -
Super A grade that employs a tough carbide substrate and thin-layer Super FF
ACK200 91,7 2,5 FF Coat 6 Coat to provide superior thermal crack and wear resistance for high-speed AC211
0a milling.
New For high-speed cast iron milling. Stable long tool life with high-speed ACK100
ACK2000 91,7 3,1 Absotech 10 machining is realized by adopting a tough carbide substrate and a new
coating with excellent thermal resistance. ACK200

sopels
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Coated Carbide

Characteristic Values

&\ For Turning (PVD)

PVD Coating Series

Hardness

TRS

(Coating Thickness

Class Grade Coating Type Characteristics Old Grades
(HRA) (GPa) o (um)
T1500Z Brilliant Brilliant Coat* PVD coating gives excellent lubricity for higher quality
92,0 2,2 Coat* 3 machining. General-purpose coated cermet grade that can maintain high- T2000Z
(Cermet) oa quality machined surfaces and also gives excellent wear resistance.
T(3C0e?n(:ezt) 91,3 2,4 ZX Coat 3 An ultra-reliable coating grade with tough cermet substrate. —
s For interrupted and general steel cutting.
uper Utilizing the super multi-layered PVD coating of nanometre thick TiAIN
AC530U 91 '4 3’3 ZX Coat 3 and AICrN layers, coupled with a fine-grained super tough substrate for ACZ310
excellent fracture resistance.
The first recommended grade for interrupted machining of stainless steel that
drastically improves the reliability in unstable machining thanks to the excellent
AC6040M 91,6 3,8 Absotech 3 adhesion and peel-off resistance of the new Absotech Bronze PVD coating, | AC530U
as well as the improved fracture resistance of the exclusive ultra-hard carbide
M substrate.
s Heavy interrupted machining and stainless steel machining.
uper Utilizing the super multi-layered PVD coating of nanometre thick TiAIN
AC530U 914 33 ZX Coat 3 and AICrN layers, coupled with a fine-grained super tough substrate for ACZ310
excellent fracture resistance.
Finishing to medium cutting of exotic alloys.
AC510U 92,6 2,6 Ziuger 3 Utilizing the super multi-layered PVD coating of nanometre thick TiAIN and EH510Z
oat AICrN layers. Superior wear and heat resistance, and stable, long tool life. EH10Z
New The first recommended grade for turning exotic alloy.
Adopts a carbide substrate with excellent thermal resistance and a new coating
AC5015S 92,7 3,2 Absotech 5 with excellent wear resistance and chipping resistance, realizing stable long AC510U
tool life over a wide range of cutting conditions.
Medium to rough cutting of exotic alloys.
AC520U 917 30 Super 3 Utilizing the super multi-layered PVD coating of nanometre thick TiAIN and EH520Z
’ ’ ZX Coat AICrN layers. Superior wear and heat resistance, and stable, long tool life
. a . EH20Z
even in interrupted cutting.
New For partially interrupted to interrupted machining of exotic alloy.
Adopts a carbide substrate with excellent fracture resistance and a new
AC5025S 91,8 3,6 Absotech 5 coating with excellent wear resistance and chipping resistance, realizing AC520U
stable long tool life with unstable cutting conditions.
For hardenend steel.
Super Utilizing the super multi-layered PVD coating of nanometre thick TiIAIN
AC503U 93'2 1 ‘7 ZX Coat 3 and AICrN layers, coupled with an ultra-hard substrate for excellent wear -
resistance.
For small tools, and high-precision finishing to general finishing
applications.
ACZ150 91 '4 3*3 ZX Coat 1 TiN ultra-thin coating and fine-grained, super tough substrate combine to -
Small give good edge sharpness and superior cut finish.
Product
Machining For precision machining that supports a wide range of work materials.
Employs the new "Absotech Bronze" coating with excellent adhesion
AC1030U 91 ‘6 3’8 Absotech 2 and peel-off resistance to deliver excellent machined surface quality with -
improvements in cutting edge quality and superb stability.
S -
£0¢ For Milling (PVD)
Class Grade Haﬁgn:ss 'E;F'{DS l\gam Coatn:g Coaling Thickness Characteristics Old Grades
o (HRA) (GPa) omponents (um)
New. General purpose grade supporting steel, stainless steel and cast iron
machining. Adopts a carbide substrate with excellent fracture resistance
ACU2500 91,6 3.8 Absotech 3 and wear resistance, plus a new coating with wear and chipping resistance, -
realizing stable long tool life with various work material grades.
S For general machining of general and die steel.
uper Employs PVD coating consisting of multiple nanometre-thin layers. A
ACP200 89'5 312 ZX Coat 3 general grade that achieves a good balance between fracture resistance ACZ330
and wear resistance when combined with an exclusive tough substrate.
s For interrupted machining and stainless steel machining.
uper Employs PVD coating consisting of multiple nanometre-thin layers.
ACP300 89'3 3’1 ZX Coat 3 Provides excellent fracture resistance when combined with an ultra-tough ACZ350
substrate.
New. 1st recommended grade for milling steel. Carbide substrate with excellent ACP200
thermal crack resistance, plus a new coating with excellent wear and
ACP3000 89'5 3’2 Absotech 3 chipping resistance, realizes stable long tool life over a wide range of ACP300
cutting conditions.
Super A grade that provides excellent wear resistance by employing an ultra-hard
ACM100 914 33 ZX Coat 3 fine-grained carbide and New Super ZX Coating. ACZ310
M s The first recommended grade for stainless steel machining that achieves
uper a good balance between wear resistance and fracture resistance by
ACM300 89,8 3.4 ZX Coat 3 emp[oying a newly-developed ultra-hard carbide and New Super ZX -
Coating.
ACK300 91.4 33 Super ZX Coat 3 General-purpose grade with an excellent balance of wear and fracture ACZ310
’ ’ p resistance.
5@% 1st recommended grade for milling cast iron. Adopts a high thermal
conductivity carbide substrate and a new coating with excellent wear and
ACK3000 91,7 3,1 Absotech 3 chipping resistance, realizing stable long tool life over a wide range of cast ACK300
iron machining operations.
AURORA Coat For milling non-ferrous metal, utilizing DLC coat with a low coefficient of
DLv;l 000 92'9 2’1 (DLC Coat) 0'5 friction and excellent adhesion resistance. -
e\
NL2000 916 38 AURORA Coat 05 For milling non-ferrous metal, utilizing DLC coat with a low coefficient of
’ ’ (DLC Coat) ’ friction and excellent adhesion resistance. -

*There may be minor differences in the colour tone/lustre of Brilliant Coat grades due to the interference of light. Such differences have no effect on performance.




finishing needs.

applications.

Characteristics

Uncoated Cermet

TiC / TaC (Titanium Carbide)

Cermet

Uncoated Cermet

Various grades and expanded lineup of catalogue items meet a wide range of

Lineup includes wear-resistant T1000A, general purpose T1500A, general purpose
coated cermet T1500Z and tough T2500A.
Significantly expanded lineup of catalogue items for a wide variety of finishing

T1000A High Speed Finishing Grade

High speed finishing grade with excellent wear resistance.
- Improved wear and fracture resistance.
- Solid solution hard phase reduces reaction with steel.
- Perfect for high-speed continuous finishing of steel, cast iron and powdered metal.

Uncoated Cermet

T1500A New General Purpose Grade
General purpose cermet grade that provides both wear and
fracture resistance with better qualitiy finished surfaces.

- Mixing hard phases of different functionality, grain size and

compositions improves balance of wear and fracture resistance.
- Reduces adhesion of work material for beautiful finished surfaces.

Coated Cermet

T2500A

Tough grade with excellent fracture resistance and thermal
crack resistance.
- Fine, uniform grain structure greatly improves toughness
- Improves thermal crack resistance due to the high thermal conductivity
and realizes long stable tool life.

T1500Z New General Purpose Grade
General purpose coated cermet grade that employs new
Brillant Coat* PVD coating with excellent lubricity.
- Excellent wear resistance provides long tool life.
- Reduces adhesion of work material for beautiful finished surfaces.

Characteristic Values
For Turning
Hardness } Coating L
Class Grade (HRA) TRS (GPa) Coating Type Thickness (um) Characteristics Old Grades
Uncoated cermet grade with excellent wear resistance that provides
good cost efficiency. Demonstrates excellent wear resistance in
T1000A 93,3 1,8 - - continuous finishing applications, and stable finishing of cast iron and T110A
sintered alloy as well as steel.
A general purpose grade that employs a substrate with improved
T1500A 92,0 2,2 — — balance of fracture and wear resistance to deliver superior T1200A
finished surfaces in a wide variety of cutting conditions.
ﬂ New For interrupted machining of steel.
Fine, uniform grain structure greatly improves toughness,
T2500A 91,8 24 - - realizing long tool life and excellent surface finish even with -
interrupted cutting.
PVD Brilliant Coat's* new PVD coating gives excellent lubricity for higher
quality machining. General-purpose coated cermet grade that can
T1500Z 9210 212 Brilliant Coat* 3 maintain high-quality machined surfaces and also gives excellent T2000Z
wear resistance.
T3000Z 91,3 2,4 Z;\élt:))at 3 An ultra-reliable coated grade with tough cermet substrate. —
Exclusive uncoated cermet grade with excellent cost efficiency
E T1000A 93'3 1 '8 - - suitable for cast iron finishing, which requires high hardness. T110A
For Milling
Hardness ! Coating L
Class Grade (HRA) TRS (GPa) Coating Type Thickness (um) Characteristics Old Grades
A general-purpose grade that employs a substrate with an improved
T1500A 92,0 2,2 — — balance between fracture and wear resistance to deliver superior T1200A
E finished surfaces in a wide variety of cutting conditions.
T250A 91,4 2.1 — — Tough cermet grade with enhanced crack advancement resistance. —
{@ For finishing of steel and stainless steel.
2500A 91,8 2,2 — — Fine, uniform grain structure greatly improves toughness, T250A
realizing long tool life and excellent surface finishing.
For finishing of steel and stainless steel.
T4500A 91,0 2,3 — — Tough grade with excellent fracture resistance and reduced —
thermal cracking.

*There may be minor differences in the colour tone/lustre of Brilliant Coat grades due to the interference of light. Such differences have no effect on performance.
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Grades

WC (Tungsten Carbide)

»lgetalloy”

Igetalloy carbides have a solid history and a big variety of grades to suit many different applications. They
are widely used and appreciated for their superior performance.

The Igetalloy line-up consists of carbide cutting tools that are available in a variety of different structures and compositions,
each differing in terms of WC grain size and containing varying amounts of CO binder and TiC, TaC, and other double carbide
components. The wide selection enables excellent wear resistance and toughness with a variety of work materials and cutting
conditions.

@ For Steel

Pl

Characteristic Values
Application Grade Hardness TRS Young's Modulus | Thermal Cor;nductivity Compressive Strength Linear—ThgrmaI Expaension
(HRA) (GPa) (GPa) (W/m-°C) (GPa) Coefficient (X 104°C)

ST10P 92,1 1,9 470 25 4,9 6,2

ST20E 91,8 1,9 550 42 4,8 52

ﬂ A30 91,3 2,1 520 — — 5,2

A30N 91,2 2,2 520 — — —

ST40E 90,4 2,6 — 75 — —

EH510 92,6 2,6 = — — —

EH520 91,7 3,0 — — — —

M A30 91,3 2,1 520 — — 5,2

A30N 91,0 2,4 — — — —

BL130 94,3 2,9 = = = =

H2 93,2 1,8 600 105 6,1 4,4

H1 92,9 2,1 650 109 6,1 4,7

m EH510 92,6 2,6 — — — —

H10E 92,3 2,0 = 67 = =

EH520 91,7 3,0 — — — —

G10E 91,1 2,2 620 105 5,7 =

m H1 92,9 2,1 650 109 6,1 4,7

**H20 91,6 38 — = — -

EH510 92,6 2,6 — — — —

B EH520 91,7 3,0 — — — —




to other conventional tool materials, CBN has higher hardness and excellent heat

resistance.

CBN (Cubic Boron Nitride)

SUMIBORON

High hardness and heat resistance for cutting high hardness steel and hard
cast iron. Long tool life with high-speed finishing of grey cast iron.

In 1977, Sumitomo Electric Hardmetal successfully developed a revolutionary CBN sintered
tool - SUMIBORON. The main component in SUMIBORON is Cubic Boron Nitride with a
special ceramic binder sintered under super high pressure and temperature. As compared

With these distinct characteristics, SUMIBORON can perform machining of hardened
steel, high hardness cast iron and exotic metals where previously only grinding was done.
Furthermore, excellent efficiency and longer tool life can also be achieved from high
speed machining of cast irons.

Characteristics
Classifications Structure CBN Content |Hardness (GPa) Grades Application Characteristics
) Containing no binder, the nano-to sub-micron
Purely CBN High 54 Cast Iron, Titanium CBN particles have a directly bonded structure.
artic)IIes firml A A NCB100 Alloy, Pure Titanium, | The high hardness and thermal conductivity
E ’ Y Co-Cr-Alloy, Cemented | make it highly efficient with a long tool life when
onded A . f R
Carbide, Cermet machining exotic alloys such as titanium alloys
and Co-Cr alloys.
Carbide, Chilled cast . ’
Mainly CBN BN700 iron, Ni-Hard cast High carbon content. St_ructure consists of
) BN7000 ) ) strongly fused CBN grains.
grains fused BN7500 iron,Heat-resistant alloy, Suited t i ti heat istant all
Sintered ferrous alloy ultra-hard alloy, and other hard materials.
Mainly CBN BN1000, BN2000, BN350 | Alloy steel, Case CBN grains are fused together strongly with a
rainsy held BNX10, BNX20, BNX25 hardened steel, Carbon | special ceramic binder.
tgo ether with a |K v v BN500, BN2010, BN2020 | tool steels, Bearing Strong CBN binding force gives superior
bigder e 27 BNC300, BNC100, BNC160 | steel, Die steel, Ductile | wear resistance and toughness when cutting
Low BNC200, BNC500 cast iron hardened steel and cast iron.
Grade Range Map
L . ) Finishing — Light Rough — Heavy
Class Application High-speed Cuttin : i i )
pp! gh-sp g Cutting Medium Cutting Cutting
Classification — HO1 H10 H20 H30
BNC2010 /
Coated BNC2020 BNC300 /|
SUMIBORON BNC100 BNC160
BNC200
BN1000
Uncoated :
SUMIBORON BN2000
BNX10 ? BNX20 / BNX25,BN350 /
£ Classification — 01 10 20 30
8 o
= C
_aaé-’ é_ Uncoated BN7500
1%} 8 SUMIBORON BN7000
Classification — K01 K10 K20 K30
Coated *
SUMIBORON BNCS00
e i
m £ FNCB100 7
Uncoated BN§OO
SUMIBORON BN7000
BNS800 /
Classification — S01 S10 S20 S30
New F
B =25 NCB100 /
Uncoated
SUMIBORON BN7000
BNS800 /

* Dedicated for Ductile Cast Iron.

sopels

B7



Grades

B8

CBN (Cubic Boron Nitride)

SUMIBORON

Characteristic Values
. Carbon Content| Grain Size |Hardness HV Main Coating |Coating Thickness .
Class Grade Binder %) (um) (GPa) TRS (GPa) Components (um) Characteristics
TICN multi- Improves the wear resistance of coating and
BNC2010| TiCN 50-55 2 30-32 | 1,10-1,20 A ereLtl:i 1,5 substrate and stably achieves excellent surface
Y roughness.
TiAIN multi- Provides long tool life in general and high-efficincy
BNC2020| TiN 70-75 5 34-36 | 1,20-1,30 Ia erelé 1,5 cutting thanks to tough substrate coated with a highly
Y wear-resistant and highly adhesive layer.
o o Highly wear resistant coating makes this grade
BNC100 | TiN | 40-45 1 29-32 | 1,05-1,15| TAN I i s ol e
BNC160 TiN 60-65 3 31-33 | 1,10-1,20 | TiAIN/TiICN 2 Stable, high precision finishing of hardened steel.
. X - Tough substrate with high wear resistant coating
BNC200 TiN 65-70 4 34-36 | 1,15-1,25 | TIAIN/TiICN 2 5 ——— 1
" - Suited for finishing when there is a combination
BNC300 TiN 60-65 1 33-35 | 1,15-1,25 TIAIN 2 of continuous and interrupted cutting.
: Optimum wear resistance.
BNX10 TICN 40-45 3 27-31 | 0,80-0,90 - - Suited to continuous, high-speed cutting.
- Ultimate wear and fracture resistance. Suited to
BN1000 | TiCN | 40-45 1 27-31 | 0,90-1,00 - R e
- Crater resistant grade, suitable for high efficiency
BNX20 TiN 55-60 3 31-33 0,95-1,10 - - cutting under high temperature conditions.
Excellent fracture resistance during high speed
BNX25 TiN 65-70 4 29-31 | 1,00-1,10 = - cutting. Suited to high speed interrupted cutting
of hardened steel.
A general purpose grade for hardened steel that
BN2000 TiN 50-55 2 31-34 | 1,05-1,15 - = provides a high degree of fracture and wear
resistance.
o High cutting edge strength. suited to heavy
BN350 TN | 60-65 1 33-35 [1,20-1,30| - — | narentedating,
Co Maintains optimum cutting edge sharpness.
%) BN7500 Compound 90-95 1 41-44 1,40-1,50 - - Suited for finishing of sintered alloy.
C
B
5 Co Maintains good wear and fracture resistance in
“g 8_ BN700 Compound 90-95 2 40-43 1,20-1,30 - - rough cutting of sintered components.
5§
o Co Improved wear and fracture resistance in rough
BN7000 Compound 90-95 2 41-44 1,30-1,40 - - cutting of sintered components.
Co Maintains good wear and fracture resistance in
BN700 Compound 90-95 2 40-43 1,20-1,30 - - rough cutting of cast iron and exotic alloy.
BN7000 Co 90-95 2 41-44 1.30—1.40 Improved wear and fracture resistance in rough
m Compound ’ ! - - cutting of cast iron and exotic alloy.
100% solid CBN structure with good
BNS800 | AlAlloy | 85-90 8 39-42 | 0,95-1,10 - = | thorma mpact redistarce.
Substrate with excellent wear resistance and
BNC500 TiC 60-65 4 32-34 | 1,00-1,10 TIAIN 2 coating makes this grade suited for hard-to-cut
cast iron.
New Achieves high-efficiency, improved machining
NCB100 - 100 -0,5 51-54 1,8-1,9 - - accuracy and long tool life in machining of exotic
alloys such as titanium alloy and Co-Cr alloys.




Features

PCD (Polycrystalline Diamond)

SUMIDIA

Excellent wear resistance, longer tool life, and high-speed, high-efficiency,
high-precision cutting of non-ferrous metals and non-metals.

SUMIDIA is a polycrystalline diamond material made from sintered diamond powder that was
first created using our proprietary technology in 1978.

SUMIDIA's superior wear resistance achieves longer tool life, high speed, high efficiency and
high precision in non-metal cutting and non-ferrous metal applications including aluminium,
copper, magnesium and zinc alloys.

SUMIDIA Binderless uses nano-polycrystalline diamond for the cutting edge, demonstrating
excellent wear resistance and fracture resistance.

In particular, it achieves extended tool life and machining accuracy superior to conventional
polycrystalline diamond when machining hard brittle materials such as cemented carbides.

Diamond particles on the order of submicrons to several dozen microns, sintered at high density.

Structure SUMIDIA Binderless SUMIDIA

NPD10 DA1000 DA150 DA90

Diamond particles Black areas in image are diamond particles.
Grade Range Map
Class Series Finishing — Light Cutting Medium Cutting Rough — Heavy Cutting
Classification 01 10 20 30
. SUMIDIA
Binderless / NPD10
Materials
SUMIDIA DA90 /
Classification NO1 NO2 N20 N30
m DA1000 /
SUMIDIA DA150
DA90 /
1

Characteristic Values

Class Grade Binder CarbonOContent I Sl |[Fernlness (R TRS (GPa) Characteristics
(%) (bm) | (GPa)
. 100% diamond that directly binds nano-order diamond
Briftl NPD10 Co 100 <=0,05 120-130 = 3,15 |particles with high strength. Demonstrates optimum wear
Materials and fracture resistance as well as the best edge sharpness.
High density sintered material made of ultra-fine diamond
DA1000 Co 90-95 -0,5 110-120 ~260 |particles that demonstrates optimum wear and fracture
resistance, and edge sharpness.
_ Sintered material made of fine diamond particles that
m DA150 Co 85-90 5 100-120 =195 provides a good balance of workability and wear resistance.
_ Coarse sintered diamond particles, with high diamond
DAS0 Co 90-95 50 50-65 =1,10 content for excellent wear resistance.

sopels
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PCD (Polycrystalline Diamond)

SUMIDIA Binderless

SUMIDIA Binderless Series uses nano-polycrystalline diamond for the
cutting edge and demonstrates excellent wear and fracture resistance
compared to conventional sintered diamond tools.

In particular, SUMIDIA Binderless Series allows for improvements in tool
life and machining precision that go far beyond conventional diamond
tools in the machining of hard brittle materials, such as carbide.

Grades

Excellent for High Precision Machining of Carbide
Nano-polycrystalline diamond with excellent wear resistance achieves high
precision machining of carbide.

Maintains Superior Dimensional Tolerances Over Many Hours
Greatly reduces the number of tool replacemets compared to conventional
diamond tools and increases work efficiency while reducing total costs.
Suitable for Hard Brittle Material Machining

Hard brittle materials (such as ceramics) that could only be ground before
can now be cut.

Characteristics

Comparison of Structure Hardness

Nano-Polycrystalline Diamond
SEM Structure

Conventional PCD
SEM Structure

Nano-Polycrystalline
Diamond

Single-crystal E——e)
Diamond rientation

Conventional PCD

No anisotropy and ultra-hard

‘ ‘ Load 4,9N
0 50 100 150
Knoop Hardness (GPa)

Diamond Particles
(1-10 um)

Diamond Particles
(30-50 nm)

Application (Carbide Machining)

Hardness < 88HRA Hardness = 88HRA
0,20 0,20 -
B = '
E o15[ E o015
8 &
E 5
o o1 &_) 0,10
%5 s}
= =
2 Qa
a
L ! ! ! ! 1 1 1 1
0 0,05 0,10 0,15 0,15 0 0,05 0,10 0,15 0,15

Feed Rate f (mm/rev)

Feed Rate f (mm/rev)

Recommended Cutting Conditions (Carbide Machining)

Coolant: Dry

Min. - Optimum - Max.

Work Material Cutting Conditions
Classification Hardness (HRA) SEH Grade Cutting Speed vc (m/min) Feed Rate f (mm/rev) Depth of Cut ap (mm/rev)

VM 70 G7

60 83-87 5-20-30 0,03-0,10-0,20 0,03-0,10-0,20
VC G6

50
VM G5
Ve 40 =88 G2 5-15-30 0,03-0,05-0,07 0,03-0,10-0,20
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B Coated Carbide (CVD)

Grade Comparison Chart

sopels

PRl | Class | Grade |Sumitomo Electric |Mitsubishi Tungaloy | Kyocera [MISUDIS- sanqvik |Kennametal SE‘jg’plf]"'s WALTER | ISCAR |TaeguTec| NTK
KCPO5 WPPO5S| 1C8005
AC8015P CA510 GC4305 TPO501
P05 UE6105 | T9105 HG8010 KCP05B WPPO5 | IC8150 | TT8105
AC810P CAB505 GC4205 | KSP9SB| TRos0o | WEROS 11C81
[C5100
CA510 GC4305
AC8015P MC6015 | T9105 KCP10 | TP1501 | WPP10S| IC8150
P10 AC810P UE6T10 | Tot15 | Sp21o, | HEBOT0 | BCA215 i CpioB| TP1500 |WPP10 | IC8250 | TT8115 | CP7
IC9015
GC4315 [C8150
0 AC8025P MC6025 | T9115 | CA025P | HG8025 | GC4225 | KCP25 | TP2501 | WPP20S| IC8250 | TT5100 | oy
AC820P UEG020 | T9125 | CA525 | GM8020 | GC4325 | KCP25B | TP2500 | WPP20 | IC8350 | TT8125
GC1515 IC9015
AC8035P GC2025
P30 ACB830P MC6035 | 19122 8?2%?’ GMos | GC4325 | KCP30 | 1pacio | WPP30S| IC8350 | TT7100
AC6030M | UE6035 | 10135 | SA%2S GC4335 | KCP30B WPP30 | IC8025 | TT8135
AC630M GC4235
ACB8035P 64335
AC830P T9135 |CA530 |GX30 KCP40 IC8350
P40 AC6030M UHB400 | 15130 | CA5535 | GM8035 | SC4235 | kcpaog | TP3500 ICgo25 | 117100
GC30
AC630M
C701 GC201 IGa022
MC7015 5 IC8025
'\8"118 ﬁgg;ga"M USQ05 | T9115 | CA6515 | HS9105 | GC1515 | KCMA15 IC8150 | TT9215
o US7020 SO5F 1C8250
g M IC5820
c
5 AC6020M TP2501 1C6015
= 'ggg AC6030M | MCT028| 18120 | casss | HGB25 | S52928 | KeM25 | TP2500 IC6025 | 115199
AC610M TM2000 IC8350
g ol GM8035
AC630M MC7025 GC2035 | KCM35 | TP3500
M30 AC8035P  |UsS735 | 16130 | CAG535 | GXS0 | GCo35 | KC9240 | TMAODD IC6025 | TT9235
AC830P
ACG040M GC235
M40 At US735 T TM4000 TT7800
MC5005 CA310 GC3005
AC4010K HG3305 TK1000 | WAK10 TT7005
K05 UC5105 | T5105 | CA4505 GC3205 | KCKO5 IC5005 CcP1
AC405K et SAIR02 | Hxas05 | SC3205 TK1001 | WKK10S TT7505
MC5005 Ho3308
ACA010K | icgn15 | 1515 | CA315 | 133518 | GCa00s WAKIO | 05005
AC4015K T5105 | CA4505 TK1000 | WAK20
K10 MC5020 HX3515 | GC3210 | KCK15 IC5010 | TT7015 | CP1
AC405K MC2020| 5115 | CAd515 | HR3o13 | SC3210 TK1001 | WKK10s| 1S3010
AC415K UeS105 | 5125 | Cadt1s | HTS0] WKK20S
ATH10E
AC4015K CA320
K20 AC415K MC2015 | 15125 | CAds1s | HX3313 | GC3215 | Kek15 | Tk2000 | \WAKSD |1C5010 | 117045
AC420K UEo11S 1 o125 | CAd120 | HE3315 | GCa325 | KCK20 | TK2001 | R3O 1C8150
AC425K CA4115
FH7020 GC4220 wip2s | 1€3190 | 117080
o | Aceam |0 roe S xemon weion MRS S, | T
MV1020 GC3040 DT7150 | TT9300
E WKP35S| o=
GC2040
P20 ACP2000 F7030 SC20a9 | KePM20 TT7400
KCPK30
P30 ACP2000 F7030 R o) TT7800
o) M M10 ACM100
s M20 ACM200 F7030 |T3130 | CA6535 | SXa1e0 | GC2040 MS2500 | WKP35S TT7800
E M30 F7030 KC994M IC5820 | TT7800
ACK2000
K10 ACK100 KCK15 IC5100 | TT7515
ACK200
3
ACK2000 | MC5020 WAK15 TT6800
K20 T1115 | CA420M | GX2120 | GC3225 | KC930M | MK1500 1C4010
ACK200 Fo01e GC3020 | KCI35M WKP25S| c4050 | TT7080
GC3040 IC4100
B Coated Carbide (PVD)
Aopli- K . tetihichi Mitsubishi- ; SECO Tools
capt?on Class Grade |Sumitomo Electric [Mitsubishi| Tungaloy | Kyocera | o /0| Sandvik |Kennametal Japan WALTER | ISCAR |TaeguTec| NTK
AH770 | PROT5
P05 ACZ150 AH110 | PR1005
AC1030U PR30 ™1
_ ACZ150 VP15TF |AH120 | BR930, c807 VM4
AC5025S Ms6015 | AH725 | ER121S DT4
E AC520U DM4
o AC1030U ™1
£ AH120 IC807 TM4
g AC50258 | VP15TF PR1225 GC15
£ P20 G200 VEaoTE | AH725 | PR1225 | 1pogoo | SS12, - | keuzs IC808 | TT9080 | VM1
P AH3135 IC810 QM3
AC530U D4
AC1030U vp15TF | AH120 | PR1425 | 50 \Gag0 | 178020
P30 ACE30U VP oRi | AHT725 | PR1525 | (0009 | GC1125 IC3%0 | TT8080 | QM3
SH730 | PR1535 IC830 | TT9080
GC4335 TT8020
P40 AC1030U PRE60 | IP3000 | SS4332 icg30 | 118020
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Grade Comparison Chart

B Coated Carbide (PVD)

Grades

PRl 1 Class | Grade |Sumitomo Electric [Mitsubishi| Tungaloy | Kyocera |MISUPISN- sandvik |Kennametal SE(jgp;ﬁo'S WALTER | ISCAR |TaeguTec| NTK
PRO15S ™1
AC5015S MP9005 | AH110
AC5025S | MP9015 | AH710 |BR915 |1P0S0S wsmo1 | 1S807 KL
M10 PR1025 | IP100S | GC1105 | KC5510 IC808 | TT5080 | DT4
S10 AC510U VPASTE | AH725 | pR1215 | JP9105 | GC1115 | KCU10 | 192000 | WSM10 13967 | 173010 | DM4
AC520U VPOSRT | AHI05 | bR 1905 | ypo115 WSM10S| |5908 ZM3
ACZ150 VP10RT | AH8005 | pRr1305 ST4
PR1310
PR015S
MP9015 PR915 IC330 DT4
M AC520U MP9025 | AH630 | PR930 GC15 | KC5525 IC806 | 11900 | DM4
M20 AC1030U | VP15TF | AH120 |PR1025 |IP100s | SS12 | KES825 | wsmzo [icsos | 119980 | zmi3
S20 AC5015S VP20RT | AH725 | PR1125 | HS9115 | SS1115 | KCU2S, WSM20S| 1C830 | 112020 | Qmi3
AC5025S VP20MF | AH8015 | PR1215 1C908 TM4
UP20M PR1225 1C928 ST4
PR1325
AC5025S 1C328 QM3
AC6040M | MP7035 | AH630 | PR1125 Wwsmao | 1C330 | TT8020 | G2
o M30 AC520U VP15TF | AH645 | PR1525 GC1125 M3, 1Ce30 | TTB080 | TM
£ AC530U VP20MF | AH725 | PR1535 IC840 | TT9080 | DT¥
g AC1030U IC882
[~ AC6040M | MP7035
M40 AC530U VPISTE | AHe45 | ER1123 | Gx30 IC830 | TT8020
AC1030U MS6015
FX3305
HG3305
ACZ150 AH110 HG3315
K10 AC1030U | VvP10RT| AH110 | PRO0S | HX3515 | GC15 IC810 | TT6080
AC510U HG8010
TH315
ATH10E
ﬁgﬁggu VPIORT DM4
K20 VP20RT | AH120 | PR905 TT6080
AC510U VpaoT QM3
AC530U
1C830
K30 AC1030U VP15TE | AH110 IC908
AC530U VP20RT | {1120 1C910
1C928
PN215
PN15M
= ACU2500 VP15TF | AH120 | PR930 | 04002 KCT15M | Toom Icg07 | TT2510 | IMY
ACP200 MP6120 | AH725 | PR1225 | 354192 Lo IC903 | TT7080 | D1t
JP4120
GX2140
ACP3000 VP15TF | AH9030 | PR1525 IC807 ™1
E20 ACU2500 VP20RT | AH120 | PR1225 | 952920 | 6c1010 MP3000 | WsMz0 | |S808 | TT7080 | 1vq
ACP200 MP6120 | AH725 | PR1230 | J54122 | GC1025 F30M | WsM20s| |S510 | 119030 | by
a AGP300 MP6130 | AH3135 | PR830 Ic380 DM4
JD4045
ACP3000 r0se JS4060 KC725M IC328
AGU2500 | VP15TF | AH313% | pR1525 | Ux1045 | GC1030 | KC730M | MM4500 | WSM35 | IC330 | TT8080 | DM4
P30 ACP00 VP30RT | A1120 | PR1535 | Jx1060 | GC1130 | KC735M | FAOM | WSP45 |IC380 | TT8020 | TM4
MP6130 | 4130 | PR1230 | CY150 | GC2030 | KC7140 WSP45S | IC830 M3
ACP300 AH725 CY250 KCU40 1C928
PTH30E
ACP3000 JS4060 TT8020
P40 ACU2500 | VP30RT | AH140 IM4160 icg3o | 118020
ACP300 PTH40H
IXT020
ACM100 AH110 €Y9020 IC807 ™1
M10 ACU2500 WPoa20 | AH120 | PR1025 | JP4020 | SS1025 | <808 DT4
S10 ACK300 VEIoRE | AH330 | PR1225 | JP4120 | SS1930 ICo0s DM4
ACP300 AH725 PNO8M 1C908 ZM3
o PN215
)= IC330
= D150 | AH120 JP4120 IC808
= ACM300 ME9130 | AH130 | PR1025 | JS1025 KC730Mm| F25M | WSM35 |IC830 | 11g0a0 | DT4
M20 ACU2500 oLy | AH725 | PR1225 | JX1015 KCISOM | F3oM | WSM35s| IC840 | 119950 | Dma
M ACP300 UD20M | AH3135 | PR1525 | CY150 T350M | WXM35 | 1C882 M3
AH6030 CY15 1C908
VP20RT
1C928
MP7130 | AH130 IC328
MPT130 |AH140 | ppysos | IX045 | oo | KC725M| F30M | WSM35 | IC330 | TT8020 | DT4
M30 ACM300 MP7140 |an330 | BR1525 | Gwateo | SG2030 | KC7140 |FaoM | WSM35S| IC830 | TT8080 | DM4
MP9A30 | AH725 PTH30E KCU40 | MM4500 | WXM35 | IC840 | TT9080 | ZM3
AH3135 IC882
MP7140 GX30
M40 ACM300 VP15TF | AH140 | PR1535 | JM4160 IC8s0 | 118020
VP30RT PTH40H
TH303
K05 ACK3000 AH110 TH308
ATH80D
ACK3000 AH110 | PR905 TT6080
K10 ACU2500 AH120 | PR1210 IC810 | T77080
ACK3000 PRO05 |JP4020 | K15W IC808
K20 ACU2500 yR2ORT | ahia0 ) | PR1210 | JP4120 | K20D MIS000 | wiki2s | IC810 | 115289 | Dma
ACK300 PR1510 | PTH13S | K20W IC830
AH725 5C1010 1C830
ACK3000 AH110 JS4045 GC1020 KC510M IC810
K30 AGU2500 | VP1STF | AH120 | PR1510 | JX1045 | SC1920 | KC520M | MK2050 IC908 | 116080
VP20RT | AH330 | PR1210 | CY150 | SS1925 | KC525M | MH1000 IC910
ACK300 GH110 CY250 | 3Z1130 | KCU40 1C928
GH130 IC950
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Grade Comparison Chart

sopels

B Cermet
?aptﬁ)“n Class Sumitomo Electric |Mitsubishi| Tungaloy | Kyocera Mﬁgﬂﬁr' Sandvik |Kennametal| Dijet | Valenite SE‘?:pTaor?ls WALTER | ISCAR
N3O
1720 | ey,
AP25N* * | TNBO
T15002* . X KT125 IC20N
P10 | T1000A 2020 | O a0’ TNGOT0 | G225 cTs015 | HTx |0 vceos IC30N
T1500A Vpsoce e | Tueis KT1120 IC520N
PV7005*
PV7010*
o NS530 | TND20
2 GT530
5 ﬂ %gggi* Neoops | NS730 | TV82D | g KT39%° | CX50 EMp IGa0N
= - NX2525 . | PV60* - X -
[ P20 | 11500A NX3035 | RT38S0%| TNGD | CH550 GC1525" 1175 |cx75 | VCB10 | C15M IC520N
T2500A MP3025°| NS9530, | py7020+ KT5020* TP1020 IC530N
0| py7025*
GT730° | FV792
TNG20
T MX2525 | NS9530 | [N620 X9
P30 | 123002 MP3025* GT9530*| EVT02 e
VP45N_ | ATe530* | BVI0
N30
GT720* | PV30*
AP25N* | GT9530*| TN610 KT125 | LN10
K10 | T1000A VP25N* | NS9530 | TN6O10 | CH550 | CT5015 | 2> |ENIO | veeos
NX2525 | J9530* | PV710
NS520 | PV7005*
PV7010*
MZ1000*
NX2525
o T2500A TN9O | MZ2000* "
= P30 | T250A N0 | Nao49 | TCBOM | MZ3000*| CT530 | 12201 CX90 | VC630 | C15M IC30N
s T4500A NXI TN100M| CH7030
CH7035
* denotes coated cermet
B Uncoated Carbide
Class Grade | Sumitomo Electric | Mitsubishi | Tungaloy | Kyocera Hitachi Sandvik | Kennametal Dijet SES;;;?MS ISCAR
P10 | sT10P TH10 ws10 | s1P SRT
B P20 | ST20E UTi20T | KS20 EX35 SMA K125M | SRT Lo
A30 . KS15F EX35 IC54
P30 | A3 utizor | K$19 Pwao | EX38 SM30 DX30 IS
P40 | ST40E TX40 EX45 S6 SR30 I8
KU10
Ico7
M10 | EH510 TH10 oo | H10A K13 UMN 890 IC08
KYSM10 IC20
IVI ico7
M20 | EH520 UTi20T | KS20 EX35 H13a | K313 DX25 s 1C08
K68 UMS 883 =i
A30 : H10F UMS
Mo | A0 UTi20T | UX30 S Mo IC28
KU10
H2 . WHO1 K68
kot | H2 HTiOST | KSO5F wiot Kes. KG03 IS8
K115M
KU10
K313
k1o | HI HTI10 | TH10 KWI0 | \wH10 | H13A Kes N 890 1G20
EH510 GW15 Kitsm | KIS IS8
K110M
KY3500
KMF KT9 890
k2o | S19B uTizoT | KSTSF | ewas | wH2o | H13A KY3500 | KG20 | 883 520
KYHS10 | CR1 HX
K30 | G10E UTi20T WH30 KY3500 | KG30 | 883
KU10
RT9005 | TH10 A H1OA Kaas 1C20
S10 | EH510 RT9010 | KSOSF | SWas | wiio | maoa K8, KG10 | HX IC07
S20 | EH520 MT9015 | KS15F KG20 | H25 IC08
T Koo KW10 H13A | K110M oo
GW15 K1025
KYHS10
Fine-grained N6F FZ20
Ca?bi o A1 UM NM25 H10F FB20 883 I1C08
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Grade Comparision Chart

B CBN
Class Grade | Sumitomo Electric | Mitsubishi | Tungaloy Kyocera NGK Sandvik |Kennametal Dijet SECO Tools Japan
NCB100 BX930
MB710 KBN475 | B30 CB7525
Ko1 | BNC500 BX870 KB1340 | JBN795
ENYo00 MB5015 | BXor0 | KBNGOM | B16 CB7925
® BN700 MB710 | BX470 | KBN65B
8 K10 | BN7000 MB730 | BX480 | KBN6OM | 523 gB7925 JBN330 | SBNZ00.CENSO0
8 m BN7500 MB5015 | BX950 | KBN90O *
0}
BN700 mB730 | BX370
K20 | BN7000 mBs1do | BXA80 | kBNooo
BNS800 BC5030 | BXCS0
BX90S
K30 | BNS800 MBS140 | BX205 KB5630 CBN500
NCB100 MB730 | BX950
B S0t | BN700 MB4020 | BX470 KB
BN7000 MB4120 | BX480
BNC2010 BC8105
CH0550
BNC100 BC810 | pyrqo | KBNOSM | oo aose
HO1 | BN1000 mBCO10 | BXM1O | kBN2sm | B3 KB5610 R
BN2000 MB810 KBN510 SENaoy
BNX10 MB8110
BNC2010 BC8110
B5K CB7015
BNC2020 BC8120 | BXM10 | KBNOsM | B3¢ SBIO1S | KBH20 CBN10,CBN150
H10 | BNC160 MBC020 | BX330 | KBN25M | B SBIA15 | KB5610 | JBN30O | CBN100,CBNGOK
BNC200 MB8025 | BX530 | KBN525 | B32 KB5625 CBN160C
BN2000 MB825
BNC2020 Bo8120 | BXA20 | KBN3OM | B36 CB7025 | KBH20 CH2540
H20 | BNC200 BC8020 | BXM20 | KBN35M | B40 CB7125 | KB5625 | JBN245 | CBN150
BNX20 MBC020 | BX360 | KBN90O | B6K CB50 | KB5630 CBN160C
BXM20
BNC300 MB835 | BXM20 | KBN3OM CB7525
H30 | BN350 MB8130 | BXA20 | KBN35M | B40 SBI225 | KB5630 CH3515
BNX25 BC8130 | Bxgey | KBN90O
m PCD
. . . . . - SECO Tools
Class Grade | Sumitomo Electric | Mitsubishi | Tungaloy Kyocera Sandvik |Kennametal Dijet Japan
DA90 DX180 CDO5 JDA30
NOT 1 ba1o0o MD205 | pxigo | KPDOOT | cpig | KD1400 | jpa73s
KPD001
DA150 MD205 KD1400 PCDO5
m N10 | pa1000 MD220 | DX140 | KPDOTO | CD1810 | ip1425 PCD10
DA1000 MD220 | DX120 KD1400 | JDA10 | PCDO5
N20 1 pa2200 MD230 | Dx110 | KPD230 KD1425 | JDA715 | PCD20
PCDO5
DA1000 MD2030
N3o | DAl000 MD2930 | bx110 KD1400 PCD30
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ISO
Chipbreaker for Low Carbon and General Steel Turning
Chipbreaker for Hardened Steel Turning
Chipbreaker for Exotic Alloys and Stainless Steel Turning
Chipbreaker for Stainless Steel Turning

Positive M Class Chipbreaker

Chipbreaker for Steel Turning

Comparison Chart
Selection

Negative Inserts

Positive Inserts

s

tock marking chart

® : Euro stock item
O : Japan stock item
A : To be replaced by new item

| —]: We cannot produce

Note:

sales representative for actual stock situation.

N

Stocking policy may change without prior notice, please consult our

~

Indexable Inserts for Turning
Negative / Positive Inserts

/

Inserts Identification Table................c..cooovininiiinns C2-3
NFE /INFB........cooiiiiiiiiiec e C4
NGH.......ooii s C5

NEG / INEF .......ooiiiiiiec e C6-7
NEM....cooioiiet s C8

NFB /NLB........cooiiiiiiinieic et C9

(M) NS ..o C10
Chipbreaker................ccoooeviiiiiiccecee e C11
Chipbreaker Application Table ....................ccccoecevennee. C12-17
C / 80° Diamond Type (With Hole).............c.ccccocvvirinnne. C18-26
D / 55° Diamond Type (With Hole) ..............cccoocovriiinenee C27-34
S / Square Type (With Hole) ..............ccccovvviiiieiine, C35-42
S / Square Type (Without Hole) ..............ccccoovvrininee. C43

T/ Triangle Type (With Hole) ............ccccocovrniiniinnne. C44-52
T-REX INSert.........cooviiiiiiiieeseeee e C50

V [/ 35° Diamond Type (With Hole) ...............ccccoovevninnn. C53-55
W / Polygon Type (With Hole) ...........c.ccccccvviiniinininnn. C56-60
C / 80° Diamond Type (With Hole)...............ccccceerennen. C61-67
D / 55° Diamond Type (With Hole) .............cccocccoeririene. C68-71
R/ Round Type (With Hole)............cccooveviniiericnee C72

S / Square Type (With Hole) ..., C73-76
S / Square Type (Without Hole) ...........c...ccccovvniinnnee. cr7

T/ Triangle Type (With Hole) ............ccccooovuiniiniininn. C78-85
T/ Triangle Type (Without Hole)..............c.cccoeviiiniinnen. C86-87
V | 35° Diamond Type (With Hole) ............ccccccccevriinnees C88-91
W / Polygon Type (With Hole) ...........cccccccocvniiniiniinnen. C92-93
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Inserts

B B B @FN B

C2

Inserts Identification Table

Chart 1: Insert Shape

C N
|

Insert Shape

Chart 1

¢

Chart 2: Relief Angle

1
Tolerance
Chart 3
Relief Angle Insert Type
Chart 2 Chart 4

Chart 3: Tolerance (mm)

Symbol| Insert Shape Angle Symbol [Relief Angle Symbol | Nose Height |Inscribed Circle| Thickness
C [T 80° A SVl A +0,005 | +£0,025 | 0,025
D £ 55 v F +0,005 | +0,013 | +0,025
O o o B |5
E Diamond 75
~ ] v C +0,013 + 0,025 + 0,025
F i c r H +0,013 +0,013 + 0,025
\V/ yad 35° R 0, 0, 0,
R O | Round _ D 150 E £0,025 | +0,025 | +0,025
S [0 |square 90° E 20°. v G £0,025 | 0,025 | £0,13
T é Trfangle 60° F 25° N J* +0,005 [£0,05-%0,15 +0,025
W o Trigon 80 G 30 K* +0,013 |40,05-0,15 + 0,025
A 85° .
+ + —+ +
B [T |Paralielogram|  82° N ool L . £0025 12005-#05 *0025
K /7 55° M +0,08 — +£0,2/+0,05 - £0,15| + 0,13
* ) S
H O Hexagonal 120° P " N* +0,08 — +£0,2/+0,05 - £0,15| + 0,025
0 O  |Octogonal | 135° O Others U*  |£0,13-0,38/0,08 - £0,25| 0,13
P Q |Pentagonal | 108° * Inserts with a 10° relief . P
L [ ] |Rectangular] 90° angle are sometimes of Lﬁ E o L \‘\K“" U
M () Rhombic 86° considered as "P” ! ! ' i IS
The height "m” on sharp corner.
Chart 4: Insert Hole or Breaker @ Tolerance of Nose Height (M-Class)
Hole | Chip Hole | Chip Inseribed | jang1e | Square | . 80" S oo Round
Symbol|Hole Shape  [SymbolHole Shape Cirel gb | =Y Diamond | Diamond | Diamond
mbolHole Syie o SNaPe _ SMROIHOI Syl SNSPS | o5 0o {5000 200n 30t | | —
Nil Nil 9,525 | +0,08 | 0,08 | +0,08 | +0,11 | £ 0,16
N | A 1 OO\ 12,70 | +0,13 [ +0,13 [ £0,13 [ £0,15
No One With | syaigne | One 15,875 | +0,15 | +0,15 | +0,15 | 0,18
R Hole| — |Face 3 Y7 Hole e Face O Y17 19,05 | +0,15 | 0,15 | +0,15 | +0,18
— Both Both 2540 | +0,18 | +0,18 | +0,18
F Faces E:j G Faces m 3175 — 12020 - -
Py p—y @ Tolerance of Inscribed Circle (M-Class)
W With W‘T?E)p i m E B With Wir:;l((?p NI m @ |n(53<i3rr(i:l|):d Triangle | Square Diasrgzmd DiaSrr51;nd Diaa;g;nd Round
Hole| coer| One Hole coi_ﬁter» One 6,35 | +0,05|+0,05|+0,05|+0,05| — —
T (40§Tg0°) Face m W H (7os°'fgkon) Face m W 9,625 | £+0,05 | +0,05 | £+0,05 | +0,05 | £0,05 | + 0,05
sraig Sraigh 12,70 | +0,08 | +0,08 [ 0,08 [+0,08 | — | 0,08
| e | N | o | Ni 15,875 +0,10 | +0,10 [ £0,10 [ #0,10 | — | 0,10
With | with top Nil EE] With | with top Nil
H0|e end B th Hole end B th 19,05 +0,10 | +0,170 | +0,10 | 0,10 — +0,10
counter | BO counle™ | BO 2540 | +013 | £0,13 | +0,13 | — — 1 £0,10
U (40“—g0°) Faces Eﬁj J (70°-§0“) Faces EEZ' 31,75 — |+015] — — — |+o012
X |—|—|— Special




Inserts Identification Table

1@2 O@4 0@8 I:I-G@E

(icture of insert shown as exampl}
(ISO Cat, No,)

STERT

B N P @ ®F N &

Insert Size Corner Radius Chip Breaker
Chart 5 Chart 7 Chart 9
Thickness Feed Direction
Chart 6 Chart 8
Chart 5: Cutting Edge Length (mm) Chart 6: Thickness Chart 7: Nose Radius
Cutting |Inscribed Cutting Inscribed Cutting |Inscribed Thickness Nose Radius
Shape |Symbol Edge | Circle Shape |Symbol Edge | Gircle Shape |Symhol Edge | Circle Symbol {mm) Symbol (mm)
03 | 3,55 | 3,50 07| 7.7 | 635 03| 38 |556 X1 * 00 | Sharp Point
04 | 497 | 4,30 09| 97 7,94 04 43 | 6,35 01 1,59 003 0,03
06 | 64 6,35 D 11| 116 [9525| W | 05 54 | 7,94 02 2,38 008 0,08
c 08| 8,0 7,94 15| 15,5 | 12,70 06 6,5 | 9,525 T2 2,78 01 0,1
09| 9,7 [9525 |« 19 | 19,4 15,875 g 08 8,7 | 12,70 03 3,18 015 0,15
12 | 12,9 | 12,70 10 | 10,9 [15,875 T3 3,97 018 0,18
g 16 | 16,1 |15,875 08| 83 | 4,76 04 4,76 02 0,2
19 119,3 [ 19,05 V |09 | 9,7 | 556 05 5,56 0,35 0,35
25258 | 254 1| 11,1 | 6,35 08| 8,0 8,0 06 6,35 04 0,4
<7 16| 166 | 9,525 10 | 10,0 | 10,0 07 794 08 0.8
22 | 221 | 12,7 12 | 12,0 | 12,0 09 9,52 10 1,0
06 | 6,35 | 6,35 06| 69 | 3,97 12 12,70 1270 | (. 12 12
S7| 7,14 | 7,14 08 | 82 | 476 | R | 15|15875|15,875|  CCETO3X1 Insertthickness: 1,40 16 16
CCET04X1 Insert thickness: 1,80
S 07 | 7,94 | 7,94 T 09| 96 | 556 16 | 16,0 | 16,0 20 2.0
09 | 9,525 | 9,525 11| 11,0 | 6,35 Q 19 | 19,05 | 19,05 o4 24
12 [ 12,70 | 12,70 13 | 13,7 | 7,94 |[=—I| 20 | 20,0 | 20,0 32 32
H 15 |15,875|15,875 A 16 | 16,5 | 9,525 24 | 24,0 | 24,0 MO | Ropnd Inser
Round Insert
19 | 19,05 | 19,05 22 | 22,0 | 12,70 25| 25,0 | 25,0 00 ﬂm}er?asle
25 | 25,40 | 25,40 27 | 27,5 |15,875 25 | 25,40 | 25,40 An "M’ after the nose radius
31 (31,75 31,75 33| 33,0 [19,05 32 | 32,0 | 32,0 indicates a negative olerance
! ? ? ! ! ? Example:
. . B CCG T09T302 M NSI AC520U
Chart 8: Feed Direction Chart 9: Chip Breaker
Symbol | Direction Symbol | Process Bumpy Type [Standard| Handed Other Specials
R |Right-hand Fine Finishing FA, FL, FE, FB, FC FT,FX, FZ Wide Chipbreaker W
to Finishing | FK, FP FY, FW o ) c
or Countersin
L |Left-hand S SE, SEW, SI, SC, SD
Light Cut | SF, SP, SU, SX SDW For Round insert RD, RP, RX, RH
N |Neutral L LU, LUW, LB ST
G GE, GU, GUW Gz For Exotic Alloy EF, EG, EX, EM
General UG, UP Uz UM
U US, UX For Aluminium AG, LD, GD,
M | Rough MP, MU, MX, ME | MC l\H/lll\\/I/l For Hardened Steel | FV, LV, GH
For Carburized Layer sV
H HG, HP, HF HU Removal
Heavy SR HW For Stainless Steel | EF, EG, EM

C3
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Chipbreaker Negative M Class Chipbreakers

NFE Type l N FB Type for Low Carbon and General Steel Turning

B General Features

The high performance NFE type, which ensures stable chip control in
a wide range of feed rate, has been added to the chipbreaker series
for low carbon steel and general steel turning.

Extensive product lines are available to meet various machining requi-
rements.

A positive insert execution of chipbreaker NFB is also available.

M Application Range 20 [
1,6 |
B
E
5 12
[&]
s
£ 08
]
04 F
0,1 0,2 0,3 0,4 0,5
Feed Rate (mm/rev)
NFE Chipbreaker for Finishing
Supports general purpose machining to high speed machining. @® Performance
- Work Material: Pipe steel (H240LA, 1.0480)
The arc-shaped main breaker ensu- Insert: CNMG 120408 NFE (AC8025P)
res stable chip control in a wide feed Cutting Conditions:  v¢=200 m/min, f=0,4 mm/rev, a,=0,2 mm, dry

rate range.
9 Excellent chip control under low depth of cut and high

The two step chipbreakers enable feed rate condition
stable chip control at a low feed rate i

of f=0,1 mm/rev.

The sub-breaker controls cutting Cross-section 1,40
chips in profiling. of chipbreaker &“,//7,
W /
Y2
NFE Type (AC8025P) Conventional
@ Application Examples
Work Material: Deep-draw steel (SPHC440) Work Material: C53E,1.1210, @20-100
Facing Insert: CNMG 120408 NFE (AC8025P) Exter. Tuming+Facing Ins.: DNMG 150412 NFE (AC8025P)
Cutting Conditions:  vc =200 m/min, f = 0,15 mm/rev, Cutting Conditions:  v¢=180m/min, f=0,25mm/rev (radius), 0,45mm/rev
ap=0,2-0,5 mm, wet (straight section), ap= 0,3 mm, wet
Stable chip curling and breaking in facing of gummy steel. Stable chip control even at a variable feed rate in shallow cutting.

o~

3 "“ S e o __‘_K.;N\:‘:‘ —‘::”iﬁ

a.-f&ﬁivr

: &

N = 2 Xt
NFE Type (AC8025P) Competitor NFE Type (AC8025P) Conventional

NFB Chipbreaker for Low Feed Finishing

Supports low feed machining. @® Application Example
¥
. . oy Work Material: Pipe steel (STKM13C)
Smooth chipbreaker geometry with a f Internal Tumning Insert:  DNMG 150404 NFB (T3000Z)
high rake reduces cutting resistance_\ 7 Cutting Conditions:  ve= 352 m/min, f=0,03-0,2 mm/rev a,= 0,7 mm,
. Wet
: : &S

The variable rake angle in nose Small chip curling and control

radius makes effective strain on oh ke |

chips and improves the breaking | . — L ) ;-.'l._*‘ =

performance. Cross-section 0.0 — "1- f ":" LR i
of chipbreaker . y LS

/ - —_— H'l--l"'.‘-‘hu..--
7 NFB Type (T3000Z) Competitor




Chipbreaker
For Hardened Steel Turning NGH Type

B General Features

Enables medium roughing of hardened steel in combination with
coating and grade AC503U.

Reduces heat generation and enables deep cutting (ap = 1-3 mm)
of hardened steel by using a wide neutral ground chipbreaker (rake
angle: 4°) and sharp edge.

Discharges chips smoothly.

Negative Insert for Rough Cutting NGH Type Chipbreaker

@® Performance

NGH Type

|

Low Cutting
Force
Without
Chipbreaker Back Force
Insert
Feed Force
B Principal Force
0 200 400 600 800 1000

Cutting Resistance (N)

@® Application Examples

Work Material: X155CrVMo12-1 (61HRC)
Insert: TNGG 160404 NGH (AC503U)
Cutting Conditions:  vc= 50 m/min, f= 0,05 mm/rev, ap,= 3,0 mm, dry

NGH Type

STERT

B < P @ @8N @

Chipbreaker

Only minor wear occured Stable chip forming
after 40 min cutting

Without
Chipbreaker

Major wear occured
after 20 min cutting

B Recommended Cutting Conditions

Application Cutting Speed Feed Rate Depth of Cut Recommended
Range ve (m/min) f (mm/rev) ap (mm) Chipbreaker
Finishing 40-100 0,02-0,10 <1 Without chipbreaker

Medium Roughing 20-60 0,02-0,05 1-3 NGH Type

Work Material: Hardened steel (50-62 HRC), X155CrVMo12-1, X40CrVMo5-1, S6-5-2, High-speed powder and high speed steel
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Chipbreaker

NEG Type / NEF Type

B General Features

For Exotic Alloys and Stainless Steel Turning

B Application Range

NEG/NEF type chipbreaker for exotic alloy machining
can be used for Titanium alloys, heat-resistant alloys

and a variety of other exotic alloys.

They deliver excellent wear resistance and superior
chip management. These chipbreakers can solve
quality problems caused by the unstable tool life and
poor chip control provided by conventional chipbrea-

kers for exotic alloys.

Depth of Cut (mm)

e
o

N
[=}

Feed Rate

0,2 0,4 (mmirev)

NEG Chipbreaker for Roughing

Provides excellent wear resistance and chip control from general-purpose machining to roughing applications.
Reduces damage to insert and eliminates trouble from chips specific to exotic alloys. Also demonstrates very

high versatility.

Crater wear advancement
is prevented by the round
bumps, whilst maintaining
excellent control.

The cutting edge
maintains the strength
slowing the progress
of crater wear.

@ Cutting Performance — NEG Type
Heat Resistant Alloy

Chipbreaker type: NEG (AC510U)

notch wear. Excellent chip management.

Suppresses the chipping of peripheral cutting edge and

Titanium Alloy

Chipbreaker type: NEG (AC510U)

3

f‘}*’n
&5,

&=

S
Suppresses crater wear and flank wear.
Excellent chip management.

@ Application Example — NEG Type

Inconel 718, machine component

@ 3
ISP 99PS pes 3
///////{ times|
pcs

NEG Competitor
(AC520U)

3x tool life and improved
chip management

Insert: CNMG120408 NEG (AC520U)

Cutting Data:  v¢ =50 m/min, a,= 1,5 mm, f= 0,3 mm/rev, wet

Work Material:
Inconel 718

Insert:
CNMG120412

Cutting Data:
Ve =40 m/min
a,=2,5mm

f =0,2 mm/rev
wet

Te =7 min

Work Material:
Ti-6Al-4V

Insert:
CNMG120412

Cutting Data:
V¢ = 65 m/min
ap,=2,5mm

f =0,2 mm/rev
wet

Te =8 min

rake face design.

Cross Section of Chipbreaker

1,75
0,09 .
/ Excellent chip manage- 30
ment and wear prevention /
is delivered by the special /

Conventional tool (S10)

e 2
__ 1 1

wa (ST
1

Notch wear / poor chip control

Conventional tool (S10)

v
= P ?b :?i

: I
-.zf.u_, ”"r

'.ulﬁ'j.u‘:.

Crater wear / flank wear / poor chip control

Pure Titanium (Ti grade 3), machine component

3 pcs

1.5
- times|

2
Hﬁ [ pes
——

1,5x tool life and improved NEG Competitor
chip management (EH510)

Insert: CNMG120408 NEG (EH510)
Cutting Data:  vc=80—100 m/min, a,=1,0mm, f=0,25mm/rev, wet




Chipbreaker
For Exotic Alloys and Stainless Steel Turning N EG Type / N EF Type

M Material Application Range
= 400 & 200 , M N

E E AC6020M

E 200 =

S Egwo0 .

= 100 =

[0} [0} i

& 50 & 100 _/AC6030M g -

P 2 | ACB040M

g 10 : 8 50 o ROSSOML T essou
Finishing — Roughing Finishing — Roughing

NEF Chipbreaker for Finishing

The NEF chipbreaker reduces chip curl diameter in finishing applications.
Provides extremely good chip management not fluctuated by the material in use.

Main chipbreaker that enables
good chip control even at low
depths of cut.

Cross Section of Chipbreaker

1,2

20°
Sharp edge with 20° rake

- | e—
angle reduces wear. 1 T The grooves on the rake face

reduce heat and assist chip flow ///
away from the workpiece.

@ Cutting Performance — NEF Type
Heat Resistant Alloy

Chipbreaker type: NEF (AC510U) Y:g:r‘]gf&;tfga“ Conventional tool (S10) Competitor's product (S10)
—r ____F . I 75
. Insert: =
—_— = CNMG120408 i ;\ 3
= S . ¢ 1 __._'_,_,.,':'- —_
= - Cutting Data: '}.‘ _;’ !
—— Ve = 55 m/min f“‘“—ﬂ‘ E
E.“.....uq.'] ap=0,3mm - G,.
. R . f =0,15 mm/rev
Improvements in chip control and chip removal wet There is a problem in the length and the diameter of chips.
management based on small curled chips. T. =8 min
Titanium Alloy
Chipbreaker type: NEF (AC510U) }I’_Y%%ﬂf‘/te”a': Conventional tool (S10) Competitor's product (S10)
- 3 e
Insert: =4 =
T CNMG120408
Sy \
IS B, —m Cutting Data: M g
Ve = 80 m/min e ———_ S —
T ap,=0,5mm eEimsmecms ooy Eisot = -
Improvements in chip control and chip removal F = 02mmirev
wet ; ; ; ;
management based on small curled chips. T, = 25 min There is a problem in the length and the diameter of chips.

sjasu|

B < P @ @8N @

@ Application Example — NEF Type

Inconel 718, shaft component Duplex stainless steel cover
[o]
‘“."\\1

~ /
Great improvement in =2 . \“-— :
chip management. Keeps ——— —d-_: e, management. Suppress E—— ;
workpieces free of damage. NEF Conventional tool damage to finished surface NEF Conventional tool
It is possible to omit final (AC510U) with no entanglement of (AC510U)
polishing process. chips.
Insert: CNMG120408 NEF (AC510U) Insert: CNMG120408 NEF (AC510U)
Cutting Data:  vc= 45 m/min, ap= 0,25 mm, f = 0,1 mm/rev, wet Cutting Data:  vc= 55 m/min, ap = 0,3 mm, f = 0,125 mm/rev, wet
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Chipbreaker
NEM Type

B Application Range

Chipbreaker for Stainless Steel Turning

6,0 NEG

>
o

N
o

Depth of Cut (mm)

200

150

100

Cutting Speed (m/min)

50
Ee

AC6020M

AC530U

0.6 Feed Rate
(mm/rev)

Finishing

) Roughing

NEM Chipbreaker for Rough Cutting

The NEM chipbreaker achieves excellent fracture and crater resistance and ensures extremely stable machining.

Large radius rake face design that reduces
crater wear while maintaining the cutting

edge strength.

@ Reduction of Damage

Bright colors for easy identification of
used cutting edge.

Reduces boundary damage by eliminating
changing points from the cutting edge.

Reduction of Boundary Damage

Reduction of Crater Wear

The NEM chipbreaker has no changing points on the
cutting edge, so boundary damage is reduced.

Cutting Edge Boundary Wear Comparison Cross Section Crater Wear Comparison
Conventional
Geometry /
/
NEM I /
Type M /
7 7

The NEM chipbreaker smoothly evacuates chips thanks to
its large radius rake face design, so crater wear is reduced.

@ Application Example

N

NEM
(ACB030M)

Reduces breakage out of the cutting edge and ensures stable machining.

350 |-
300 |-
250 L

2,0
times
200

150 -

Output (pcs)

100

NEM Conventional
(AC6030M) Geometry

Reduces crater wear and provides long tool life.

Work Material:
Insert:
Cutting Conditions:

X5CrMo17 12 2
SNMG190616NEM (AC6030M)

Ve =70 m/min, f = 0,5 mm/rev, ap = 3,0-8,0 mm, wet

Work Material:
Insert:
Cutting Conditions:

X5CrNiS18 10
SNMG120408NEM (AC6030M)
vc =100 m/min, f = 0,32 mm/rev, ap = 2,0-2,5 mm, wet




Positive M Class Chipbreakers

for Low Carbon and General Steel Turning

B Application Range

NFB Chipbreaker for Finishing

The NFB type for finishing and the NLB type for light cutting have been added to the chipbreaker series for low carbon and
general steel machining in addition to the already present NLU type for finishing and NSU type for light cutting.
The NFB and NLB type chipbreakers improve chip control in finishing of low carbon and general steel.

Ridge reduces edge breakage j .
High rake breaker wall impoves

chip breaking performance

Variable rake angle in nose radius increases

@RI

chip strain and improves chip breaking per-
formance

0,5

7

Cross Section of Chipbreaker

@® Performance

Achieves stable chip control at
small cutting depth and low feed.

B— F
=

e e = "E/
— L ‘5

NFB Type Chipbreaker (T1500A)

Competitor’s Product

50 mm

Work Material:
Insert:
Cutting Conditions:

Pipe (H240LA), @ 30 Boring
TPMT 110304 NFB (T1500A)

vc =100 m/min, f=0,12 mm/rev, ap = 0,1 mm, wet

NFB Type Chipbreaker (T1500A)

Work Material:
Insert:
Cutting Conditions:

Pipe (H240LA), @ 100 Boring
TPMT 110304 NFB (T1500A)

Ve =200 m/min, f = 0,07 mm/rev, ap = 0,1 mm, wet

Depth of Cut (mm)

Chipbreaker
NFB Type / NLB Type

NLU
0,3

Feed Rate
(mml/rev)

NLB Chipbreaker for Light Cutting

Strengthened edge reduces
unexpected breakage

Special breaker ridge shape
achieves stable chip control

08

v

Cross Section of Chipbreaker

@ Performance
Chip Control @
Achieves stable chip control in

light cutting.
Ty o w " na,
e R wi G "
o W e —
2
i T Y ™ =

-F"""'l-l‘-d—hd"u

NLB Type Chipbreaker (T1500A)

Competitor’s Product

Work Material:
Insert:
Cutting Conditions:

Pipe (H240LA), @ 30 Boring
TPMT 110304 NLB (T1500A)
Ve =200 m/min, f = 0,15 mm/rev, a, = 0,5 mm, wet

Chip Control @

NLB Type Chipbreaker
(T1500A) (M ,f\l" vk
Competitor's
Product j ANIIH,P\\F

Doubles the tool life by
improving chip control
and reducing blemishes
on machined surfaces.

ey VU
Hub (C45)

VBMT 160408 NLB (T1500A)
Ve =240 m/min, f =0 ,25-0,28 mm/rev, a, = 0,6 mm, wet

Work Material:
Insert:
Cutting Conditions:

sjasu|

B < P @ @8N @
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Chipbreaker for Steel Turning  Nose radius with minus tolerance (M)

(M)NS' Type example: DCGT 117304 M NS

B Application Range | Cuttlng Performance 15 om

ey aﬁ?- I
i £ x*ﬁ" bk e
9?‘1?1\ 9357 | ".‘ =N

0,5

Depth of Cut (mm)
Depth of Cut (mm)

Inserts

Feed Rate (mm/rev)

Work Material: X5CrNiMo17122

Feed Rate (mm/rev
( ) Insert: DCGT11T304M NSI, Cutting Conditions: v¢ = 100m/min

B Application Examples

Inconel 718, machine component external turning X5CrNi1810, Shaft component external turning & facing

150 pcs
o 3| ] s W
3
3 ¢ A x
NSI Conventional
NSl Competitors (AC510U) Tool

(AC510U)  Product ) ) ) )
Improved chip management. Suppressing cutting edge adhesion to

1,5 x higher tool life. Improved chip management. ensure a stable, long tool life.
Insert: DCGT11T302M NSI (AC510U) Insert: DCGT11T304M NSI (AC520U)
Cutting Conditions:  vc =35 m/min, f = 0,08 mm/rev, a, = 0,8 mm, wet Cutting Conditions:  ve= 100 m/min, f = 0,08 mm/rev, ap= 0,5 mm, wet

— Sharp designed cutting edge with low-cutting force

— Better chip control in wide range DOC for bar feeder machine

— Combination of high rake edge design and G-class precision
offers superior cutting performance

— Suitable for medical parts and high precision machining

B B B R §




B Negative Type

Chipbreaker Comparison

STERT
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Class Application Sumitomo Electric| Mitsubishi | Tungaloy Kyocera |Mitsub.-Hitachii Sandvik |Kennametal| SECO Tools| WALTER ISCAR
- FA FH TF GP QF FF FF1 SF
Fine Finishing ') "rg FSFY |NSZF |XPXFVF|FE FF2  |FP5
- LU, FE SASY |NM,SS |xacaPp|BE LC FN NF3
Finishing su SH TSTSF11 | HQ CEBBH|XFMF |CT MF2 NF, TF
LUW AFW, FW | WP WL,WP W-FF2
Wiper Edge  I'sew sw ASW, SW|wQ WEWMX |[FW  |W-MF2 |NF WF
Finishing to Light Cut | SE, SX LP AS,ZM,27|CJXS |AB,CT |PFKF |LF,33 MP3,NS6 | F3P, TF
E . GU UG |MAMV |TM HS,PS | AH XMQM |PMG | M3 GN, HT
Medium Cut GE, UX MH,MP |DM,AM | CSGSPQPT| AE,AY | PM,SMKM| MN, MP1 MP5NMANME| RF, LF
| Wiper Edge | GUW MW WM MW, RW| W-M3 | NM WG
. MU, ME GH,RP |TH,S |HTGTPH|REAR |PRXVRKR|RP M5,MR7 | NW7NM9,RPS| M3P,NR
Roughing MX HAS,MT | CH RN MR6
HG HAHZHXHBS| THS,TRS | PX,HX |TE,UE |QR RM,MR | R4,R5,R6 NR6,NRF | NM
HP HH,HXD | 65 HR,SR |RH R7 NR8 TNM
Heavy Cut HU, HW HY H
HF HCS | TUuS HXHE |MR RR9 |NRR  |R3P
Finishing Su, EF LM,SH |SS MQ,GU |SEMP |MF FPFSLF MF2  |NF4
. _ EX, EG GMMS |SFSA |MS,MU |PV 23 MS MF1,M1 TFVL
M Light to Medium Cut ey MM SM HU DE MM, SMR | MP MF3M3 |NM4 | M3M,PP
_ HM ES,1M.2M| S MF4, MF5 | NR4, RM5
Roughing EM, MU GH,RM | SH TK MR, MRR M5,MR3 MR
Finishing EF LS,FJ |HRF SF, SGF NFT
B Medium Cut EG, EX MJMS | HMM,SA SM, SMC NMT
Roughing MU GJ,RS SMR NRT
Light Cut uz LKMAMKSW| CM,CF | Standard |V,VA | KF UN M5 NM5 | GN
m Medium Cut GZ (UX(| | GHStandard | SenderdCH33| ZS,GC | Y.RE | KM,KR MR7 | RK5, RK7
Finishing FV, GH
m Light Cut Lv
Carburized Layer Removal | SV
B Positive Type
Class Application Sumitomo Electric| Mitsubishi | Tungaloy Kyocera |Mitsub.-Hitachi Sandvik |Kennametal| SECO Tools| WALTER ISCAR
o FC FJAM |01, JRPJTS| CF,GF.VF UM GT-F1  |FM4
B Finishing FB, LU FP,FK | FPFMFVSQ| PSF,PF,23 |GPXPMOPP| JQ,MP | PEUFNFKF | 11,UF,FP| FF1 PF4 PF
LUW sw WF FW W-F1  |PF WF
Wiper Bdge  I'spw WKWM |[MW | W-F2 WG
M Finishing to Light Cut | SI SMG JS CK
_ LB, SU (SK, SF~ | LPLM,SVMQ| PSS,PS,24 | HQ,XQ,GK| JE PMLUMMMPN]| LF F1 MP4MMAFK6| SM, 14
m Light Cut sc GQ,SK MP MF2
Medium Cut MU MVMMMK | PM PRURMRAR| MF F2M3M5  |PM5RP4RMA| 19
Finishing AG AZ ALPP | AH AL HP AL PM2 | ASAF
m Finishing to Light Cut | LD, GD
Finishing FV
m Light Cut Lv
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Chipbreaker Application

[ |Bumpy Breake

[ Break Master (CBN/PCD)

r [ |Standard Breaker [ ]Handed Breaker

[ |For Chamfering

_ Finishing to Medium Cutting |

Inserts

B B B R §

Depth of Cut (mm)

N FB Better chipcontrol under low feed

conditions with sharp edge shape.
0,80

7

CNMG120400NFB

Eﬂ’ BA/ 4

N = FA Profile breaker perfect

for fine finishing

1,0
2

["207
CNMG120400NFA

o= [
[c )} ArVd

N = F L Optimal breaker for chip

management on iron sheeting

1,0

7.

CNMG120400NFL

IEY BA/AO

N = F E Good chipcontrol from

low to high feed rate
1,40

S

CNMGWZMOONFE

lﬂ BA/A

Relief angle—

: "Vérsatils breaker Teaturing
-
xcellent wear resistance

5-— Work Material
- Characteristics

t- Cross Section

+- Cross Section Cat. No.

Stock Items -

N LU Effectve chip management for

fuctuating cut depths and copying

1,5
1.0
7
CNMG120400NLU

lﬂ BA/A

N = S P Shows excellent cutting performance

in finishing to light cutting
1.3
v",,
e 77,

CNMG120400NSP

7 BaArdE

P VIS S El

Effective in high-

N-SU
speed fine finishing
1.3
v
o >

CNMG1204’7{7NSU

N -S E Fnshing beakerreducestoolwear on ake face.

Efecie even for high effiency machining.

01 1,5
Tz
%50
CNMGQOAOONSE

lﬂ BA/ 4

N-EF

V =

lﬂ

IRVIESN S B

Chipbreaker for exofic alloy finishing
with excellent cmp management

rvnr //

CNMG120400NEF

Ay

N LU -W High performance finishing

breaker with wiper edge
1,5
1,0
[ Wiper 4
a= [0 CNMG120400NLUW

NS E-v u New high feed finishing

breaker with wiper edge

0,13+ 19
172

7

CNMG120400NSEW

a

k]

oo

PV KM s

Parallel breaker with

HA/D
L/IR-FX

" superior sharp edge
1,5
3 14°
7
a= | 0° TNGG160400L/RFX

A

LIR-FY EEE
Wide type breaker
with sharp edge
2,5

15°

7/
TNGG160400LIRFY

A

a= [o7

LIR-FT

Vo

o= [

Arc-shaped ground
type finishing breaker
1,35

Z
TNGG110300L/RFT

A

Standard breaker with
excellent cutting edge strength

1,2

g
L

SNMG120400NSJ

& VIKINTSTH]
L/R-ST Arc-shaped ground type

breaker for light cutting

1,65
a= ,T TNGG160300URST

Ba

Standard breaker designed
especially for use with exotic alloys

fy

CNMG120400NEX

BA/ 4

k

EYEN s E

Double positive edge for
optimal stainless steel cutting

[10°

N-UP
v ..

Eﬂ BA/ A

N -SX Perform copying and

raise steps
0.2 15°
°
3 Z
CNMG120400NSX

Eﬂ BA/4

Chipbreaker Application Range (Insert IC up to @ 12,7 mm)

£ 3 E 6 £ 3
E £ £
N-LU 3 2 3 4 3 2
- 5 5 N-GUW 5 | NSU
- = Ny =
HNFANFL £ 1 £ 2 .m £ 1
] N-FE o o o
S g A aS B i | BN
0,1 03 05 001 03 05 003 06 09 001 03 05

Feed Rate (mm/rev)

Feed Rate (mm/rev)

Feed Rate (mm/rev)

Feed Rate (mm/rev)

Indicated chipbreaker application ranges and shapes are representative values only. Actual values may change according to the actual catalogue number. For details, refer to stock pages (from Chapter B onward).
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[ |Bumpy Breaker
[ Break Master (CBN/PCD)

[ |Standard Breaker [ |Handed Breaker
[ ] For Chamfering

_ Medium to Rough Cutting

N = G U Features low cutting resistance

and excellent wear resistance

0,25 2.05
T 4250
7° 7

CNMG120400NGU

lﬂ BA/AO

N = G E Aversatie breaker vith excellent rake

surface wear n high effciency cuting

2.0
025
G

C(— CNMG120400NGE

Eﬂ BA/AO

Pl K NS
Extremely reliable and versatile
breaker with strong cuting edge

2.0

%?F L
7.

CNMG120400NUX

lﬂ BA/AQ

N-UX

0,25

N-UG B 1 17

versatile breaker
1.7
21°

0,2
b

7

CNMG120400NUG

BAY&

- 1o

ag

N-EG

Generalpurpose chpbreate o exof aloys

with good chp confroland wear resistance
1.75

CNMG120400NEG

lﬂ B4 4

Finishing breaker with wiper edge
for high efficiency medium finishing

NGU-W

25
0,3
=5 23°
Z
o= o7 CNMG120400NGUW

[C] a

L/R-UM EME [
General-purpose ground
type medium cutting breaker

2,0
0,15, 14°
%/
a= [o° SNMG120400L/RUM

g Ba

N = E M Achieves excellent fracture

and crater resistance

25
0,05
—>
7

= 1o CNMG120400NEM

89 84 &

PV KN s
Economical, double-sided breaker with
low cuting resistance for high feed cuting

2,5
Y
a= ,F CNMG120400NMU
J084 &

N-MU

N = M E Chipbreakerfor ough cuting hat suppors

Pigh-feed cutting vith reduced rake face vear
24

03,]
el

CNMG120400NME

844

o= [&
[C}

= VTKINTSTH]

Strong cutting edge
for interrupted cutting

N-MX

0,4
e 0204 .
5= 7

CNMG120400NMX

B4 4

N-UZ &R [T
Standard breaker with
stable cutting performance

03], 14°

7

CNMG120400NUZ

lﬂ BA/4

4°

N-GZ

Exiremely reliable standard

breaker with strong cutting edge
0,25 1.9
16°

Z

CNMG120400NGZ

SYTY AW

FrEr:

P K NS

Wide, M cass, handed breaker wih low

L/IR-HM

b
w . 22,7
o= o

/04

25°

1 5°g

%

TNMG160400L/RHM

B i

catin resistanc for medum to ough cuting.

Chipbreaker Application

STERT

B < P @ @8N @

No breaker
€6 €6 NMUA-MX z €6 £
E E E £ E
34 3 4 e 3 3 4 N-GZ 3
2 eunug NGE 2 2 2 Mz 2 N-MU
3 2 N-UX 3 2 a 3 2 =
] ] ] 3 ]
N-EX/N-UP
0 0,3 0,6 0,9 0 0,3 0,6 0,9 0 0.3 0,6 0,9 0 0,2 0,4 0,6 0,6 0,9

Feed Rate (mm/rev)

Feed Rate (mm/rev)

Feed Rate (mm/rev)

Feed Rate (mm/rev)

Feed Rate (mm/rev)

Indicated chipbreaker application ranges and shapes are representative values only. Actual values may change according to the actual catalogue number. For details, refer to stock pages (from Chapter B onward).
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Chipbreaker Application
| NegatveType

[ |Bumpy Breaker
[ SUMIBORON Break Master

[ |Standard Breaker [ ]Handed Breaker

[ |For Chamfering

Rough Cutting

N = H G Excellent chip management

v for heavy cutting

04 22°
o= [o° CNMM160600NHG

Bi

7.

N = M P Single-sided breaker with low

- o

B0 8ai

cutting resistance for rough cutting
.3
22°

|
CNMM160600NMP Q—

Eﬂ’

N HP Strongest cutting edge

for heavy cutting

CNMM160600NHP

(ST

Inserts

N = H U Strong edges and excellent chip

management for heavy cutting
3.2

0,25]] 0.6

W

SNMM250700NHU

o= o

N = H W Two step breaker with excellent

o= &

N-H

chip evacuation for heavy cuting

6.3

+40,75

0.3 Y70
-15° ‘

SNMM31090oNHW | 0= | 0°

[C]

F Strong edge chipbreaker forheavy cuting with
excelnt chip evacuaton even n hgh-eed cuttng

025104

20°
15° 4

SNMM19060oNHF

[PIMIKINTS I

N G H For cutting hardened steel

with low cutting force and
excellent chip control
35
a= ,_

7/
CNGG120400NGH

A

B B B R §

For Hardened Steel

=
Lo

Depth of Cut (mm)
o o

Feed Rate (mm/rev)

Feed Rate (mm/rev)

E15 E 30
N-HF E N-HF E
HP Type = N-HU N-HW = I
310 O 20
e k] i N-HP 5
I vl \.
e £s5 —1| £10
L ° T | ¢
o a
04 08 12 0 04 08 12 0" 06 12 18

Feed Rate (mm/rev)

Indicated chipbreaker application ranges and shapes are representative values only. Actual values may change according to the actual catalogue number. For details, refer to stock pages (from Chapter B onward).
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[ |Bumpy Breaker

[Break Master (CBN/PCD)

[ |Standard Breaker [ |Handed Breaker

_ Medium to Rough Cutting |

Chipbreaker Application

N F P Provides good chip

74

Eﬂ Bi

control in fine finishing

1 ;40

CCMTO09T300NFP

N-FKE .l

a=\re

Finishing breaker with sharp
edge and good chip control

1.1

w7

TPMT160400NFK

8a

=z N-FBE N Ly@: NLU W
'g’ Finishing chipbreaker for softseel providing Chip management 5| nificantly| High performance finishing
5 exceHemcm wmm\andsurfacefmshquahty ! \mproved infine fms ing breakerwwth wwper edge
g W
= ll/ 775
[72) /7 7 /
C |a=[3 [ CCMTO9T300NFB | = CCMTO9T300NLU | = CCMTO9T300NLUW
< 5o {72 T 1 1
[T
[c J04 ay .. ﬂ Ay E
N-LB B LT IN-SU v 11 1IN-US Evm |
Light-cutting breaker with sharp General-purpose breaker Breaker for small
edge and good chip control with sharp edge diameter boring bars
o \-4 S e
v v U /
= Z %; % 7
'8 a= [ [7 e ComMTooT3ooNLB | o= 7o [ TPMT110300NSU | oy= (e CPMH090300NSU
2 BF AyeBF Bay @
= IN-MUBEL_IN-SFE
-— Long lifetime breaker with Very reliable breaker
c low cutting resistance with sharp edge
R 02118
- ‘m
Yr7
a= [7= T TPMTI60400NMU | O= [ 11° TPMT160400NSF
oy A\ A

_ G Class with Ground Chipbreaker|

Finish to Light

PIM KM s H PIMIKNSH PIMKN s
R FW Wide dimple breaker L/R-FX Parallel breaker with L/R-FY Wide breaker with L/R-FYS Breaker for fine cutting
J with sharp edge v sharp edge sharp edge 6 with sharp edge
0,90 1.5
AN
/) 4 V27 27
a=[5 [ TPMT1H020:LRFW | =[50 [7 7o TPGTH0300LRFX | @= [T5° [72 (710 TPGT110300LRFY | = [T5° [ 70 CCGT04X100L/RFYS
A Q@Y BAyYLABY BAyLBF ya
P Yl K NS EME o] & VIKINISTH]
L/R-W Wide type finishing L/R-SD Stepped parallel L/R SDW Parallel ground type with high
breaker /' ground type performance wiper edge
%/%/;// %
o= [ [m° TPGR11030cLRW | o= 72 (1= TPGT10320LRNSD | = {7172 TPGX110300LIRSDW
A anp i JTy

Depth of Cut (mm)

Indicated chipbreaker application ranges and shapes are representative values only. Actual values may change according to the actual catalogue number. For details, refer to stock pages (from Chapter B onward).

N

N

o

Chipbreaker Application Range

E4
E
= ;
(&) N-SU N-SF r
N-FK = \ N-mu
° 2
< C -US
N-FH_N-LU N-Low 53
[I o N-LB
! . N . .
04 0 04

0,2
Feed Rate (mm/rev)

0,2
Feed Rate (mm/rev)

—Depth of Cut (mm)

Feed Rate (mm/rev)

STERT

B < P @ @8N @
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[ |Standard Breaker [ |Handed Breaker

Chipbreaker Application >~

*
N_FC* N-SI* P VIS S I N_SC*EED:\:D Remarks:
Peripheral grinding 3D breaker with Sharperedge reaker o a wie renge of Two step breaker N-FC, N-SI and N-SC have minus tolerance

good chip control and sharp edge ] cuting applatons from fishing o ght cting for light cutting indicated by "M” after the nose radius

q y 0.9 v v 1.0 Example: .
M' DCGT 117302 M NSI AC520U

% % A 8

a= | 7° ‘ 1° CCGT09T300NFC CCGT09T300NSI TCGT110320NSC

[c ¥ a4y .EY Ay Eﬂ B4

¢ IN-RX 2.2 N-RP BT
E Round, bumpy type insert with) Standard breaker
g excel\ent chlp management for copying
- 0, 2
1 04
15°
”

RCMX1606MON-RX

_ For Al - Alloy Machining

N -AG LT
Al breaker for mirror
finish and anti-adhesion

& e

CCGT09T300NAG

ag 4

RCMX1606MON-RP

B B B R §

€ 4 €6 T4
E | nsi E £
g , g 4 N-RP 3
k] - k] 5 2
s N-SC 2, N-RX 2
& NFT & &
a . a a
0 0.2 04 0 0.2 06 0701 03 05
Feed Rate (mm/rev) Feed Rate (mm/rev) Feed Rate (mm/rev)

Indicated chipbreaker application ranges and shapes are representative values only. Actual values may change according to the actual catalogue number. For details, refer to stock pages (from Chapter B onward).
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‘ | | BumpyBreaker [ IStandardBreaker | |Handed Breaker ‘ Chipbreaker Application

SUMIBORON Insert CBN

- N LV [PIMIKIN[S I N-FV [PIMIKIN[STE]

-% Significantly improved chip control Significantly improved chip control

=5 during hardened stee finishing during hardened stee fnishing

0,60 R 0,4

o 0,05 30 W 45°

L=

N eresk aster ] _35° %

£ (o= [7 o= o [ 7 ’

L

[cJD) A )!7 E Ay

5 IN-SV L. LLE

> S\gmﬂcam\y improved chip management
S— removal

@©

8 S W 0.15 0,84

N &

=)

:n: [ Break Master ] } /%
% - I 35°
S E /o A

SUMIDIA Insert PCD

£ IN-LD ‘sl i N-GD i 2l LIR-DME B
-g) Ideal for finishing of Al by utiizing Ideal for firishing to general machining of Perfect for highspeed

- — a special cutting edge shape by utizing a special cuting edge shape finishing of aluminium alloy
| .

s | & o S o S

L=

@B % % T
E o= 7 i NF-CCMT060200NLD | o= [77° [A7° NF-CCMT06020oNGD | a= |72 {717 NU-CCMT09T300L/R-DM
L

[c ) Ay . By Ay Bp A

Chipbreaker Application Range
SUMIBORON (Heavy Steel Machining) ~ SUMIBORON (Carburized Layer Removal) SUMIDIA (For Aluminium

(IC up to @ 12,7 mm) (IC up to @ 12,7 mm) Alloy Machining)
£ 07 07 € 2r N
£ £ NSV £
8 0,5 g 0,5 8 N.GD
= = = 1l
£ ey 187 £
Q o Q.
801 N & 01 3 N-LD
0 0.1 0.2 03 0 0.1 02 03 001 02 03 04
Feed Rate (mm/rev) Feed Rate (mm/rev) Feed Rate (mm/rev)

STERT

B < P @ @8N @

Indicated chipbreaker application ranges and shapes are representative values only. Actual values may change according to the actual catalogue number. For details, refer to stock pages (from Chapter B onward).
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C DIAMOND TYPE

INSERTS FOR TURNING

Negative Inserts

80° Diamond Type

0° Relief

With Insert Hole

Dimensions (mm)
CN L IC S D4 @
0903.. | 9,7 | 9,525 | 3,18 | 3,81 AELE
0904.. | 9,7 | 9,525 | 3,18 | 3,81 J
1204.. | 12,9 12,7 | 4,76 | 516
D41

-

.
| s |

E Steel
M Stainless Steel
m Cast Iron

= D12, D18

m Non-Ferrous Metals
S Super Alloy
I%1 Hardened Steel

Cermet | Carbide
..‘ ._.. Coated\Uncoated Uncoated
[P M K] ODBE4% | B BIB0
B S e = R N R R
g ®M-Class, Double Sided Bumpy Chipbreaker §§§§%§§§§§g g§g§§§§§g§§§§§g§§
QE Application | Shape ISO Cat. No. RE |/ </ </<|<|</<|< < |<|q|< << << |<|<|< < | < | <= R = || T
2
£ _ CNMG 090304 NFB 0,4 o) olo| |o
o Ez CNMG 090308 NFB 0,8 o) Qlo| |o
£ 3 CNMG 090404 NFB 0,4 (o} 0|0l |0
@ 2 54 CNMG 090408 NFB 0,8 (e} 0|o| |o
T NFB
g oo Goyz o4 CNMG 120402 NFB 0,2 o} o|o|o|o
T Feod rats (mmitev) CNMG 120404 NFB 0,4 o olojojo
CNMG 120408 NFB 0,8 (o} 0|0(0|0
£/
D .
o ’5«4? CNMG 120402 NFA 0,2 ®ee0e
JK/ s < | CNMG 120404 NFA 0,4 ®00e
2 2,0 < CNMG 120408 NFA 08 e00/e
w c
® |5
w 0 0,2 0,4 0,6
Feed rate (mm/rev)
[s] o Eef s;"%;‘ , | CNMG 090308 NFL 08| |o
Zl 5 ¢t
jé 5 2} %’*3 CNMG 120404 NFL 04| |0 Q Q ®00le
s | NFL | CNMG 120408 NFL 08 |o o e00le
2 3
ic 0 0,2 0,4 0,6
Feed rate (mm/rev)
i CNMG 090304 NFE 04 oo| |a| |a| |olo olo| |o
v 9 = CNMG 090308 NFE 0,8 |0|o| |a| |a| 0|0 olo| |o
£l £ CNMG 090404 NFE 04 |olo| |a| |a| |olo olo| |o
2|3 CNMG 090408 NFE 0,8 |0/o| |a| |a| |o|o olo| |o
il s 1
@ 2 %0 S CNMG 120402 NFE 0,2 |O|0|O|A| |a| |O|O Q|0|0|0
e 02 04 CNMG 120404 NFE 0,4 |o|o|ola| |a| o]0 olololo
Feed rate (mm/rev) CNMG 120408 NFE 0,8 lO/O|O|a| |A| [O|O 0|0|0|0
CNMG 120412 NFE 1,2 [0/0|O|Aa| |A| |O|O (e]le]le]le)
gl %, | CNMG 090304 NLU 04 [0lo| |ala| | |o olo| o
=l " #% 5 | CNMG 090308 NLU 0.8 00| |alal | |o olo| |o
§ "Standard” v
%zf b NLU CNMG 120402 NLU 0,2 Q| o 0o|ojojo
9 8, CNMG 120404 NLU 04 @@Oala Q| |o ® 000
£ 02 04 06 CNMG 120408 NLU 0,8 @ ®0|alala| 0] |0 ee00
2 Feedrate (mmirev) CNMG 120412 NLU 12 l@|@olala] | o e0l0
L g B
% 4t 5 ff '; -
3 ["Wiper' W type g CNMG 120404 NLU-W | 04 @@/ (ala |0 Ala oo
£°f bNLU W CNMG 120408 NLU-W |08 |@/®| |ala| (@O AlA e0| o
g " CNMG 120412 NLU-W 12 @@ [Ala o AlA (o} o}
0 0,2 0,4 0,6
Feed rate (mm/rev)
g & CNMG 090404 NEF 0.4 ololo
o 3 ¢ CNMG 090408 NEF 0,8 o|ojo
£l 5
B £* CNMG 120404 NEF 04 o|e[o ojoloo olaa oo
i & 1 Uy NEF | CNMG 120408 NEF 0.8 loje/o elololo olala olo
002 04 06 CNMG 120412 NEF 1,2 |o|@|o Ole|e o |a
Feed rate (mm/rev)

@ = Euro stock

C1 8 O = Stock item in Japan
A =To be replaced by new item




Negative Inserts C DIAMOND TYPE

INSERTS FOR TURNING

A E Steel
M Stainless Steel
m Cast Iron

0° Relief Dimensions (mm)

80" Diamond Ty Wi ihsertrige] |cv | L [ ic | s [o. | A%

0903.. | 9,7 | 9,625 | 3,18 | 3,81

RE 0904.. | 97 | 9,525 | 3,18 | 3,81 '
] 09T3. | 97 | 9,525 | 397 | 3,81 = D12, D18 = E8 [ Non-Ferrous Metals
"51 1204.. | 12,9 | 12,7 | 446 | 5,16 D41 S Super Alloy
% 1606.. | 16,1 | 15,875 6,35 | 6,35 [*] Hardened Steel
80° L' | LISl
Carbide Cermet | Carbide
C N M G .‘. .. ._.. Coated Coaled\Uncoaled Uncoated
[P vk @I pDHEEYR O BImBE0O
| | e e e A e N N R
® M-Class Double Sided Bumpy Chipbreaker §§§§§§§§§§§§ggg§§§é%8%8888§§§r =
Application\ Shape ISO Cat. No. RE |<|</</<|<|< 2|2 |< /<< (<< < |< < |< /< |<| << R F - |Oo|u|w [T 88
CNMG 090304 NSU 04 |Ol®| |Ala| |@® ) %
CNMG 090308 NSU 0,8 @0 Ala| |@ °
CNMG 09T304 NSU 0,4 0|0
CNMG 09T308 NSU 0,8 0|0 @
Ey . .
o 3 i CNMG 090404 NSU 0,4 |O|O| |A|a|a Q| 00
£ “g ) CNMG 090408 NSU 0,8 00| |A| |a Q| |0lo
= & NSU | CNMG 090412 NSU 12 [oo| |a| |a o| lolo DJ
P2 e os CNMG 120402 NSU 0,2 oleo o| |e| |a| | lolololo
Feed rate (mmirev) CNMG 120404 NSU 04 @0 0aaroeee eeAla OeO0® JK/
CNMG 120408 NSU 0,8 |@®@|®Alaaoeee @0 AA OeOl0®
CNMG 120412 NSU 12 |@/®OlA|a|a @000 ©(0 A A eeOe @
CNMG 120404 NSE 04 ®®@OQ|AAA ol |0l0
CNMG 120408 NSE 0.8 |@®[0/a|ala o| lolo B
CNMG 120412 NSE 12 @@ @A AA
"Standard”
o B4 NSE 5 CNMG 090404 NSEW | 04 (00| || |a
£l = wiver w tvoe | CNMG 090408 NSE-W 0,8 [0/Q| |a| |a
g 3 "NSE-W A
= %5 2 -
£z CNMG 120404 NSEW | 04 @0 |ala o
3o . ‘ ‘ ‘ CNMG 120408 NSE-W 08 @@ |AA (o} o
0z 04 06 08 | CNMG 120412 NSE-W 12 |0j@| |ala
Feed rate (mm/rev) 5
\'}
o~
E, - CNMG 120404 NSX 0,4 |0|0|O|A|A|a olo| o @
o = CNMG 120408 NSX 0,8 |@®®AAA o) o)
g 2. B CNMG 120412 NSX 12 [®oo| | |a
2 g NSX
o 8¢ 02 04 06
Feed rate (mm/rev)
CNMG 090304 NGU 04 Ol® AlA (o))
CNMG 090308 NGU 0,8 |0 AlA fo)[e)
CNMG 090404 NGU 04| O |a |a o| |0l0
. CNMG 090408 NGU 08| O |A| |a o| oo
% CNMG 090412 NGU 1,2 oo |a| |a olo o| olo
"Standard”
6 aﬁ&ru CNMG 120404 NGU 04 @ @@ AAAeOO®OO®OO O| |a| |O|O o}
wiper w type | CNMG 120408 NGU 0,8 |@/®@® AAAOGO®O®S®OO O| |A| OO o)
’§4 NGU-W | CNMG 120412 NGU 1,2 |0|/@|®@|a ala00 0000 o| |a| |0
1 CNMG 120416 NGU 16 O®®AAA (o](e)
22
ol CNMG 160608 NGU 0,8 |@@®0|Aa|a|@0 (@00
gl 8o Sl CNMG 160612 NGU 12 @/®@(®AAA®O |00
2 oo " | CNMG 160616 NGU 1,6 |®®OA|A A o|e/o|o
> Feed rate (mm/rev)
= CNMG 120408 NGU-W | 08 @/0| (ala o | |8 | | |aa
CNMG 120412 NGU-W 12 |@® |AA| @ ) AA
CNMG 160612 NGU-W 1,2 |O|0|0

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item C1 9



C DIAMOND TYPE

INSERTS FOR TURNING

Negative Inserts

80° Diamond Type

L

0° Relief Dimensions (mm)

With Insert Hole CN L | IC | S | D v
0903.. | 9,7 | 9,525 | 3,18 | 3,81 AELE
0904.. | 9,7 | 9,525 | 3,18 | 3,81 J
0973.. | 97 | 9,525 | 3,97 | 3,81 > D12, D18

"FI 1204.. | 12,9 | 12,7 | 446 | 516 D41
e 1606.. | 16,1 | 15,875 | 6,35 | 6,35

1906.. | 19,3 | 19,05 | 6,35 | 7,94

W

m Non-Ferrous Metals
S Super Alloy
I%1 Hardened Steel

M Stainless Steel

Carbide
CNMG 000000 B-EN
[P] M O DHEEYR K1V
. | 5 HBana 238258 0B85 30Nt |0l
0 ® M-Class Double Sided Bumpy Chipbreaker §§§§%§§§§§g ggggggég g§§§§§§§§
QE Application | Shape ISO Cat. No. RE |/ </ </<|<|</<|< < |<|q|< << << |<|<|< < | < | <= R = || T
2
= CNMG 120404 NGE 04 |@@@alala
CNMG 120408 NGE 0,8 |@®®alala
CNMG 120412 NGE 1,2 lo|@|®|alala
/c) CNMG 120416 NGE 1,6 @ ®0]a A
= £
o £ CNMG 160608 NGE 0.8 [ooola
§ 2 CNMG 160612 NGE 1,2 |@|®|0|alala
3 £ CNMG 160616 NGE o004alaa
5 = 8o 0,2 04
D oo e o CNMG 190612 NGE 1,2 |@|®|o|alala
eed rate (mmirev) CNMG 190616 NGE 1,6 [0/®|0]a|ala
/K/
@ CNMG 090304 NUG 041 o | |a
CNMG 090308 NUG 08| o A
CNMG 090404 NUG 041 o
@ CNMG 090408 NUG 08| (o | |aja
° *2- | CNMG 09T304 NUG 04| o
e #%’ | CNMG 09T308 NUG |08 | |o
S €
/A 2l 3, NUG | CNMG 120404 NUG 04 0je|e| |a/a
3| 5 CNMG 120408 NUG 0,8 @@ ® |AA
3 7, CNMG 120412 NUG 12 o|ol® A
2| 9 0z 04 CNMG 120416 NUG 16| [ol®
v reed rete (mmirer) CNMG 160608 NUG 03| | lo
CNMG 160612 NUG 1,2 o
CNMG 160616 NUG 6 |ololo
@ CNMG 190608 NUG 0,8 ol | |a
CNMG 190612 NUG 12| |ole A
CNMG 190616 NUG 16 | |olo
CNMG 190624 NUG 2.4 A
CNMG 090408 NEG 0,8 ololo
CNMG 090412 NEG 1,2 ololo
.| E¢ CNMG 120404 NEG 0,4 |o/@lo N olo °
3| 3 CNMG 120408 NEG 0,8 O/®0 eooo0o (10) 10
g EZ CNMG 120412 NEG 1,2 |O/@|O (I )le} ole ole
B do—grs CNMG 160608 NEG | 08 0/e[o | | oo
Feed rate (mm/rev) CNMG 160612 NEG 1,2 O® 0O (I J o Q|0
CNMG 160616 NEG o) )le} o) o}
CNMG 190612 NEG 1,2 |O|0|O (0 (o} 0|0
CNMG 190616 NEG 1,6 |0|0|O 0 (e} 0|0
4 g ™, CNMG 120404 NEX 0,4 eeooe ®(®AA
s £ 5P | CNMG 120408 NEX 08 oooe o0aa o
O gZ CNMG 120412 NEX 1,2 o000 ®(0AA
g % NEX
3| Bo gy CNMG 160612 NEX 1,2
= Feed rate (mm/rev)
CNMG 190612 NEX 1,2

@ = Euro stock

C20 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts C DIAMOND TYPE

INSERTS FOR TURNING
1204.. | 129 | 12,7 | 4,46 | 5,16

A E Steel
M Stainless Steel
1606.. | 16,1 | 15,875 | 6,35 | 6,35 m Cast Iron

1906.. | 19,3 | 19,05 | 6,35 | 7,94 = D12, D18 2 E8 IIINon-Ferrous Metals
1 _I 2509.. | 258 | 254 | 952 | 9.2 D41 S| Super Alloy

[I] Hardened Steel

0° Relief Dimensions (mm)

80° Diamond Ty Wi ihsertrige] |cN_| ¢ | 1c | s (o, | A%

Carbide Cermet | Carbide
.. ._.. Coated Coaled\Uncoaled Uncoated
[P vkE [ pDHEYR B IBO0O
| | e e e A e N N R
® M-Class Double Sided Bumpy Chipbreaker R RSN S SRR EREE S S =
Application | Shape ISO Cat. No. RE 2222222222222 2 2222 R EE|oMmET g%
=i
CNMG 120404 NUP 04| e@ |AAee00@ @@ AAl O o) (2
CNMG 120408 NUP 08| @o/® |ala000@® @0 AA O
L CNMG 120412 NUP 12| @@ Ar0000 O|OlA|a| O
;i CNMG 120416 NUP 1,6 A

CNMG 160612 NUP 1,2

[ J
>
[
[J

Medium Cut
Depth of cut (mm)
N S~
=
c
O

0,2 0,4 0,6

CNMG 190612 NUP 12| @@ |Ala °

Feed rate (mm/rev)

CNMG 120408 NEM 0,8
CNMG 120412 NEM 1,2
CNMG 120416 NEM 1,6

6 i ! }
O CNMG 160608 NEM 0,8
NEM CNMG 160612 NEM 1,2
CNMG 160616 NEM 1,6

C 00
[ X XK )
00O
cee
[ X )
[ XK )

00O
[ X X
0O
® 00
® 00
® 00

CNMG 190612 NEM 1,2
"oz 04 o6 CNMG 190616 NEM 1,6
Feed rate (mm/rev) CNMG 190624 NEM 2,4

[OeN®)
cee
[OeN¢®)

CNMG 250924 NEM 2,4 0oj0 o

Medium Cut
Depth of cut (mm)
B < P @ @7 N\ I8

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item 021



C DIAMOND TYPE Negative Inserts

INSERTS FOR TURNING

0° Relief Dimensions (mm)

80° Diamond Type | Wi insertoe| [cN | ¢ ©c [ s [o.

& I3 Steel
0903.. | 9,7 | 9525 | 3,18 | 3,81 f M Stainless Steel
1204.. | 12,9 12,7 | 4,76 | 516 m Cast Iron
1606.. | 16,1 | 15,875 | 6,35 | 6,35 = D12, D18 = E8 M Non-Ferrous Metals
1 FI 1906.. | 19,3 | 19,05 | 6,35 | 7,94 D41 S Super Alloy

m Hardened Steel

L)
o

L

Carbide Cermet | Carbide
CN M G ‘....‘ ._.. Coated Coated\Uncoated Uncoated
[P] m W I DREE4dR| B BAED
B S e = R N R R
0 ® M-Class Double Sided Bumpy Chipbreaker §§§§%§§§§§ggggg§§§§§8§§§§§g§§
QE Application | Shape ISO Cat. No. RE |/ </ </<|<|</<|< < |<|q|< << << |<|<|< < | < | <= R = || T
P4
£ CNMG 120408 NMU 0,8 @@ ®lalalaee |o eealal O o)
8- CNMG 120412 NMU 12 @00 AAAOO® @ ® 0 A A
/‘., CNMG 120416 NMU 1,6 |@/®0|alala ole|ala
—6 R
/c/ £ v CNMG 160608 NMU 0.3 |@0/eaalalee o
e NMU CNMG 160612 NMU 12 @|j@e@alala00 |@ o0
2 s CNMG 160616 NMU 16 @0@aaaroe |@ ®0AlA
g5 | CNMG 160624 NMU 2,4 A
/7 |3 8°
b & | CNMG 190608 NMU 080 @ |aa
02 o4 06 08 | CNMG 190612 NMU 1,2 |0|/0|®AAAoe |@ O|®|A|lA
JK/ Feed rate (mmirev) CNMG 190616 NMU 1,6 |0|®0|®AAAoO |O ®0 A A
CNMG 190624 NMU 2,4 |0|ojo| |a o
@ CNMG 250924 NMU 24 0jole
@ CNMG 120408 NME 08 @®®alala olo
CNMG 120412 NME 12 |@|/@®|alala olo
CNMG 120416 NME 1,6 @/®0|ala olo
6
é o T NME | CNMG 160608 NME 0,8 |0|@0]a|a|a olo
£l E4 CNMG 160612 NME 1,2 |@|@|®|ala|a olo
g 3 CNMG 160616 NME 1,6 |@|/®0|alala olo
g 22
* g CNMG 190612 NME 12 [olo[o]a|a oo
= oL . | CNMG 190616 NME 1,6 @@(®|alala olo
v 20 CNMG 190624 NME 24 |oo|o olo
Feed rate (mm/rev)
@ CNMG 250924 NME 2,4 |ojolo olo
CNMG 090304 NUX 0,4 A
: < = | CNMG 120404 NUX 04 [0/e®|a]ala
= w CNMG 120408 NUX 0.8 [@®®aala
Es CNMG 120412 NUX 12 |@|/@®|alala
g 2 NUX | CNMG 120416 NUX 16 (0(0]0alala
< 22
il CNMG 160608 NUX 0,8 [#0[0]a|a|a
Xl "o 55 —s | CNMG 160612 NUX 1,2 @@ @ AlA A °
o CNMG 160616 NUX 1,6 |@|®/0/alaa °
Feed rate (mm/rev)
CNMG 190608 NUX 0,8 o | |a
CNMG 190612 NUX 1,2 [0/0[0|a |a|a
CNMG 190616 NUX 1,6 O@OA|A A
. CNMG 120408 NMX 08| @@ |aa
~ CNMG 120412 NMX 12| (@@ |ala
E, CNMG 120416 NMX 16| (@@ |aa
o 3
£l <, CNMG 160608 NMX 08| (@ | |a
= CNMG 160612 NMX 12| @@ |ala
@38, . . | CNMG 160616 NMX oo |aa
0,2 0,4 0,6 0,8
Feed rate (mmirev) CNMG 190612 NMX 12| |oj® |ala
CNMG 190616 NMX 16| (@@ |aa

@ = Euro stock
C22 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts C DIAMOND TYPE

INSERTS FOR TURNING

A E Steel
M Stainless Steel
m Cast Iron

0° Relief Dimensions (mm)

80° Diamond Tvpe With Insert Hole cN_T L [ic [slo| A%

0904.. | 9,7 | 9,625 | 3,18 | 3,81

RE 1204.. | 129 | 127 | 476 | 516
1606.. | 16,1 | 15,875 | 6,35 | 6,35 » D12, D18 o E8 ¥l Non-Ferrous Metals
5 1906.. | 19,3 | 19,05 | 6,35 | 7,94 D41 S| Super Alloy

[I] Hardened Steel

NI

L

807 /|« o -l .
Carbide Cermet | Carbide
C N M G .‘.'.. ._.. Coated Coated [Uncozted] Uncoated
[P vk @I pDHEEYR O BImBE0O
| . e e e A e N N R
® M-Class Double Sided Bumpy Chipbreaker ggg;gggggggggg;ggg;g§$§§§§g5g =
Application | Shape ISO Cat. No. RE 2222222222222 2 2222 R EE|oMmET g%
ae
("]
CNMG 090408 NGZ 0,8 0|0|0|A|A
CNMG 090412 NGZ 1,2 O|Q[O|A A
. CNMG 120404 NGZ 0.4 e00aa /c/
. CNMG 120408 NGZ 0,8 ® 00 AA
3 E4 CNMG 120412 NGZ 1,2 ® 0 0AA
g =5 CNMG 120416 NGZ 1,6 ® 00 AA
3l s NGZ LS
x %2 CNMG 160608 NGZ 0,8 Qlo A D
o CNMG 160612 NGZ 1,2 O|0[O|A|A
%2 o4 os os | CNMG 160616 NGZ 1,6 Ole| |Ala JK/
Feed rate (mm/rev)
CNMG 190612 NGZ 1,2 (o] @
CNMG 190616 NGZ 1,6 QO|Q[O|A A
CNMG 120404 NUZ 04| |0 A ®O0|AA @
CNMG 120408 NUZ 08| O|O| |a ® 00 AA (o}
Q = | CNMG 120412 NUZ 1,2 | |00 ®00AA
° CNMG 120416 NUZ 16| |O Ol0|@|A A i
ol £
£ ‘;’4 NUz | CNMG 160608 NUZ 0,8 | |00 A
g’ - CNMG 160612 NUZ 12| |00 ® 0 0AA
X £2 CNMG 160616 NUZ 16| OO |a ® 00 AA
8 e
o5 s s | CNMG 190608 NUZ 08| |00 |ala v
Feed rate (mmirev) CNMG 190612 NUZ 12| |00 O|0|®|a|a
CNMG 190616 NUZ 1,6 | (OO |a I IC IV

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item 023



C DIAMOND TYPE

INSERTS FOR TURNING

Negative Inserts

80° Diamond Type

L

CN 000 B-IN

MM 000

0° Relief Dimensions (mm)
With Insert Hole CN__| L [ IC S | D ¥
1204.. | 12,9 | 12,7 | 4,76 | 5,16 (A
1606.. | 16,1 | 15,875 | 6,35 | 6,35 /
1906.. | 19,3 | 19,05 | 6,35 | 7,94 % D12, D18
] 7,_1 2507.. | 258 | 254 | 794 | 92
e 2509.. | 258 | 254 | 952 | 92

- ~

& E Steel
M Stainless Steel
m Cast Iron

m Non-Ferrous Metals
S Super Alloy
I%1 Hardened Steel

Cermet | Carbide

Coated |Uncoeted] Uncoated

Neg.
Inserts

CNMM 250724 NMP
CNMM 250924 NMP

[P M B DEE4R | B IBNO
B Bana =825 xx0B88o03 0 N o
® M-Class One Sided Bumpy Chipbreaker R ERE RS R B E R R R
Application | Shape ISO Cat. No. RE 2222222222222 22 2222 2Lr 2 c|ommT
CNMM 120408 NMP 08 o®o®@aaa 000 Ol |a
CNMM 120412 NMP 12 @@@Aaa @ |@ Q| |a
o . CNMM 120416 NMP 16 O@®@alalal @ (O
o T et CNMM 160608 NMP 08| oo |ala| [of |@ ol |a
. . NMP | cNMM 160612 NMP 12 @/@/@aalal O |o ol |a
g £ ‘ CNMM 160616 NMP 16 l@/@®@aa o| |e o |a
£ 26’ L CNMM 160624 NMP 24| |e@ A
> <4
§ g N CNMM 190608 NMP 08| @@ |ala| |O Ol |a
I 7 CNMM 190612 NMP 12|0@l@ |aAla| @ |@ Q| |A
s | CNMM 190616 NMP 16 @|@®alala| o |o o |a
Feed rate‘(mm/rev) CNMM 190624 NMP 24 Olel@|lalala| O O

N
N
(®]
»

B A b B ek K

CNMM 160612 NMH 12 olole |ala o
o £° CNMM 160616 NMH 16 |o|@/®| |ala| |®
£ E|
53 CNMM 190612 NMH 12 e/e/® |ala |o
8l sor CNMM 190616 NMH 16 |o|@|®| |ala| |®
= B CNMM 190624 NMH 24 @e® |aa
©
LT CNMM 250924 NMH 24 | lo
l;eed ‘rate (‘mm/rvev) ‘
CNMM 120408 NHG 0,8 @@ ®aaa °
R CNMM 120412 NHG 12 |o|@|®ala a o
o El CNMM 120416 NHG 16| |o| |ala °
£l s
g5 CNMM 160608 NHG 08 ® | |a °
35 CNMM 160612 NHG 12 |o|@|®ala a °
- © CNMM 160616 NHG 16 (@ @@ AAA °
sl 7 CNMM 160624 NHG 24| @ | |a
T
"; S‘ t“ “/“ oo CNMM 190612 NHG 12 lo|@|@|alala o
eed rate (mm/rev) CNMM 190616 NHG 1,6 @/®®|alala °
CNMM 190624 NHG 24 @ ®®AAA o)
. CNMM 120408 NHP 08| @@ |aa
J— S CNMM 120412 NHP 12| |o|® |ala
E Y - CNMM 120416 NHP 16 | |olo
[o) RIS ! N
I={— :‘C.mmwaq;cs b
5 <4 . NHP | CNMM 160608 NHP 08| 0@ |ala
3l b CNMM 160612 NHP 12| loje| | |a
e g ) CNMM 160616 NHP 16| (@@ |ala
> .
3 CNMM 190608 NHP 08| |oe| |aa o
02 04 06 08 10 12 CNMM 190612 NHP 1,2 [ I J A A o
Feed rate (mm/rev) CNMM 190616 NHP 16| |o|® |ala o
CNMM 190624 NHP 24| @@ |aa o

@ = Euro stock

C24 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts C DIAMOND TYPE

INSERTS FOR TURNING

E Steel
' M Stainless Steel
m Cast Iron

2 D12, D18 2 E8 m Non-Ferrous Metals
,,Ei S Super Alloy
[ Hardened Steel

0° Relief Dimensions (mm)

80° Diamond TyPe Wi hsenrige] |cv | . | 1c | s (o, | A%

1906.. | 19,3 | 19,05 | 6,35 | 7,94
2509.. | 258 | 254 | 9562 | 9,2

Carbide Cermet | Carbide
C N M M ‘..... ._.. Coated Coated |Uncoeted| Uncoated
[P] vk @I DHEE¥YR| B IO
%%%mamgggﬁgﬁ:c:cx:)%ﬁ:):)g:),\,NQ:(
® M-Class One Sided Bumpy Chipbreaker SRR RS R S =
Application | Shape ISO Cat. No. RE 2222222222222 2 2222 R EE|oMmET g%
Q
2¢
e CNMM 190616 NHU 1,6 A |a °
o £ CNMM 190624 NHU 2,4 A
£l 5
'g: 5T | NHW | CNMM 250924 NHU 2,4 Ala o
o &
N [SEAN 1y t.'
e CNMM 250924 NHW 2,4 A °
T NHU

04 08 1.2
Feed rate (mm/rev)

CNMM 190616 NHF 1,6
CNMM 190624 NHF 2,4

NHF | CNMM 250924 NHF 2,4
CNMM 250932 NHF 3,2

[O)¢]
(O)¢]
>
>

3

(o)
o0
>
>

Heavy Roughing
Depth of cut (mm)

05 1,0 15
Feed rate (mm/rev)

B <\ P @ @k N &

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item 025



Neg.
Inserts

B b B ok K

C26

C

DIAMOND TYPE

INSERTS FOR TURNING

Negative Inserts

800 D d .|. 0° Relief Dimensions (mm) g
1amOna 1YP€ [“witn insert Hole CN_ L | Ic | S |D Steel
1204.. | 12,9 | 12,7 | 4,76 | 5,16 M Stainless Steel
RE 1606.. | 16,1 | 15,875 | 6,35 | 6,35 I cast Iron
% 1906.. | 193 | 19,05 | 6,35 | 7,94 = D12, D18 < E8 Non-Ferrous Metals
,,EI S Super Alloy
| 7] m Hardened Steel
80&\ L LISl
Carbide Cermet | Carbide
C N MA / C N GA / C N MX Coated Coated Uncoated| Uncoated
P v B I DR EYn | @ BEBDO
BP0 33388x 2 B8830 300N ol
® Flat and One Side Handed Inserts R ERE RS R B E R R R
Application | Shape ISO Cat. No. RE 2222222222222 22 2222 2Lr 2 c|ommT
CNMA 120404 0,4 O|0|@|A|a ®
CNMA 120408 0,8 © 00 AA )
CNMA 120412 1,2 ® 00 AA
o ' CNMA 120416 1,6 LICIC IS
£ Bl
5 @ CNMA 160608 0,8 olo| | |a
3 CNMA 160612 1,2 Ol® @ AA
@ CNMA 160616 1,6 e 004aa
CNMA 190612 1,2 Ole|®|Ala
CNMA 190616 1,6 O|0|@|Ala
3
c G CNGA 120402 02 o
3 @ CNGA 120404 0,4 Q
é ! CNGA 120408 0,8 o
g CNMX 120408 L 08| |e | [a
3
x
2
g CNMX 120408 R 0,8 |@ A
T
Carbide Cermet | Carbide
C N G G ...... . _. . Coated Coated \Uncoated Uncoated
P v W & o8 3y & B IAHDO
e A o e e R T
® G-Class Double Sided Bumpy Chipbreaker SRR R B E SRR
Application | Shape ISO Cat. No. RE |222222222222222R 222k Y REcohin T
Es ‘
2= @% ' | CNGG 120402 NSU 0.2 olo olo|olo
G 52 CNGG 120404 NSU 0,4 oo olololo
e Y CNGG 120408 NSU 0,8 0o O |00
eo 0,2 04 NSU
Feed rate (mm/rev)
o ET CNGG 120402 NGH 0,2 o
-_g = 3r CNGG 120404 NGH 0,4 O
2 e 2 -D CNGG 120408 NGH 0,8 o
il €'
8 0 0,1 0, NGH
Feed rate (mm/rev)
o £ | 4% CNGG 120402 NEF 02 o o
£l 3 2r CNGG 120404 NEF 0,4 O O O
2 My CNGG 120408 NEF 0.8 o
L § 0 02 04 NEF
Feed rate (mm/rev)

@ = Euro stock
O = Stock item in Japan

A =To be replaced by new item



Negative Inserts D DIAMOND TYPE

INSERTS FOR TURNING

0° Relief Dimensions (mm)

oM
55 Dlamond Type With Insert Hole DN L IC S D1 E Stegl
1104.. | 116 | 9,525 | 4,76 | 3,81 M Stainless Steel
RE 1504.. | 155 | 127 | 476 | 5,16 ! A Cast Iron
] 1506.. | 155 | 12,7 | 6,35 | 5,16 = D13, D19 = E9 m Non-Ferrous Metals
cl ol D41 S Super Alloy
T 5 [ Hardened Steel
55
Carbide Cermet | Carbide
D N M G .‘.'.. . _.. Coated Coated [Uncozted] Uncoated
[P vk @I pDHEEYR O BImBE0O
| | e e e A e N N R
® M-Class Double Sided Bumpy Chipbreaker §§§§§§§§§§§gggg§§§g§g§§§§§g§§ 5
Application | Shape ISO Cat. No. RE 9222222222222 2R 22222 R cEommT QE
-+
(7]
DNMG 110404 NFB 0,4 o} 0|0 |0
J $ DNMG 110408 NFB 0.8 o ool |o
£l g2
5 £ DNMG 150404 NFB 0,4 o) 0|o0/o
SR D NFB | DNMG 150408 NFB 0.8 o olojojo
o 2
i ez s DNMG 150604 NFB 0,4 o olo|ojo
DNMG 150608 NFB 0,8 o) Q|00

Feed rate (mm/rev)

z. DNMG 150404 NFA 0,4 olojolo
g DNMG 150408 NFA 0.8 olojolo
< 3
gzt NFA | DNMG 150604 NFA 04 o oo
5 & DNMG 150608 NFA 0.8 o oo
L% 0,2 04 0,6

Feed rate (mm/rev)
DNMG 150404 NFL 04| |O A Q 0|0|0|o

_ P DNMG 150408 NFL 08| |o A o) Q0|00
8 g "5 | DNMG 150412 NFL 12| o
Q5
i£| 52 NFL | DNMG 150604 NFL 0,4 A oo
o £ DNMG 150608 NFL 0.8 A oo
| o

0,2 0.4 0,6

Feed rate (mm/rev)

B < P @ RN ©

DNMG 110404 NFE 0,4 |O/0O|O|A| |A| OO Q|| |0
DNMG 110408 NFE 0,8 [O|0O|O|Aa| |A| |O|O Q0| |0
DNMG 110412 NFE 1,2 |OO[O|A| |A| |O|O olo| |0
o E DNMG 150402 NFE 0,2 [O/0O|O|a| |A| |O|O 0|0|0|0
£l £ e DNMG 150404 NFE 04 [0|oj0|a| |a| 00 olojojo
2 3 DNMG 150408 NFE 0,8 [O|O|O|A| |Ao| OO e(e][e]fe)
| £ S NFE | DNMG 150412 NFE 12 |0[0/0/a| |a| O[O oloojo
o &
i£| © o 554 DNMG 150602 NFE 0,2 O|Oo[O|a| |a| |OO 0|o0jo
DNMG 150604 NFE 0,4 |O/0|0|A| |A| OO 0|0(0|0
Feed rate (mm/rev) DNMG 150608 NFE 0,8 |o/ololal |a| |olo olololo
DNMG 150612 NFE 1,2 |O|O|O|A| |A| [O|O 0|0(0|0
DNMG 110404 NLU 04 @@ Q| |o ) o)
6 DNMG 110408 NLU 0,8 @0 A ol |o ° o
£ s
£, ““5>” | DNMG 150402 NLU 0.2 [o[o| |ala| | |o| |o ololojo
9 3 DNMG 150404 NLU 04 |0/0[0/A|a o| |o 0o|o| |o|o
= NLU DNMG 150408 NLU 0,8 |00O|A|a o| |o ololojo|o
c § DNMG 150412 NLU 1,2 |O|/O[O|a|a|a| O] |O (o)(e} o
| a

02 04 06 DNMG 150604 NLU 04 @@ |AA )

Feed rate (mm/rev) DNMG 150608 NLU 0,8 @@ |ala o

DNMG 150612 NLU 12 @@ |(A|a °

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item 027



D DIAMOND TYPE Negative Inserts

INSERTS FOR TURNING

0° Relief Dimensions (mm)

0 R
55° Diamond Type With Insert Hole DN__| L | IC | S | D [ steel
1104.. | 116 | 9525 | 476 | 3,81 M Stainless Steel
RE 1504.. | 155 | 12,7 | 476 | 5,16 ! I cast Iron
1506.. | 155 | 127 | 6,35 | 5,16 = D13, D19 = E9 M Non-Ferrous Metals
c 2! D41 S Super Alloy
e ? I¥1 Hardened Steel
55
Carbide Cermet | Carbide
DN MG ‘....‘ ._.. Coated Coated |Uncoeted] Uncoated
[P v W B DHAE4R| B BAD
B S e = R N R R
» @ M-Class Double Sided Bumpy Chipbreaker R ERE RS R B E R R R
g’g Application | Shape ISO Cat. No. RE 2222222222222 22 2222 2Lr 2 c|ommT
(")
Zc DNMG 110404 NEF 04 ole|o olole ol |a
DNMG 110408 NEF 0,8 [O/@®0 100 o| |a
N DNMG 110412 NEF 1,2 |0|0|0 Olee O| |a
1S .
£
[e] |8 s @ DNMG 150404 NEF 0.4 lololo olololo ololala olo
9| 5 DNMG 150408 NEF 0,8 |0|0|O 0|0[0|0 O|O|A|A 0|0
| 52 NEF DNMG 150412 NEF 1,2 |olojo 0o o)
3
Dﬂ Py a— Y DNMG 150604 NEF 0,4 0/@|0 eee0 o0ala olo
DNMG 150608 NEF 0,8 [O/®|0 LI )(e} ®0 A A (o)(e}
Feed rate (mmirev) DNMG 150612 NEF 12 |o|e|o ejo0 o
/K/
@ DNMG 110404 NSU 04 @00 AA @O |@ ® 0 A A
DNMG 110408 NSU 0,8 @@ 0| AAGO |@ ®(0AA
6 DNMG 110412 NSU 1,2 [0|ojo
£
[s] |g 5 @ DNMG 150402 NSU 02 ololo o| |a| [ofololojo
< - NSU DNMG 150404 NSU 0,4 |IO|O|O|a|A|A| |O|O|O O|o| |a| |O|0|0|O
gl 52 DNMG 150408 NSU 0,8 |0|0|0|A|A|a| [0O|O O|O|A|A| |OO|OO
8 &I DNMG 150412 NSU 1,2 0|0 A o| |0 0|0|0|0
0
A Fe;’;rate ?r:m/r;f DNMG 150604 NSU 04 @00 AAAloeoeoeo ®@ A A e Oe
DNMG 150608 NSU 0,8 @@®AAAOGOGOSO ® 0 AA e Oe
DNMG 150612 NSU 12 @@®|®AAA ® |A e oo
vi . DNMG 110408 NSE 08 |@0l0la
£ @ DNMG 150404 NSE 04 [0/0/0|a|a|a ol oo
o %4 DNMG 150408 NSE 0,8 |O/0O|O|A|A|A 0| |olo
@ £ 2 NSE | DNMG 150412 NSE 1,2 |0[o[o]a|a o| oo
@ 2?2
i & & DNMG 150604 NSE 04 @e |aa o
0 02 04 06 DNMG 150608 NSE 0,8 @@ |AA (o)
. DNMG 150612 NSE 12 @@ |ala
eed rate (mm/rev)
,—\6 - %
E W DNMG 150404 NSX 0,4 |0|0|O|A|a fo]le)
o 34 DNMG 150408 NSX 0,8 |0/00| |a 0l0| |o
£l < DNMG 150412 NSX 1,2 |ojojo A
5l =, NSX
El 8 DNMG 150604 NSX 0,4 A o) o)
o DNMG 150608 NSX 08 |@ o) o)
0,2 0,4 0,6
Feed rate (mm/rev)
DNMG 110404 NGU 04 |@®@0|a|alal®® OO0
DNMG 110408 NGU 0,8 @ @® @ AAA®®OO®OO A
. DNMG 110412 NGU 1,2 @ @®@OQAla| @ @00 A
6
g @ DNMG 150404 NGU 0,4 |0|0|0|a |a|al0|O|O|O|O|O o| |a o} o
gl Ef NGU DNMG 150408 NGU 0,8 [0|0O|O|A |A|A[O|O|O|O|O|O A| OO o
2| T DNMG 150412 NGU 1,2 |0|0|0|a 00| |0|o0 A |00 o}
g g2 DNMG 150416 NGU 16| |O (o](e)
Bl o DNMG 150604 NGU 0.4 |e(0/e|aala/e 00000
Feed rate (mmirev) DNMG 150608 NGU 0,8 @@ ®4aaAeeee00
DNMG 150612 NGU 1,2 |@@®QAlAlA®O®OO®OO
DNMG 150616 NGU 16| |O A olo

@ = Euro stock
C28 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts D DIAMOND TYPE

INSERTS FOR TURNING

0n: 0° Relief Dimensions (mm)
55" Diamond Type With Insert Hole DN__| L | IC | S | Dy [ steel
1104.. | 11,6 | 9,525 | 4,76 | 3,81 M Stainless Steel
RE 1504.. | 155 | 12,7 | 4,76 | 5,16 ! @ cast Iron
%% 1506.. 15,5 12,7 6,35 | 5,16 = D13’ D19 = E9 m Non-Ferrous Metals
cl ol D41 S Super Alloy
L | s [¥1 Hardened Steel
55
Carbide Cermet | Carbide
D N M G .‘.'.. ._.. Coated Coaled\Uncoaled Uncoated
[P vk @I DREYR B BB O
%%%mamgggﬁééx%%ggﬁsgga,\,,\lqz(
® M-Class Double Sided Bumpy Chipbreaker SRR RS R S _
Application | Shape ISO Cat. No. RE 2222222222222 22RRRE R omm T §§
=L
(7]
DNMG 110408 NGE 0,8 [O/O|O|A|A|A
DNMG 110412 NGE 1,2 |O
= :
=9 @ DNMG 150404 NGE 04 [0/olo /c/
g 3 NGE A DNMG 150408 NGE 0,8 [0|0[0]a|a|a
O £ DNMG 150412 NGE 1,2 |0|0|0
g g2 DNMG 150416 NGE 16| |O
3 |
> 02 04 06 DNMG 150604 NGE 0,4 @@ O|AAA D
Fesd rate (mmirev) DNMG 150608 NGE 08 @@ ®aaa
DNMG 150612 NGE 1,2 0@ @A AA JK/
DNMG 150616 NGE 1,6 @@ A AA
DNMG 110404 NUG 04| [olel | |a @
2o DNMG 110408 NUG 0,8 | 0|0 A
< E, W DNMG 150404 NUG 04| | o
o 3 NUG DNMG 150408 NUG 0,8 |0/ojO ﬁ
g 5, DNMG 150412 NUG 1,2 | |00
S
%’ a DNMG 150604 NUG 0,4 @O
0 02 04 06 DNMG 150608 NUG 0,8 | ®@@®@O |AA
Feed rate (mm/rev) DNMG 150612 NUG 1,2 o A e
DNMG 150616 NUG 16| |o A \J
DNMG 110408 NEG 0,8 [O|@|O o0 e O| |A @
DNMG 110412 NEG 1,2 |O/@|0 00 Q| |a
Ol Es < .| DNMG 150404 NEG 04 lojojo ololo o o
E = DNMG 150408 NEG 0,8 [0/ojo 0|0o|o|o O|0|A|A olo
3 52 NEG DNMG 150412 NEG 1,2 |0|oj0 ee][e]le) O[0|A|a olfe}
{1
S, DNMG 150604 NEG 0,4 |o|l@o e olo o
I ?r*:m/rev‘;" DNMG 150608 NEG 0,8 |0/e|o 000 ®®ala ole
DNMG 150612 NEG 1,2 |O@O LI Jie} ® 0 AA (o)[e)
DNMG 110404 NEX 0,4 e o ® 0 AA
DNMG 110408 NEX 0,8 e @ ®(0AlA
E
E¢ DNMG 150404 NEX 0,4 olo|o olo
3 DNMG 150408 NEX 0,8 Q|00 0|0
8 ; 2 DNMG 150412 NEX 1,2 (e]le} 0|0
S R a v T DNMG 150604 NEX 0.4 CICIC) 044
3 Feed rate (mm/rev) DNMG 150608 NEX 0,8 LI 0) ® 0 AA
= DNMG 150612 NEX 1,2 ®|® 00 ®0AA

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item 029



D DIAMOND TYPE Negative Inserts

INSERTS FOR TURNING

0 0° Relief Dimensions (mm)
55° Diamond Type With Insert Hole DN_| L | IC | S | D [ steel
1504.. | 155 | 12,7 | 4,76 | 5,16 M Stainless Steel
RE 1506.. | 155 | 127 | 6,35 | 5,16 - : I Cast Iron
= D13, D19 = E9 m Non-Ferrous Metals
c ! D41 S Super Alloy
e ? I%1 Hardened Steel
55
Carbide Cermet | Carbide
D N M G ‘....‘ ._.. Coated Coated\Uncoated Uncoated
[P v W B DHAE4R| B BAD
B S e = R N R R
» @ M-Class Double Sided Bumpy Chipbreaker R ERE RS R B E R R R
gig Application | Shape ISO Cat. No. RE 122222232222 222 222222 2R c - ombT
z2
DNMG 150404 NUP 0,4 AA| OO0 Q|O|A|A
DNMG 150408 NUP 0,8 AlA| OO0 ®(O|A A
/c/ sl =, @ DNMG 150412 NUP 1,2 A | o lo olo|a|a
Ol €
g 3, DNMG 150604 NUP 04| @@ |alae0e0e0 ®0AA
5| 572 DNMG 150608 NUP 08| eoe AAe 000 ®(0® A A
g s £ DNMG 150612 NUP 1,2 ° Al® ° YOS
oo
0,4
Feed rate mm/rev)
/K/
@ = DNMG 150404 LUM 0,4 o} o}
3 §4 @ DNMG 150408 LUM 0,8 o | |o
gl 3
3| % DNMG 150404 RUM 0,4 o o}
] g £° & L/IRUM | DNMG 150408 RUM 0.8 ol | o
o
0 0,2 0,4 0,6
ii Feed rate (mm/rev)
e DNMG 150404 NMU 0,4 A (o}
v , DNMG 150408 NMU 0,8 [0[0|0|a|a|a| o] |0 0[o|a|a
= @ DNMG 150412 NMU 12 |o|o|o|a/a|a| o 0lo|a|a
o £ DNMG 150416 NMU 16| [O|O |AlA Q| |a
£l 54
W\ ERE NMU | pnmG 150608 NMU 0.8 @(e/®aaaele O
¢ & DNMG 150612 NMU 12 |o|e/@(alala@® O
[ DNMG 150616 NMU 16 @@ |aAl |@
Feed rate (mm/rev)
DNMG 150408 NEM 0,8 |O|0|O o)[e)(e}
€° DNMG 150412 NEM 1,2 |O|0|Q o)(e}le}
g, '0" DNMG 150416 NEM 1,6 | |olo ololo
o 3
£ 2. DNMG 150608 NEM 0.8 oleo oo
3 §0 DNMG 150612 NEM 1,2 O|@|0 00
12 DNMG 150616 NEM 16| @
Feed rate (mm/rev)
DNMG 150408 NME 0,8 [O/0O|O| |a (0)(e}
@ DNMG 150412 NME 12 [ololo| | |a olo
€ ° DNMG 150416 NME 16| |O (e)[e)
E
o 3" NME | DNMG 150608 NME 0,8 [®/®®|alaa olo
g 22 DNMG 150612 NME 12 |@@QAA A (o)[e)
3 & DNMG 150616 NME 1,6 |®@® QA A A ole
m 0 0,2 0,4 0,6 08
Feed rate (mm/rev)

@ = Euro stock
C30 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts D DIAMOND TYPE

INSERTS FOR TURNING

0n: 0° Relief Dimensions (mm)
55" Diamond Type With Insert Hole DN__| L | IC | S | Dy [ steel
1104.. | 11,6 | 9,525 | 4,76 | 3,81 M Stainless Steel
RE 1504.. | 155 | 12,7 | 4,76 | 5,16 - I cast Iron
71 1506.. 15,5 12,7 6,35 | 5,16 = D13’ D19 = E9 m Non-Ferrous Metals
cl ol D41 S Super Alloy
L s [¥1 Hardened Steel
55
Carbide Cermet | Carbide
D N M G .‘.'.. . _.. Coated Coated |Uncoeted| Uncoated
[P] vk B DHE4R B BIBEO
. . e e e A e N N R
® M-Class Double Sided Bumpy Chipbreaker SRR RN RN E E R _
Application | Shape ISO Cat. No. RE 2222222222222 22RRRE R omm T §§
«Q
¢
B & | DNMG 150404 LHM 04| |0 o
£ @ DNMG 150408 LHM 08| [0 o /e/
o S
g 22 L/RHM | DNMG 150404 RHM 04 [0[o|o| |ala| |0
3 & DNMG 150408 RHM 0,8 |0[0|0|a|ala| |O
o 0 0.2 04 06 5
Feed rate (mm/rev) D
/K/
DNMG 110408 NUX 0,8 |O/0jO A @
- DNMG 150404 NUX 0,4 OOO|A|A
£ DNMG 150408 NUX 0,8 |0/0/0|a|a
5 DNMG 150412 NUX 12 |0loo|a|a @
g s
5 § DNMG 150604 NUX 04 0|®0| |a|a
2 O oo os DNMG 150608 NUX 0,8 |©/®®AAA
Feed rate (mm/rev) DNMG 150612 NUX 12 @ ©® @ AAA
DNMG 150616 NUX 16| |® A / \
7
_ DNMG 150408 NMX 08| [O|O| |ala
= DNMG 150412 NMX 12| [ojo| |a
0
3l ® DNMG 150608 NMX 08| |® A
o fé DNMG 150612 NMX 12| |® A
Qo 0,2 0.4 06 0,8
Feed rate (mm/rev)
DNMG 110408 NGZ 0,8 Q0|e|ala
gs 0 DNMG 110412 NGZ 1,2 Ol0|@|Ala
o =
g 3 DNMG 150404 NGZ 04 0o
3 =, NGZ | DNMG 150408 NGZ 0.8 N o/olo| |a
x 2 DNMG 150412 NGZ 1,2 Q0 A
0 02 04 0,6 08
o vt (o DNMG 150604 NGZ 0,4 A
Fecd rate (mmire) DNMG 150608 NGZ 0.8 AN
DNMG 150612 NGZ 1,2 Ol0|@|Ala
. DNMG 150404 NUZ 04| |O (o)(e)
€ @ DNMG 150408 NUZ 08| [ojo| |a olo|o| |a
S DNMG 150412 NUZ 12| |90 (o)(e)
g s NUZ
5 £°2 DNMG 150608 NUZ 08| |0 A Ole®ala
3l & DNMG 150612 NUZ 12| |0 OlO|@|Ala
14 0 02 04 05 08
Feed rate (mm/rev)

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item 031



D DIAMOND TYPE Negative Inserts

INSERTS FOR TURNING

0 0° Relief Dimensions (mm)
55" Diamond Type With Insert Hole DN__| L IC S | D [ steel
1504.. | 155 | 12,7 | 4,76 | 5,16 M Stainless Steel
RE 1506.. | 155 | 12,7 | 6,35 | 5,16 ! J I cast Iron
= D13, D19 2 E9 m Non-Ferrous Metals
IC | Y S| Super Alloy
e ? I%1 Hardened Steel
55
Carbide Cermet | Carbide
Coated Coated\Uncoated Uncoated
[P m W I DREE4dR| B BAED
%%%ammgggﬁgﬁxxnggzz8:NN<<
® \|-Class One Sided Bumpy Chipbreak SSI8I2RIBISISIBSBRERBISERRISS SIS S ISwSR
2 by Chipbreaker 88885855583333388888 0828222
QE Application | Shape ISO Cat. No. RE |/ </ </<|<|</<|< < |<|q|< << << |<|<|< < | < | <= R = || T
28
8t DNMM 150404 NMP 04| |00 |ala
o £ @ DNMM 150408 NMP 0.8 [00/0a|a
£ ET DNMM 150412 NMP 1,2 [O|O|0|A A A
/e] |53 DNMM 150416 NMP 16 |00
8 E“’ NMP
= 5, DNMM 150604 NMP 04| @@ |AlA
§ e DNMM 150608 NMP 0,8 |©®®AAA °
S 4 |2 .. . | DNMM 150612 NMP 12 |@|/@®|alala °
D 0z 04 0608 10 1 DNMM 150616 NMP 1,6 |O|®|®|a|ala °
Feed rate (mm/rev)
/K/
@ 8 = DNMM 150604 NHG 0,4 AA
o E @ DNMM 150608 NHG 08 |® |®alaa °
£l £ DNMM 150612 NHG 12 (@0 |alala °
2. NHG | DNMM 150616 NHG 1,6 @@ |AlAla )
s 1€ ¢
282
®
Q
T o5 o
A Feed rate (mm/rev)
. DNMM 150404 NHP 04| |00
o %= | DNMM 150408 NHP 08| |00
2 |2 €, (&) DNMM 150412 NHP 1,2 | |00
\ i1 DNMM 150416 NHP 16| O
Sl . NHP
e % DNMM 150604 NHP 04| |0
@ 3 o2 DNMM 150608 NHP 08| @O |Ala
T | DNMM 150612 NHP 1,2 | |O|0| |ala
"oz o0& os o0& 1w | DNMM 150616 NHP 16| O A
Feed rate (mm/rev)

@ = Euro stock
C32 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts D DIAMOND TYPE

INSERTS FOR TURNING

0n: 0° Relief Dimensions (mm)
55° Diamond Type With Insert Hole DN__| L | IC | S | Dy [ steel
1104.. | 11,6 | 9,525 | 4,76 | 3,81 M Stainless Steel
RE 1504.. | 15,5 12,7 | 4,76 | 5,16 4 . m Cast Iron
%% 1506.. 15,5 12,7 6,35 | 5,16 = D13’ D19 = E9 m Non-Ferrous Metals
c Hla! S Super Alloy
T 3 [¥1 Hardened Steel
55
Carbide Cermet | Carbide
D N MA / D N MX Coated Coated |Uncoeted| Uncoated
[P vkE [ pDHEYR B IBO0O
Flat Inserts and One Side Handed Inserts 5515 alnloZ 23 =EE ko BI8 2|22 < <
®\-Class Double Sided Bumpy Chipbreaker SRR ESS R E R SR =
App|ication‘ Shape ISO Cat. No. RE 3232222222322222322222;&;;655; $§
~
7
DNMA 150404 04 (o)(e}
-~ DNMA 150408 0,8 0O|0|o
v" DNMA 150412 1,2 Q|o| |a @
o DNMA 150608 0,8 ®00AA
£ DNMA 150612 1,2 O|0|®|AlA
(o]
=}
i |
@ DNMX 150608 L 0.8 A D
/K/
DNMX 150608 R 0,8 A @
DNMX 110404 NSE-W 0,4 (@O|O|A | AA
DNMX 110408 NSE-W | 0,8 |0/0[0aa |4 B
e DNMX 110412 NSE-W 1,2 |O|O[O|A A |Aa
B @
SR DNMX 150404 NSE-W 0,4 |OO| |a o} o
S| B [ *Wiper W type NSE-W | DNMX 150408 NSE-W 0,8 |0|O O ii
E 3, DNMX 150412 NSE-W 1,2 0|0
[=]
o ‘ : ‘ ‘ DNMX 150604 NSE-W 04 @@ |AA
02 04 06 08 | DNMX 150608 NSE-W 08 (@@ |AA
Feed rate (mmirev) DNMX 150612 NSE-W | 12 (@ | |a|a VJ
. | W)\
Wiper insert (Note) The cutting point position of the SDW type does not r Compensatlon (mm)
SDW type follow the SO standard. o OX1 4(D|a(m(2.‘ Chaongz)) OZO ;
> Wenn using on a boring holder with a 93° approach angle, ) -y, U, -y,
’\i‘sgg]:l 1y there is a need to revise the cutting point position (refer to 0,8 0,14 (@:-028) | -0,02
/ right table) relative to using standard inserts. 1,2 01 (9:-02) | -0,03

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item 033



D DIAMOND TYPE Negative Inserts

INSERTS FOR TURNING

0° Relief Dimensions (mm)

0 R
55 D|am0nd Type With Insert Hole DN L | IC | S | D [ Steel
1104.. | 11,6 | 9,525 | 4,76 | 3,81 M Stainless Steel
RE 1504.. | 155 | 12,7 | 4,76 | 516 | ) IE Cast Iron
= D13, D19 = E9 ¥l Non-Ferrous Metals
IC | 3 S| Super Alloy
3 e ? [%] Hardened Steel
55

Carbide Cermet | Carbide
D N G A ..‘... Coated Coated |Uncoeted] Uncoated
2 B OO

[P M B DBEE4R
| | b EBean 33388 xx k28833 330N o
o ®G-Class One Sided Bumpy Chipbreaker BB =RR2 222N xRRRRI SRS S LE S
; 000 oo Qo (RIS O (2= =
%E Application\ Shape ISO Cat. No. RE |R2922222R222R 2R 22RR ReCRCc oMt
=k
g o DNGA 150402 0,2 o}
£ \’ DNGA 150404 0,4 o} o}
S DNGA 150408 0,8 o} (o}
[c] |3
=
7 4
D
Carbide Cermet | Carbide
E D N G G ...... . _. . Coated Coated\Uncoated Uncoated
@ [P vm W @ ODREYR O IBDO
e S A e = R N
® G-Class Double Sided Bumpy Chipbreaker SRR R T SR E R E S
: . (8] (8] (S(&) (S)(&) - === —
@ Appllcatlon\ Shape ISO Cat. No. RE 222222 RR 22 RRRRRRR IR EREEbhiET
’g "
o< @ DNGG 150404 NEF 0.4 o
gl 5 DNGG 150408 NEF 0,8 o}
A\ |2 : [ NEF
wgo 02 04 06
Feed rate (mm/rev)
e 4
V |2t DNGG 150402 NSU 02 oo ol |olo
gl g DNGG 150404 NSU 0,4 (o)[e} Q|0(0|0
g | O NSU DNGG 150408 NSU 0,8 olo ololojo
i g
@ e o 02 04 06

Feed rate (mm/rev)

_ DNGG 110404 LUM 04 ol oo
e Q|0
) &® 5 | DNGG 110408 LUM 08 o
| Es DNGG 150404 LUM 0.4 ol loo
3| 2 L/RUM | DNGG 150408 LUM 0.8 o| |ofo
E| £ S
3°, DNGG 110404 RUM 04 ol |oolo
02 04 06 DNGG 110408 RUM 0,8 Q| |00
Feed rate (mm/rev)
DNGG 150404 RUM 04 ol |olo
DNGG 150408 RUM 08 ol oo
gl DNGG 150402 NGH 02 o
9 3?2 NGH | DNGG 150404 NGH 04 o
| 2 DNGG 150408 NGH 08 o
& 0
(=]

0,1 0,2
Feed rate (mm/rev)

@ = Euro stock
C34 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts S SQUARE TYPE

INSERTS FOR TURNING

0° Relief Dimensions (mm)

900 Square TVDe With Insert Hole SN L | Ic | s |D

1204.. | 12,7 | 12,7 | 4,76 | 5,16

I3 steel

M Stainless Steel

‘ RE ' m Cast Iron

1 B g = D14, D20~21 = E10 ¥l Non-Ferrous Metals
D41 S Super Alloy

[ Hardened Steel

Carbide Cermet | Carbide
Coated Coated [Uncozted] Uncoated
[P vk @I DREYR B BB O
| | e e e A e N N R
® M-Class Double Sided Bumpy Chipbreaker R RSN S SRR EREE S S =
Application | Shape ISO Cat. No. RE 2222222222222 2 2222 R EE|oMmET g%
Q
—_ % i
o E SNMG 120404 NFB 0,4 Q 0|00l
£l 5, SNMG 120408 NFB 0,8 o) 00|00
@l 2
= o
HR 5
o Ao
C
Ll =%z NFB
Feed rate (mm/rev) 5
o _ D
<
o E L ’ﬂ SNMG 120408 NFL 08| |0 A Q0| o
g 5 , =
| 8% ( : )
o & NFL
£
L 0 02 04 06 E‘
Feed rate (mm/rev)
o E SNMG 120404 NFE 04 [OO|O|A| |A| OO 0|0|0|Q
£l 5 SNMG 120408 NFE 0,8 [O/0O|O|a| |A| |O|O 0|0|0|0
2 5 SNMG 120412 NFE 1,2 |0jojo|a| |a| 0|0 o|o|ojo gjx
| 5
ol &
£
L
e
\'}
_ SNMG 120408 NLU 0,8 [OO| |ala olo Q0| |0
E SNMG 120412 NLU 12 Ol®| |ala o| |o olo @
<]
2 3
g £
w8
0,2 0,4 0,6
Feed rate (mm/rev)
£ SNMG 120408 NSU 0,8 @/@0laa|al0000 ee/ala | [Ol00O
o 3 SNMG 120412 NSU 1,2 ®AlA
£z
[72] [=%
S
L
0,2 0,4 0,6
Feed rate (mm/rev)
£ SNMG 120408 NSE 0,8 [0/0/0|a|a
2 3 SNMG 120412 NSE 1,2 (@(@O|A|Ala
cl o
iI a
0,2 04 0,6
Feed rate (mm/rev)

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item C35



Neg.
Inserts

S SQUARE TYPE Negative Inserts

INSERTS FOR TURNING

e A b LN 9 &

C36

0 0° Relief Dimensions (mm)
90 Square Type With Insert Hole SN__[ L licls [ Steel
0903.. | 9,525 | 9,525 | 3,18 M Stainless Steel
‘ RE 1204.. | 127 | 127 | 476 I cast Iron
} AC 1506.. |15,875| 15,875 | 6,35 mNon.Ferrous Metals
s - ,EI S Super Alloy
2 m Hardened Steel
90&_‘-#» Sl
Cermet | Carbide
.‘. ._.. Coated\Uncoated Uncoated
M D pDBE4" | B BAD
B S e = R N R R
® M-Class Double Sided Bumpy Chipbreaker R ERE RS R B E R R R
Application | Shape ISO Cat. No. RE 2222222222222 22 2222 2Lr 2 c|ommT
= SNMG 120404 NEF 0,4 |0|0|0 o0
o E SNMG 120408 NEF 0,8 |o/@0 Olele
=
9 5
==
w g
a
Feed rate (mm/rev)
SNMG 090304 NSJ 0,4 Q
gE & O SNMG 120404 NSJ 0,4 o
g NSJ
e 0.‘2 0.‘4 0:6 0‘,8
Feed rate (mm/rev)
- SNMG 120404 NSX 0,4 0l0| |o
o E SNMG 120408 NSX 0,8 |0|oj0 Ql0| |0
£l 3 SNMG 120412 NSX 1,2 [0|ojo
g 2
g
a
0,2 0,4 0,6
Feed rate (mm/rev)
SNMG 090304 NGU 04| |® A 0|0
SNMG 090308 NGU 0,8 O/@O| |alA (e)[e) (o} o}
S
£ v}y | SNMG 120404 NGU 04 @00/ aa0@|0000 o| |a o
3 s w SNMG 120408 NGU 0,8 |@®®alaaeeeeoo ol a | |o| | |o
c - SNMG 120412 NGU 1,2 |0/ ®AAA®®O®OOO o| |a
E g2 NGU | SNMG 120416 NGU 16 @ @0 AlA| @ (@00
3 A,
= SNMG 150608 NGU 0,8 |0jolo o| | |olo
Feed rate (mm/rev) SNMG 150612 NGU 12 lolojo| |ala| |o| | |olo
SNMG 150616 NGU 1,6 |0|0|O (e)[e)
s SNMG 120408 NGE 0,8 [0/®O|a|Ala
. E SNMG 120412 NGE 12 |0/@|@AlaA
3 3 SNMG 120416 NGE 1,6 |O|@[O|A|alA
gl 52
2 £ SNMG 150608 NGE 0,8 |0|0j0
ol 8 SNMG 150612 NGE 1,2 |O0|oj0
= Feed rate (mmirev) SNMG 150616 NGE 1,6 [ololo

@ = Euro stock

O = Stock item in Japan
A =To be replaced by new item



Negative Inserts S SQUARE TYPE

INSERTS FOR TURNING

0 0° Relief Dimensions (mm)
90° Square Type Winmsenrioe] SN . | ©c [ s o, [ Steel
0903.. | 9,525 | 9,525 | 3,18 | 3,81 M Stainless Steel
‘ RE 1204. | 12,7 | 127 | 476 | 516 ¥ I cast Iron
1 [ ICP~7] 1506.. |15,875| 15,875 | 6,35 | 6,35 = D14, D20~21 = E10 [!] Non-Ferrous Metals
Y\ = ’FI 1906.. | 19,05 | 19,05 | 6,35 | 7,94 D41 S Super Alloy
‘ o 2509.. | 254 | 254 | 952 | 92 [*] Hardened Steel
soh L ~-Si
Carbide Cermet | Carbide
.'. ._.. Coated Coaled\Uncoaled Uncoated
[P L AN K | DBEYR B BIAD0D
. . e e e A e N N R
® M-Class Double Sided Bumpy Chipbreaker §8§5gg§88g§§gg;g§§5g§$§§§§g5g =
Application | Shape ISO Cat. No. RE |22 92R2RR2RRRR2RRR2 R E R bmiT QE
=L
(7]
SNMG 090308 NUG 08| Ol® |ala
— SNMG 120408 NUG 0,8 O|O|® A
= EB e SNMG 120412 NUG 12| O@® @
S 3. ‘@z SNMG 120416 NUG 16 @ O | |a
3l 5. & | snwic 150612 nuG 12| | o
= S, UG LS
02 04 06 08 SNMG 190612 NUG 1,2 o A D
Feed rate (mm/rev) SNMG 190616 NUG 16 o)
SNMG 250924 NUG 2,4 (o} A /K
SNMG 120404 LUM 0,4 (o}
5 2° i SNMG 120408 LUM 0.8 o @
3| £, @ SNMG 120412 LUM 12 o
§ s IR
T £
2% L/RUM | snmG 120404 RUM 04 o A
0z o4 05 0B SNMG 120408 RUM 0,8 (o}
Feed rate (mm/rev)
e
SNMG 120404 NEG 0,4 |o/e|o 0 \J
_ SNMG 120408 NEG 0,8 [0/@|O LI (e} ®(0 A A ole
= E SNMG 120412 NEG 1,2 0/@0 LYY Ye) O[O|A|A  Yfo)
R W
g 5 SNMG 150608 NEG 0,8 |00|0 (e}
] %% SNMG 150612 NEG 1,2 |o|o|o e e O Q|0 o)
S| © S SNMG 150616 NEG 1,6 |O|0|O o
Feedrate (mmirev) SNMG 190612 NEG 1,2 lololo ole olo olo
SNMG 190616 NEG 1,6 |O/0|O ole o} (0)[e}
SNMG 120404 NEX 0,4 LI Jie} O|®A|lA
5 . s % | SNMG 120408 NEX 0,8 eoooo Ol®AA
Sl ¢ SNMG 120412 NEX 12 o000 olelala
5| 5°
g ::; , & NEX SNMG 150612 NEX 1,2 O|Q|A|A
|- S — SNMG 190612 NEX 1,2 00|ala
Fead rate (mmiev) SNMG 190616 NEX 1,6 oala
3 = _ SNMG 120404 NUP 04| |e/@ |ala| @ o 004
el £ SNMG 120408 NUP 08| ee |AAe000 L JIeIVNPN o}
3| 2, B SNMG 120412 NUP 1,2 AlA® 00O O|O|A|A
s NUP
o 0,2 04 06 08
Feed rate (mm/rev)

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item 037



S SQUARE TYPE Negative Inserts

INSERTS FOR TURNING

0 0° Relief Dimensions (mm)
90 Square Type With Insert Hole SN__| L IC | S | D [ steel
0903.. | 9,525 | 9,525 | 3,18 | 3,81 M Stainless Steel
‘ RE 1204. | 12,7 | 12,7 | 446 | 516 I Cast Iron
RNEY % 1506.. [15,875| 15,875 | 6,35 | 6,35 = D14, D20~21 = E10 ¥l Non-Ferrous Metals
re\ I ’FI 1906.. | 19,05 | 19,05 | 6,35 | 7,94 D41 S Super Alloy
‘ 7 e 2509.. | 254 | 254 [ 952 | 92 [*] Hardened Steel
90\_‘% S
Carbide Cermet | Carbide
S N M G ...... ._.. Coated Coated\Uncoated Uncoated
[P m W I DREE4dR| B BAED
B S e = R N R R
» @ M-Class Double Sided Bumpy Chipbreaker R ERE RS R B E R R R
QE Application | Shape ISO Cat. No. RE 122222232222 222 222222 2R c - ombT
z (=}
ge ’ﬁjﬁ SNMG 090308 NUX 0,8 o)
D 5 R ‘,'
g & v/f SNMG 120404 NUX 0,4 o}
@ 9 <. SNMG 120408 NUX 0,8 @@ ®AAla
g & NUX | SNMG 120412 NUX 12 @@|®|alala
"oz oi o0s os SNMG 120416 NUX 1,6 |O[O|O|A|A|A
Feed rate (mm/rev)
£/ SNMG 190612 NUX 1,2 0[o[o|a|a|a
D SNMG 190616 NUX 1,6 |O|0|O|A|A A
/K/
@ SNMG 120408 NMU 08 o®0@aaAsoe |@ e@eAlAl O
SNMG 120412 NMU 12 |00e|@|aaAso0oe @ ®®AA O
o _ SNMG 120416 NMU 1,6 @@O|alala|® °
=| E
B 5 < SNMG 150608 NMU 0.8 [ololo
&l = SNMG 150612 NMU 12 @0l@aaa00 |@ 0O|0|a|a
£ SNMG 150616 NMU 16 @@ @AAAOGSO |O® OO|A|A
]
Feod rate (mmirev) SNMG 190612 NMU 12 @ @@AAAoGO |@ Ol®|AlA
gix SNMG 190616 NMU 16 @@ @ AAsAroe0 |@® Q@ AlA
SNMG 190624 NMU 2,4 |0|0|0
SNMG 250924 NMU 2,4 [o|o|e A
el
\'}
SNMG 120408 NEM 0,8 O/®@O o0
@ SNMG 120412 NEM 1,2 O/@|Q L0 0)
6 @?\ SNMG 120416 NEM 16| |®
o =
R SNMG 150608 NEM 08 lojo| | | |ololo
33, SNMG 150612 NEM 12 |o|®|0 ) olo
e 2 NEM | SNMG 150616 NEM 1,6 0@ oele
8oz e o SNMG 190612 NEM 12 lolelo ooe
Feed rate (mm/rev) SNMG 190616 NEM 1,6 O/®|0 L0
SNMG 190624 NEM 2,4 |0|0|0 Q| |o
SNMG 250924 NEM 2,4 |0|0|0 (o)(e}
SNMG 120408 NME 0,8 O@®AlAA 0|0
SNMG 120412 NME 1,2 |O|O[O|A|A|A o]le)
SNMG 120416 NME 1,6 |O/O|O|A|A A 0|0
o = @ SNMG 150608 NME 0,8 [0|0j0 0olo
£l E. SNMG 150612 NME 1,2 0|@(0|a| |a olo
g 3 NME | SNMG 150616 NME 1,6 [O|O[O|A|A|A o]le}
O] = 2
@l 2
3, _ SNMG 190612 NME 1,2 |O|O|O|A|A|A (o)[e)
o mo e w SNMG 190616 NME 1,6 [O|@|®|a|ala olo
Feed rate (mmirev) SNMG 190624 NME 2,4 |0/0|O| |a (0)(e}
SNMG 250924 NME 2,4 |0|0|0 o]le)

@ = Euro stock
C38 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts S SQUARE TYPE

INSERTS FOR TURNING

0° Relief Dimensions (mm)

900 Square TVDe With Insert Hole SN L | Ic | s |D

E Steel

1204.. | 12,7 | 12,7 | 4,46 | 5,16 M Stainless Steel
| RE 1506.. |15,875| 15,875 | 6,35 | 6,35 ) m Cast Iron
I | IC 77' 1906.. | 19,05 | 19,05 | 6,35 | 7,94 = D14, D20~21 = E10 m Non-Ferrous Metals
43 I ,EI D41 S Super Alloy

[I] Hardened Steel

gok L 1
Carbide Cermet | Carbide
S N M G ‘....‘ ._.. Coated Coaled\Uncoaled Uncoated
[P vk @I pDHEEYR O BImBE0O
. . e e e A e N N R
® M-Class Double Sided Bumpy Chipbreaker §§§§§§§§§§8§38§§§§§§5§§§§§§§§ 5
Application | Shape ISO Cat. No. RE |22 22RR < <2RRR 1< ]r B c - ommT g%
ae
(7]
£ SNMG 120408 LHM 0,8 |0|o|o °
o E4
£l 3
€ 2
S 3, SNMG 120408 RHM 0,8 [ololo o /c/
gl & L/RHM
o
0 0,2 04 0,6
Feed rate (mm/rev) .
SNMG 120408 NMX 0,8 | [O|O| |ala JK/
SNMG 120412 NMX 1,2 | [O|l®| |Ala
o =5 SNMG 120416 NMX 16| |0 AlA
£f (R)
235 SNMG 150612 NMX 12| |® AlA
€ B NMX | SNMG 150616 NMX 16| (o | |ala @
So 92 o4 05 08 SNMG 190612 NMX 12| @@ |ala
Feed rate (mm/rev) SNMG 190616 NMX 1,6 Ol®| |(Ala
SNMG 120408 NGZ 0,8 000 AA
SNMG 120412 NGZ 1,2 Ol®|® Ala
s SNMG 120416 NGZ 1,6 O|O|®|Ala
2 E, el
g5 SNMG 150612 NGZ 1,2 0[o[o|a|a v
3| 52 NGZ | SNMG 150616 NGZ 1,6 ololo|ala
x £
8oz or o5 o SNMG 190612 NGZ 1,2 oloo| |a @
Feed rate (mm/rev) SNMG 190616 NGZ 1,6 0|o|o| |a
SNMG 120408 NUZ 0,8 | |O|o| |a olo|e| |a o)
/"\ SNMG 120412 NUZ 12| |o|o A olo|e|a|a
o \?/ SNMG 120416 NUZ 16 | |olo o[0®ala
5 E v
3 & SNMG 150612 NUZ 1.2 | |ofo ®4ala
€ 2, NUZ | SNMG 150616 NUZ 1,6 o |a
- SNMG 190612 NUZ 12| lolo| | |a olo/e| |a
Fead rate (mmirey) SNMG 190616 NUZ 1,6 | [oo| | |a oloje| |a

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item 039



S SQUARE TYPE Negative Inserts

INSERTS FOR TURNING

0 0° Relief Dimensions (mm)
90 Square TVPe Wi msertroe| S\ L | ic [ s [ I3 steel

1204.. | 12,7 | 12,7 | 4,46 | 5,16 M Stainless Steel

| RE 1506.. |15,875| 15,875 | 6,35 | 6,35 i m Cast Iron

I | IC 77' 1906.. | 19,05 | 19,05 | 6,35 | 7,94 = D14, D20~21 = E10 m Non-Ferrous Metals

aa I 751 2507.. | 254 | 254 | 794 92 S Super Alloy
2509.. | 254 | 254 [ 952 | 92 [*] Hardened Steel
ZZ 3109.. | 31,75 | 31,75 | 952 | 88
90&_‘% L S

Carbide Cermet | Carbide
S N M M ‘....‘ ._.. Coated Coated\Uncoated Uncoated
[P] v W @I ODHEE4R| B BIBADO
B S e = R N R R
» ®M-Class One Sided Bumpy Chipbreaker §§§§%§§§§§ggggg§§§§%8§§§§§g§§
QE Application | Shape ISO Cat. No. RE |/ </ </<|<|</<|< < |<|q|< << << |<|<|< < | < | <= R = || T
2 (7]
= SNMM 120408 NMP 08 |0/@ealalal @ O ol |a
SNMM 120412 NMP 12 lolo|e| |ala| |@| |e ol |a
SNMM 120416 NMP 1,6 [0l@|o|alalal @ |O ol |a
I SNMM 120420 NMP 20| @@ |ala
— : o’ ‘719‘.05 y
2 Ed * NMP | SNMM 150612 NMP 12 0le/®alalal O |®
g El P SNMM 150616 NMP 1,6 |0 @ ®Ala o| |®
=} 56
/7 |2 g, SNMM 190612 NMP 12 [0|@(@|alala| (0| |o o |a
D T L S SNMM 190616 NMP 16 @le|®@alala @ |0 ol |a
5| . SNMM 190624 NMP 24 e|® AlA
/K7 |T
s oo | SNMM 250724 NMP 24 O0|@|alala| O] O
@ Feed rate (mm/rev)
SNMM 250924 NMP 24 0o |ala ol |o
@ SNMM 310924 NMP 2,4 0o A | o lo
2 °r '-.ﬁ SNMM 190612 NMH 12 olel® |ala| |@®
g E SNMM 190616 NMH 16 @o®o® AAl |@®
zf; EiER NMH
o e’ SNMM 250724 NMH 24 | |o|®
S $4r
§ el SNMM 250924 NMH 24| @@
V 0 02 04 06 08 10
Feed rate (mm/rev)
@ SNMM 120408 NHG 0,8 |®/00|a|ala o)
SNMM 120412 NHG 1,2 |0|@|0]a|a|a o
o o SNMM 120416 NHG O|@|0O|A|Ala o}
£l o
S E SNMM 150612 NHG 1,2 A °
é L SNMM 150616 NHG 16 |Ol® |ala °
e fe) SNMM 190612 NHG 12 Polelalalal | | o
L&, SNMM 190616 NHG 1,6 |@|®|®|alala °
SNMM 190624 NHG 24 0|e® |ala o)
Feedrate (mmirey) | SNMM 190616 NHGS 16| |of | |a
SNMM 120408 NHP 08| 0l® |ala
SNMM 120412 NHP 12| |eo|®| |ala
SNMM 120416 NHP 16| |olo] | |a
9 SNMM 150612 NHP 1,2 ° A
= 13
S SNMM 190612 NHP 12| |o|® |aja o
el < SNMM 190616 NHP 16| |o/® |ala °
s SNMM 190624 NHP 24| @@lalala
&g,
T SNMM 250724 NHP 24| @@ |ala o
Feedrate mmiey | SNMM 250924 NHP 24| |olelaala o
SNMM 310924 NHP 2,4 ®a o

@ = Euro stock
C40 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts S SQUARE TYPE

INSERTS FOR TURNING

0° Relief Dimensions (mm)

900 Square TVDe With Insert Hole SN L | Ic | s |D

E Steel

1906.. | 19,05 | 19,05 | 6,35 | 7,94 M Stainless Steel
| RE 2507.. | 254 254 | 794 | 9.2 i m Cast lron
} [ ICP~] 2509.. | 254 | 254 | 952 | 9.2 = D14, D20~21 = E10 ¥l Non-Ferrous Metals
/4P e 751 3109.. | 31,75 | 31,75 | 952 | 8,8 S Super Alloy

[I] Hardened Steel

gok L Sl
Carbide Cermet | Carbide
S N M M .‘.... ._.. Coated Coaled\Uncoaled Uncoated
[P vk @I DREYR B BB O
%%%mamgggﬁééx%%ggﬁsgga,\,,\lqzqz
® M-Class One Sided Bumpy Chipbreaker gee RN R RN e RRRENC RS SEELES | 5
Application | Shape ISO Cat. No. RE 2222222222222 2 2222 R EE|oMmET g%
@
(7]
SNMM 190616 NHU 1,6 A °
. SNMM 250724 NHU 24| (@ |aja °
~ Si L@ | SNMM 250924 NHU 24 | o [a]a . /c/
e '
£ <. SNMM 310924 NHU 24| lof | |a
g3
2 = | @I 7
2 & SNMM 190616 NHW 1,6 A ° D
£ NHU
Lo SNMM 250724 NHW 24| @ |alala o /KT
Feed rate (mmirev) SNMM 250924 NHW 24| || |ala o) @
SNMM 310924 NHW 24| o] | |a o
SNMM 190612 NHF 1,2 Ala
o =15 SNMM 190616 NHF 16| [0/o] |ala
= SNMM 190624 NHF 24| [o/@|alaa
3 310 A\
8 s SNMM 250724 NHF 24| 00| |ala o
S £° SNMM 250732 NHF 32| |olo| |a
© a
o 05510 15 SNMM 250924 NHF 24| [ol@ |ala o e
Feed rate (mmirev) SNMM 250932 NHF 32| |o|o| |a v
SNMM 310924 NHF 24| [olo| |a

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item C41



S

INSERTS FOR TURNING

SQUARE TYPE Negative Inserts

0° Relief

Dimensions (mm)

Neg.
Inserts

e A b ENeR N &

0
90 Square Type With Insert Hole SN__| L | IC | S [ steel
0903.. | 9,525 | 9,525 | 3,18 M Stainless Steel
‘ RE 1204. | 12,7 | 12,7 [ 4,76 I cast Iron
17 1506.. |15,875] 15,875 | 6,35 o D14, D20-21 ¥l Non-Ferrous Metals
T x o 751 1906.. | 19,056 | 19,05 | 6,35 D25 S Super Alloy
: 2 [T Hardened Steel
90&_‘% S
Carbide Cermet | Carbide
S N MA/S N GA .....' Coated Coated Uncoated| Uncoated
[P m W I DREE4dR| B BAED
B S e = R N R R
® G/M-Class No Chipbreaker 222 = N2 2RRR RN RRRENIASS S S LS
— ©/0|0|0/0|0|0|0|0|0 8000018 LIV |0CIRE2R|I= TIT =
App||cat|on‘ Shape 1SO Cat. No. RE |ql<|q<|<|<|<|[< <K<K K< K<< | < | < ||| |- |O|W | T
SNMA 120404 0,4 (0)(e}
SNMA 120408 0,8 O0|@|A|A o)
SNMA 120412 1,2 ©(00AA
SNMA 120416 1,6 Ole e ala
o _ SNMA 120420 2,0 olo
Ny
i % SNMA 150612 12 ololo
12 SNMA 150616 1,6 (o)(e}
SNMA 190612 1,2 O|O|®|A|A
SNMA 190616 1,6 QO|@|AlA
3 SNGA 120404 0,4
£ \ﬂ SNGA 120408 08
kS \./ SNGA 120412 1,2 (o}
=
Carbide Cermet | Carbide
S N G G ..'..' . _.. Coated Coated |Uncoeted] Uncoated
[P vm B @[ Wk B @IBDO
B Baa232588 < x0B800 30N o
® G-Class Double Sided Bumpy Chipbreaker SRR E R RS 2 B EEE S
Application | Shape ISO Cat. No. RE 1929222222222 2R R RR R EREEpmnT
4
o E \/G\ SNGG 090304 LST 04 olo
g5, \/ SNGG 090308 LST 0.8 olo
3|5
=5 D L/RST | SNGG 090304 RST 04 o2
28, SNGG 090308 RST 038 oFR
0,2 0,4
Feed rate (mm/rev)
T4 /’ SNGG 120404 LUM 0,4 ole
5/ £ @ SNGG 120408 LUM 0,8 ole
i (D W
5z° SNGG 120404 RUM 04 ole
38 L/RUM | SNGG 120408 RUM 08 Ol
2 o RS SNGG 120412 RUM 1,2 ole
Feed rate (mm/rev)

@ = Euro stock

C42 O = Stock item in Japan

A =To be replaced by new item



Negative Inserts

S SQUARE TYPE

INSERTS FOR TURNING

0 0° Relief Dimensions (mm)
90 Square Tvpe Without Insert Hole| |SN__| L [ IC [ Steel
1204.. | 127 | 127 M Stainless Steel
! I cast Iron
= D14, D20-21 = E10 m Non-Ferrous Metals
/ D25 S Super Alloy
[ Hardened Steel
90“\ 14
Carbide Cermet | Carbide
S N N .‘.'.. ._.. Coated Coated [Uncozted] Uncoated
— vk @I pDHEEYR O BImBE0O
e e e A e N N R
® G/M-Class No Chipbreaker 222RRR22ReRIS R RREAcRESERLES | 5
— 0/0|0|00/0|00I00|80|00|000I00|QC0RBRRTITTE =l 72
App||cat|on‘ Shape 1SO Cat. No. RE |Kl<i€|<|<|<|<|<|<|< << |<|< << << | < | < | < |< || |b— = |O | |l | ‘Dg
- % -
3
g arl SNGN 120408 0,8 O| (0|0
3 N/
[0}
=
3 e SNMN 120408 0.8 olo o| |olo
= AN SNMN 120412 1,2 (e]e)
2 SNMN 120416 1,6 (e)(e]le}
(5]
=

B < P Ples ) @

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item

C43



T TRIANGLE TYPE Negative Inserts

INSERTS FOR TURNING

0° Relief Dimensions (mm)

60° Triangle TYpe Wi meetrme ™[ L [ 1c | s [ o

E Steel

1604.. | 16,5 | 9,525 | 4,76 | 3,81 M Stainless Steel
I cast Iron
= D15, D22~23 2 E12 M Non-Ferrous Metals
D42 S Super Alloy

m Hardened Steel

Carbide Cermet | Carbide
Coated Coated Uncoated| Uncoated
[P v W B DHAE4R| B BAD
B S e = R N R R
» ®@M-Class Double Sided Bumpy Chipbreaker R ERE RS R B E R R R
%E Application | Shape ISO Cat. No. RE 2222222222222 22 2222 2Lr 2 c|ommT
= g (o
£ Ee2 ] TNMG 160402 NFB 0,2 o 0|0|0|0
2 £ TNMG 160404 NFB 0,4 (e} 0Q|0|0|0
i g 1 TNMG 160408 NFB 0,8 o olololo
[e] |e : B
[T D
e Fgézd rat([e)'A(tmm/rev)
a4 = g‘t
D £l 3 TNMG 160402 NFA 0,2 e 00e
;E 5 . TNMG 160404 NFA 0,4 ®00e
JK/ L = TNMG 160408 NFA 0,8 e 00le
2 e NFA
@ b 0 0.2 04 0.6
Feed rate (mm/rev)
o - -
[s] |£ E- TNMG 160404 NFL 04| [o| | [a o eeole
:g 3 TNMG 160408 NFL 0,8 |O A o @ 00e
| 52
2 & NFL
A & e 0 0,2 04 0,6
Feed rate (mm/rev)
= g TNMG 160402 NFE 0,2 |0|0|0|A| |A| OO 0Q|0|0|0
-y TNMG 160404 NFE 0,4 |0/olo|al |a| OO ololojo
v g 3 TNMG 160408 NFE 0,8 [ojo|ola| |a| |00 olo|olo
© §1 TNMG 160412 NFE 1,2 |O|O|O|A| |A| |O|O 0|0|0|0
@ UE- e 0 0,2 0,4
z TNMG 160402 NLU 0,2 o| |o 0|0|0
o E4 TNMG 160404 NLU 04 @ ®O|AA o| |0 e 000
£l 3 TNMG 160408 NLU 0,8 @@ QA|A Q| O @ 00e
2 5, TNMG 160412 NLU 12 @@®@QAAAl [O O e e 0o
SE s N
0 0,2 0,4 0,6
Feed rate (mm/rev)
o £° TNMG 160404 NEF 0,4 |0j@0 ®e 00O O[O|A|a olo
£ E TNMG 160408 NEF 0,8 0/®0 000 O|O/a A o|o
Q2 32
Eimy e
§ 0 0,2 0,4 0,6
Feed rate (mm/rev)
JE W TNMG 160402 NSU 02 eo/el s | | [ofofofo
g < Y TNMG 160404 NSU 04 |@@@AAAoGOOO ®eAA OeO00e0
B 2 TNMG 160408 NSU 08 |@@®@AAAoGOOO ®eAA OeO00e0
c 2
Tl s NSU TNMG 160412 NSU 12 @@ AAA| |® O O|O|A|A e eO0e
= 5T Dy
0 0,2 0,4 0,6
Feed rate (mm/rev)

@ = Euro stock
C44 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts T TRIANGLE TYPE

INSERTS FOR TURNING

0T 0° Relief Dimensions (mm)
60" Triangle TYPe [imsentioe] |™ [ L [ 1c [ s D,
* 1603.. | 16,5 | 9,525 | 3,18 | 3,81 M Stainless Steel
1604.. | 16,5 | 9,525 | 4,76 | 3,81 m Cast Iron
] 2204.. | 22,0 | 12,7 | 476 | 516 = D15, D22~23 = E12 m Non-Ferrous Metals
D42 S Super Alloy

[¥1 Hardened Steel

E Steel

Carbide Cermet | Carbide
Coated Coated|Uncoeted| Uncoated
[P vk @I pDHEEYR O BImBE0O
%%%mamgggﬁééx%%ggﬁsgga,\,,\lqzqz
® M-Class Double Sided Bumpy Chipbreaker SRR RN RN E E R =
Application | Shape ISO Cat. No. RE 2222222222222 2 2222 R EE|oMmET g%
ae
(7]
_ TNMG 160404 NSE 04 (@ ®O|A AA Q| |00
E4 TNMG 160408 NSE 0,8 ®®OAAlA Q| |o|o
o 3 TNMG 160412 NSE 12 |@|/®O|A|Ala
£l 22 @
B £ TNMG 220404 NSE 0,4 @@ O AAA
El 8o TNMG 220408 NSE 0,8 ®Q[OA|A|a
Feed rate (mmiev) TNMG 220412 NSE 1,2 |o|o[o|a
D
TNMG 160308 NSX 0,8 o) /K
TNMG 160404 NSX 04 @00 |a o|o| |o @
E, TNMG 160408 NSX 08 |O®Q| |Ala 0|0l |0
o =
S| 5
£ 2, TNMG 220404 NSX 0.4 lololo| |a @
g £ NSX TNMG 220408 NSX 0,8 |000| |a
g Y S TNMG 220412 NSX 1,2 |o|ojo
Feed rate (mm/rev)
TNMG 160404 NGU 0,4 |@/®®AAAoo®®OOO ol  |a Q Q
TNMG 160408 NGU 0,8 |@@@Alaaeeee00 o| |a| oo o s
ey | TNMG 160412 NGU 1,2 @|0/®/aala@00000 o| |a v
3z W TNMG 160416 NGU 16 0/@/® |ala olo
E4 i
S 3 TNMG 220404 NGU 04| |0 AlA Qlo A @
3 & NGU | TNMG 220408 NGU 0,8 (@ ®O|A A A [ Jlo)[e}
=1 TNMG 220412 NGU 12 |@|0|@|alala e00
Qo 0.2 04 06
Feed rate (mm/rev)
TNMG 160404 NGE 0,4 @ ®OAAlA
: TNMG 160408 NGE 0,8 ®®OAAlA
T ? TNMG 160412 NGE 12 @|/®|®Alala
5 E
O 3, TNMG 220408 NGE 0,8 |0@®|alalA
S B NGE TNMG 220412 NGE 12 [O/0|@|A|A|a
T T,
% 3 02 04 06
Feed rate (mm/rev)

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item C45



T TRIANGLE TYPE Negative Inserts

INSERTS FOR TURNING

0T 0° Relief Dimensions (mm)
60 Tnangle Tvpe With Insert Hole N L | IC | S | D [ steel
1604.. | 16,5 | 9,525 | 4,76 | 3,81 M Stainless Steel
RE 2204.. | 220 | 127 | 476 | 516 I cast Iron
? = D15, D22~23 = E12 M Non-Ferrous Metals
D42 S Super Alloy
I =) I¥1 Hardened Steel
s/ L .Isl.
Carbide Cermet | Carbide
TN M G ..‘... ._.. Coated Coated |Uncoeted] Uncoated
[P m B A ODBE4% | B BIB0
B S e = R N R R
» ®M-Class Double Sided Bumpy Chipbreaker §§§§%§§§§§ggggg§§§§%8§§§§§§§§
QE Application | Shape ISO Cat. No. RE |/ </ </<|<|</<|< < |<|q|< << << |<|<|< < | < | <= R = || T
=z =
_ e TNMG 160404 NUG 04 @O|® |AA
= E., TNMG 160408 NUG 08 @@ ® |AA
el ol 3 & TNMG 160412 NUG 12 | oo
IS TNMG 160416 NUG 1,6 |@0|0
El NUG
L8 ol TNMG 220408 NUG 08| [ole A
Feed rate (mmrev) TNMG 220412 NUG 12 |o|ojo
D
/K7 TNMG 160404 LUM 0,4 0|0|0|0
@ TNMG 160408 LUM 0,8 0|0|0|0
s e &‘-’ TNMG 220404 LUM 0.4 o
(é E . % TNMG 220408 LUM 0,8 A o
[s] 23 N TNMG 160404 RUM 04 @ ololojo
§ § L/RUM TNMG 160408 RUM 0,8 @ 0|0|0|0
[=] 0 02 04 06 08
TNMG 220404 RUM 0,4 o
A Feedrate (mmirev) TNMG 220408 RUM 0.8 ala o
e
v = TNMG 160404 NEG 04 [o|ejo Olele
| E¢ TNMG 160408 NEG 0,8 O/@0 ® e 00 ® 0 AA 0|0
O| 3 B TNMG 160412 NEG 12 |0|@|0 e ee0 Q|0|A|A fo]fe)
E| 5 2
R NEG
% oo 02 04 06 08
Feed rate (mm/rev)
z TNMG 160404 NEX 0,4 IO I0) O|®|A|lAa
. E* TNMG 160408 NEX 0,8 000 elelaa O
a3 § ) TNMG 160412 NEX 1,2 ® e 00 ®OAA
E NEX
B S 0 02 04 06
s
Feed rate (mm/rev)
_ _ TNMG 160404 NUP 04| @@ AAeooe0 ®0lalal O 0!
5| E (4] TNMG 160408 NUP 0,8 @@ AlAleeee@ ®OAA o
3 < & 7 TNMG 160412 NUP 12 A | |olofo 00ala
IS % 2
=1 NUP | TNMG 220408 NUP 08| |o|® |a|a olo
2| & ook TNMG 220412 NUP 1,2 AlA
s
Feed rate (mm/rev)

@ = Euro stock
C46 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts T TRIANGLE TYPE

INSERTS FOR TURNING

0 T 0° Relief Dimensions (mm)

60 Trlangle Type With Insert Hole TN [ L [1c|s]ob;
1604.. | 16,5 | 9,525 | 4,76 | 3,81 M Stainless Steel

2204.. | 22,0 12,7 | 476 | 5,16 m Cast Iron

] 2706.. | 27,5 | 15,875 6,35 | 6,35 = D15, D22~23 = E12 M Non-Ferrous Metals

33,0 | 19,05 | 9,562 | 7,93 D42 S Super Alloy

[ Hardened Steel

E Steel

Carbide Cermet | Carbide
Coated Coated |Uncoeted| Uncoated
[P] vk @I pDHEEYR O BImBE0O
%%%mamgggﬁééx%%ggﬁsgga,\,,\lqzqz
® M-Class Double Sided Bumpy Chipbreaker SRR RN RN E E R =
Application | Shape ISO Cat. No. RE 2222222222222 2 2222 R EE|oMmET g%
3@
(7]
6 () | TNMG 160404 NUX 0,4 [0|@0|a|a|a
z X / TNMG 160408 NUX 0,8 @@ ®4aa
2 &’ : TNMG 160412 NUX 12 (0/®/0/alala
g 3, /e/
3 2 NUX | TNMG 220408 NUX 0,8 [0/0[0|A|aa
® 5, TNMG 220412 NUX 1,2 [0|@|0|a|a|a
0.2 04 0,6
Feed rate (mm/rev) 5
D
. TNMG 160408 NMU 08 @@ 0 AAAOGS |@ o} o} /K
W TNMG 160412 NMU 12 |@/@0lalalajee O o @
g, TNMG 220408 NMU 0.3 [e|e|e|aalale| | |o o
5 3 NMU | TNMG 220412 NMU 12 oe|®alaale | |o
I TNMG 220416 NMU 16 [@[o/®/aalaje | |0 B
| TNMG 270612 NMU 12 0@ |aa
Feed rate (mm/rev) TNMG 270616 NMU 1,6 OO A
R \V TNMG 160408 NEM 0,8 [o|@o 00 o)
o E TNMG 160412 NEM 12 |o|eo 800 VJ
c| = 4 ¢
£l 3
3 5 TNMG 330924 NEM 24| oo olo
g = NEM
8 0 02 04 06 08
Feed rate (mm/rev) @
_® A J | TNMG 160408 NME 0,8 [0|@0|a|ala olo
E. i} TNMG 160412 NME 12 |@®0|a|ala
o 5
£ 5> NME | TNMG 220408 NME 0.8 [0[oo| |a olo
S s TNMG 220412 NME 1,2 lolo|o| |a olo
Cl S TNMG 220416 NME 1,6 |0/ojo|a olo
Feed rate (mm/rev)
6 - TNMG 160408 NMX 08| |olo| |ala
’g , TNMG 160412 NMX 12| @@ |Ala
2z, NMx | TNMG 220408 NMX 08| [oo| |a|a
5 = TNMG 220412 NMX 12| [olo| |ala
3l 8o
m 0,2 04 0,6 08
Feed rate (mm/rev)

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item C47



T TRIANGLE TYPE Negative Inserts

INSERTS FOR TURNING

600 T . | T 0° Relief Dimensions (mm)
Mangie 1YPE ["with insert Hole TN__| L | IC | s |Dy .
1604.. | 16,5 | 9,525 | 4,76 | 3,81 M Stainless Steel
2204.. | 22,0 12,7 | 476 | 516 m Cast Iron
2706.. | 27,5 | 15,875 | 6,35 | 6,35 = D15, D22~23 = E12 m Non-Ferrous Metals
D42 S Super Alloy
I%1 Hardened Steel

E Steel

Carbide Cermet | Carbide
Coated Coated\Uncoated Uncoated
P v B I DR EYn | @ BEBDO
B S e = R N R R
» ®M-Class Double Sided Bumpy Chipbreaker §§§§%§§§§§ggggg§§§5g g§§§§§g§§
QE Application | Shape ISO Cat. No. RE |/ </ </<|<|</<|< < |<|q|< << << |<|<|< < | < | <= R = || T
ze
Q TNMG 160404 NGZ 0,4 O|0|O|A|Aa
g° TNMG 160408 NGZ 0,8 A ® 00 AA
@ o 24 TNMG 160412 NGZ 1,2 Ol0|@|A|Aa
£ 3
5 2 NGZ | TNMG 220408 NGZ 0,8 olo| |ala
3 § TNMG 220412 NGZ 1,2 O|0| |ala
@ 0 02 04 06 08 TNMG 220416 NGZ 1,6 Q|0 A A
Di Feed rate (mm/rev)
/K7 TNMG 160404 LHM 0,4 |O|O|O|A|A )
@ TNMG 160408 LHM 0,8 |0|0|O|A|a )
6
’g TNMG 220404 LHM 0,4 |0|0|O A
@ o 5 ° B TNMG 220408 LHM 0,8 |0|0|0 A
£ 3
5’ L/RHM
o @
[\ oo
TNMG 160404 RHM 0,4 |®0loalalal @ |O
ij Feed rate (mm/rev) TNMG 160408 RHM 0,8 OOQO|A|AA| @
TNMG 220404 RHM 0,4 |O/O|Q| |A|A o
TNMG 220408 RHM 0,8 |O|O|O|A|A|A )
yad
\')
TNMG 160404 NUZ 04| |O A QO|0|O|A|Aa
@ TNMG 160408 NUZ 0,8 | [O|O| |a 00 AA
TNMG 160412 NUZ 1,2 | |O|O|a Ol0|@|A|a
£° TNMG 160416 NUZ 16| |O (o]le} A
o = . TNMG 160420 NUZ 20| |O (o]le}
=| 3
32 NUZ | tNmG 220408 NUZ 08| 0@ |ala olojo| |a
04 § TNMG 220412 NUZ 1,2 | |0O|O O|0[O|A A
0 02 04 06 08 TNMG 220416 NUZ 1,6 Q|0 QOO |A A
Feed rate (mm/rev) TNMG 270608 NUZ 08| o | |a
TNMG 270612 NUZ 12| |O
TNMG 270616 NUZ 16| |O A

@ = Euro stock
C48 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts T TRIANGLE TYPE

INSERTS FOR TURNING

0° Relief Dimensions (mm)

60° Triangle Type With Insert Hole N L | IC | S |Ds

1604.. | 16,5 | 9,525 | 4,76 | 3,81

E Steel

M Stainless Steel

2204.. | 22,0 12,7 | 476 | 5,16 m Cast Iron
] 2706.. | 27,5 | 15,875 6,35 | 6,35 >D22-23 o E12 ¥l Non-Ferrous Metals
S Super Alloy
Y [¥1 Hardened Steel
]
Carbide Cermet | Carbide
Coated Coated [Uncozted] Uncoated
[P] vk @I pDHEEYR O BImBE0O
. j e e e A e N N R
® M-Class One Sided Bumpy Chipbreaker 2R e R e 2R ERR R RRRRR SRS SeLEs | 5
Application | Shape ISO Cat. No. RE 2222222222222 2 2222 R EE|oMmET g%
ae
101 (]
TNMM 160404 NMP 04| o
= TNMM 160408 NMP 0,8 @®®aaa °
=3 TNMM 160412 NMP 12| |eo|® A °
53 TNMM 160416 NMP 16 A /c/
g ° C:~p127
-5 | TNMM 220408 NMP 08| @®aaa
S B I NGl TNMM 220412 NMP 12 |0/@|®alala °
L TNMM 220416 NMP 16| ©®alaa ° DJ
T oe os o510 | TNMM 270612 NMP 12| o] | |a
eed rate (mmirev) TNMM 270616 NMP 16| o | |ala KT
1or R
NN - ®
o £ | L G TNMM 160408 NHG 08 (@ | (o |a °
£ 5. TNMM 160412 NHG 128 | |a| |a °
5" ‘xNHG TNMM 160416 NHG 16 A @
QO: %4,  (ci-si27
L TNMM 220408 NHG 08| 0o |ala
ST TNMM 220412 NHG 12| @l®alala
T TNMM 220416 NHG 16| @0lalala é
%2 04 06 08 10
Feed rate (mm/rev)
wF  emenenes \ o e
I : TNMM 160408 NHP 08| 0o |aa \
g g 7 :‘C:mmwﬁe})s NHP TNMM 160412 NHP 1,2 Q@ |AA
Sg° TNMM 220408 NHP 08| oo | |a @
€ 5, : | TNMM 220412 NHP 12| ol® |ala
25 =i | TNMM 220416 NHP 16| o | |ala
[0} 2
T TNMM 270612 NHP 12| |ole| | |a
o555 | TNMM 270616 NHP 16| oo | |a
Feed rate (mm/rev)
Carbide Cermet | Carbide
TN M N '.'..' Coated Coated [Uncozted] Uncoated
[P] v W @B EDHEEYR B @IBED
. ShBanncoo=EE kR BRI RoNNs ok
® M-Class No Chipbreaker 22Re 2R RRRIRS R RRRERNIC RS SSS L s
Application | Shape ISO Cat. No. RE |9292222222RRRRRRRRRR R R FohhT
5
2 B, TNMN 160408 038 ololo
5 ¥ TNMN 160412 1,2 olo
g TNMN 160416 1,6 ololo

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item C49



T TRIANGLE TYPE Negative Inserts

INSERTS FOR TURNING

0T 0° Relief Dimensions (mm)
00° Triangle TYPe Winmsenros | |™ c | s [ steel
1604.. 9,525 | 4,76 M Stainless Steel
RE 2204.. 12,7 | 476 I cast Iron
? = D15, D22~23 M Non-Ferrous Metals
S Super Alloy
L=t I¥1 Hardened Steel
60%s L sl
Carbide Cermet | Carbide
TN M .....' Coated Coated |Uncoeted] Uncoated
P v W @I ODHEE4R| B BIBADO
B S e = R N R R
g ®CMCiass NoChipbreaker
QE Application | Shape ISO Cat. No. RE |92 <<|<|<|g /<< <|qfgjg </ (< /<< | << |F|P|F - |Ojujd|T
=z =
TNMA 160404 0,4 O|0[O|A A o
TNMA 160408 0,8 O|0|@|A A o
g TNMA 160412 1,2 olo|e|ala
e/ |5 - TNMA 160416 1,6 oleo|ala
§ . TNMA 160420 0 oo
TNMA 220408 8 O|0|0|A|Aa
LS TNMA 220412 1,2 olelolala
D TNMA 220416 1,6 O|@|O|A|a
/K/
s Re
©10,0
2 E1
55°
Vi Carbide Cermet [ Carbide |
TRM ’."" _l. Coated Coated |Uncoated| Uncoated
[P w B R R 3 s ]
@ 550223 BB kkiB B0 25 NN«

. T Ao oo dnFOT o ® T NOD Ko S|, o0
® M-Class Bumpy Chipbreaker R RN 0B3RBT ITIRIERRBLED 2BISSISE LS
Application | Shape ISO Cat. No. RE 2232222222232222gg%giggn‘:ﬁn‘:‘;EEEE
(o]
k=
@ W, - ) TRM 551704 FL 04| O o
i '*l! . }jl TRM 551708 -FL 08| [0 o
o X
w -FL

‘Iﬂh?l'l’ TRM 551704 -LU 04 (0] |alala )
h.',& TRM 551708 -LU 0.8 |80 |a|a|a o
o Y0 TRM 551712 -LU 1,2 [O[O| |aa o
e | -LU
| = =
8| 325 T e |
i £ B | TRM 551704 -sU 04| o] | |a o o
g0 \ TRM 551708 -SU 08| (O] |aa o o
ob——s— “SU | TRM 551712 -sU 12| O] | |a o
Feed rate (mm/rev)
40} y "
JE | lh‘"’ﬂ‘ TRM 551704 -GU 04 QO] |Alaa o
3 325t hi’f TRM 551708 -GU 06 [0/of |a|a|a §
£| 5 20 GU TRM 551712 -GU 1,2 |O|O| |A|A|Aa
S £ 10 b
= 8
0 0,2 0,4 0,6
Feed rate (mm/rev)

@ = Euro stock

C50

O = Stock item in Japan
A =To be replaced by new item



Negative Inserts T TRIANGLE TYPE

INSERTS FOR TURNING

0° Relief Dimensions (mm)

e
60° Triangle Type Wiisentoe] ™ L [1c [ s [o, B steel
1103.. | 11,0 | 6,35 | 3,18 | 2,26 M Stainless Steel
1603.. | 16,5 | 9,525 | 3,18 | 3,81 A Cast Iron
w2 1604.. | 16,5 | 9,525 | 4,76 | 3,81 = D15, D22~23 = E12 ¥l Non-Ferrous Metals
S Super Alloy
*_4*5¢ [¥] Hardened Steel
60w/l L | Isl.
Carbide Cermet | Carbide
TN GG ..‘... ._.. Coated Coaled\Uncoaled Uncoated
[P vk @I DREYR B BB O
%%%mamgggﬁééx%%ggﬁsgga,\,,\lqzqz
® G-Class Double Sided Bumpy Chipbreaker g%ggﬁﬁggéﬁgg§g;ggg§g‘§§§§§§g§§ =
Application | Shape ISO Cat. No. RE 2222222222222 2 2222 R EE|oMmET g%
=L
—_ (7]
g £° ™4/ | TNGG 110302 LFT 02 oo
_% g 21 TNGG 110304 LFT 0,4 o]le}
£ 5o &S L/RFT TNGG 110302 RFT 0,2 oo /e/
02 04 TNGG 110304 RFT 0.4 olo
Feed rate (mm/rev)
TNGG 160302 LST 0,2 olo LS
TNGG 160304 LST 0,4 (0)(e} D
TNGG 160308 LST 0,8 ol
— TNGG 160402 LST 0,2 olo /K
TNGG 160404 LST 0,4 e]le} @
o TNGG 160408 LST 0,8 o]le}
§ = 4 TNGG 160412 LST 1,2 o}
=] £3
z s, LIRST | tnGG 160302 RST 02 olo 's]
5 s TNGG 160304 RST 0,4 olo
g1 TNGG 160308 RST 0,8 olo
a
0
02 04 TNGG 160402 RST 0,2 olo é
Feed rate (mm/rev) TNGG 160404 RST 0,4 e]le}
TNGG 160408 RST 0,8 (o))
TNGG 160412 RST 1,2 o}
e
\')
g 3 TNGG 160402 NSU 0,2 (o]fe) 0|@00
2 =2 TNGG 160404 NSU 0,4 olo 0olojojo @
el 2 &I TNGG 160408 NSU 0.8 olo olojolo
g £
- 0,2 0a NSU
Feed rate (mm/rev)
TNGG 160401 LFY 0,1 Q| (0|0
TNGG 160402 LFY 0,2 o| |o|ojo|o
e TNGG 160404 LFY 0.4 o| [oololo
o 3 TNGG 160408 LFY 0,8 o| [0] |o|o
£ E TNGG 160412 LFY 1,2 (o} o)
g 52 L/RFY
T =1 TNGG 160401 RFY 0,1 Q| (0|0
s &= TNGG 160402 RFY 02 o/ || lo| oojolo
A 0,2 0,4 TNGG 160404 RFY 0,4 o| |o|ojo|o
Food rato (mmirey) TNGG 160408 RFY 08 o| o] lolo
TNGG 160412 RFY 1,2 o o
TNGG 160402 LFX 0,2 O| |0jojo|o
g3 \".—" TNGG 160404 LFX 0,4 e)e](e](e)(e]le)
2 £, \ / TNGG 160408 LFX 0.8 o
2 24N
LIE_ e ! TNGG 160402 RFX 0,2 O| |O|@0lo
80— 55 oz LIRFX| TNGG 160404 RFX 04 o| |ojojojo
Foed rate (mmire) TNGG 160408 RFX 0.8 o

@ = Euro stock
O= Stock item in Japan
A = To be replaced by new item 051



T TRIANGLE TYPE Negative Inserts

INSERTS FOR TURNING

0° Relief Dimensions (mm)

0T
60 Tnangle Tvpe With Insert Hole N L | IC | S |Dy [ Steel
1103. | 11,0 | 6,35 | 3,18 | 2,26 M Stainless Steel
RE 1604.. | 16,5 | 9525 | 4,76 | 3,81 I Cast Iron
? 2204.. | 22,0 12,7 | 4,76 | 5,16 = D15, D22~23 = E12 m Non-Ferrous Metals
S Super Alloy
s I%1 Hardened Steel
s/l L | Isl
Carbide Cermet | Carbide
T N G G ...‘.' . _. . Coated Coated |Uncoeted] Uncoated
[P m W I DREE4dR| B BAED
B S e = R N R R
o @ G-Class Double Sided Bumpy Chipbreaker §§§§%§§§§§ggggg§§§§§ 8§§§§§g§§
QE Application | Shape ISO Cat. No. RE |/ </ </<|<|</<|< < |<|q|< << << |<|<|< < | < | <= R = || T
z2
TNGG 160402 LUM 0,2 O|@0l0
TNGG 160404 LUM 0,4 O|0je|®
TNGG 160408 LUM 0,8 Q|0|0|e
3 V TNGG 160412 LUM 12 olo
5 - 4 TNGG 220404 LUM 0,4 o)[e)
@)
2 £3 L/RUM TNGG 220408 LUM 0,8 (0)[e}
D |2 22
2 g1 TNGG 160402 RUM 02 olojoe
JK/ Sl TNGG 160404 RUM 0,4 olo|e|e® (o}
02 04 TNGG 160408 RUM 0,8 oloo|e
@ Feed rate (mm/rev) TNGG 160412 RUM 1,2 0|0
TNGG 220404 RUM 0,4 (0)[e}
@ TNGG 220408 RUM 0,8 0|0
—~ 4 e
ﬁ o E 3 TNGG 160402 NGH 0,2 o}
Z| 3 NGH TNGG 160404 NGH 0,4 o}
2] 52 TNGG 160408 NGH 0,8 o}
il £1
So
7 01 02
Vv Feed rate (mm/rev)
Carbide Cermet | Carbide
TN G A . . Coated Coated|Unwoeted| Uncoated
[P v W @I ODEEYR| OB IBDO
. A o e Y e
® G-Class No Chipbreaker
Application | Shape ISO Cat. No. RE |€<|q|<|<|< < << < < (<< < < < << < = | << | R | o | i [T
3 o TNGA 110308 038 o
£
3 \ '-r_a;' TNGA 160402 0,2 o
g TNGA 160404 0,4 o} o}
TNGA 160408 0,8 o} Q|0|o o

@ = Euro stock
C52 O = Stock item in Japan
A = To be replaced by new item



Negative Inserts V DIAMOND TYPE

INSERTS FOR TURNING

0° Relief Dimensions (mm)

35° Diamond Tvpe With Insert Hole WN__[ L [Ic [ s [Dy

1604.. | 16,6 | 9,525 | 4,76 | 3,81

I3 steel

M Stainless Steel

I cast Iron

= D16 m Non-Ferrous Metals
S Super Alloy

[ Hardened Steel

35

Carbide Cermet | Carbide
VN MA .....‘ Coated Coated [Uncozted] Uncoated
[P Wk O DEEHA B @O
e e A A e E R R N e
i S S5 = ooolo
® M-Class No Chipbreaker §§§§§§§§§§§§383%%?’35%3@8888%%% =
Application | Shape ISO Cat. No. RE |<|</<|<|<|< 2|2 |< << (<< |<|< < |<|<|<| << m|RF = |Ooju|w T QE
o % .
£ VNMA 160404 0,4 Q|0|0|A|A
=1 w - =5 | VNMA 160408 0,8 Q|0|0|A|A
£ VNMA 160412 1,2 0|0|0|a |a j
Carbide Cermet | Carbide
VN M G ’.’..’ ._.. Coated Coated‘Uncoated Uncoated
[P m W A HEE%%EEENJ
B EBaan B8 8xxx0B88o0 300 o | D
® M-Class Double Sided Bumpy Chipbreaker §§§§§§§§§§ggggg§§§5§8§§§§§g§§
Application | Shape ISO Cat. No. RE |<|< g/<|<|<|<|< < << << < < < << (<< << RIEElouuT| /K/
g gz VNMG 160404 NFB 0,4 o o)(e)(e)e} @
@ s, VNMG 160408 NFB 0,8 o o)
C o
L 5
£ LR 5]
e Feed rate (mm/rev)
o =* 3 - VNMG 160404 NFA 0,4 0|0|0|0
£ £ 2SS | UNMG 160408 NFA 08 alololo A\
L 52
Sl g NFA
QE) g0 02 04 06
w| 8 r =
\'}
g VNMG 160404 NFL 04| o] | |a o ee0e
3 3 VNMG 160408 NFL 08| |® | |a o ee0® @
=
L 1)
ol £
L% § 02 04 06
Feed rate (mm/rev)
o E, VNMG 160402 NFE 0,2 OOO|a| |a| [OO o)(e)(e)e}
% % % VNMG 160404 NFE 0,4 |O|O|O|Aa| |A| |O|O Q|0|0|0
= VNMG 160408 NFE 0,8 |O|O|O|Aa| |A| |O|O (o)[e])le])(e}
‘ol £, VNMG 160412 NFE 1,2 |0[0/0|a| |a| |00 olojojo
<l 2
- Feed rate (mm/rev)
o E° 3-&‘“' VNMG 160402 NLU 0,2 o| o eeoe
£l 3 VNMG 160404 NLU 04 |®e |ala| | o |o eloole
2 ;62 VNMG 160408 NLU 08 ®® |aa | O O o0
i E‘O VNMG 160412 NLU 12 @ A
[=]
Feed rate (mm/rev)
5 E. - | VNMG 160402 NEF 0,2 000 ee O o
3 £ &S55®  VNMG 160404 NEF 04 [0/e0 oo oolala ole
gl 3, VNMG 160408 NEF 0,8 |0/®0 oeoo00 O|O|A|A oo
3 © NEF
3 5
= o 02 04 06
Feed rate (mm/rev)

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item 053



V DIAMOND TYPE Negative Inserts

INSERTS FOR TURNING

0 R 0° Relief Dimensions (mm)
35° Diamond Type With Insert Hole W__L L L IC | S |D; [ steel
1604.. | 16,6 | 9,525 | 4,76 | 3,81 M Stainless Steel
I cast Iron
RE = D16 m Non-Ferrous Metals
—
O = S Super Alloy
ic LA [Z] Hardened Steel
35 ‘ L “ S
Carbide Cermet | Carbide
VN M G ...... ._.. Coated Coated |Uncoeted] Uncoated
[P m W I DREE4dR| B BAED
B S e = R N R R
o @ M-Class Double Sided Bumpy Chipbreaker R ERE RS R B E R R R
QE Application | Shape ISO Cat. No. RE 2222222222222 22 2222 2Lr 2 c|ommT
z (=}
£, VNMG 160402 NSU 0,2 A e 00 O| |a| O0lO| |0
g V VNMG 160404 NSU 0.4 [#[00]ala/ae/eele ololala| ololololo
G 2 VNMG 160408 NSU 0,8 @ @@ 4AaAoeoeoe ®(O(A|A| |OO|O0OO
[e] gzt Ty
- §_0 0,2 04 06
Feed rate (mm/rev)
£/
D |5 E =
LEJ gz NSE VNMG 160404 NSE 0,4 |0|o|o|a|a o| oo
5 VNMG 160408 NSE 0,8 ®®O|aa o| |00
a7 g e s
-]
@ Feed rate (mm/rev)
= E .
@ 3 & ®¥ | YNMG 160404 NSX 04 |olojo ol | o
g 3, VNMG 160408 NSX 0,8 |0/00| |a o) o)
3| s NSX
3 3
= o’ 02 04
A Feed rate (mm/rev
5 g @1 VNMG 160404 NGU 0,4 |@/®O|aAla@®®0O00O o| |a o) o)
2 5 ~ | VNMG 160408 NGU 0,8 [@®0|a|a|a/®@0000 o| |a| |olo| | |o
vi 5| 52 NGU | VNMG 160412 NGU 12 0/@o] |a e oo ol |a
3 &
% ac° 02 04 06
Feed rate (mm/rev)
@ = E __ | VNMG 160404 NGE 0,4 |0|0|0| |ala
3l E. &S5 MG 160408 NGE 0,8 0®0/a 4l
gl 3 VNMG 160412 NGE 1,2 |o|ojo| |a
S = NGE
o &
E oo 0,2 0.4 0,6
Feed rate (mm/rev)
3 E. RO | VNMG 160404 NUG 04 [olojo] |a
c = VNMG 160408 NUG 0,8 [O|O|O| |A|A
5 £- NUG | VNMG 160412 NUG 12 |®
i
% §0 0.2 0.4 0,6
Feed rate (mm/rev)
= E
3 2“ @ VNMG 160404 NEG 04 0/®0 oo
g N VNMG 160408 NEG 0,8 O/®0 CIC ) o} o)[e}
5 g VNMG 160412 NEG 1,2 |O|@|0 o0
=N ds
Feed rate (mm/rev)
3 E- SR | VNMG 160404 NEX 0,4 ooele 00/ala
gl 3 & NEX VNMG 160408 NEX 0,8 eoo0e ®®AA O
3| 5?
T £
O 2,
S8 0.2 0.4 0.6
Feed rate (mm/rev)

@ = Euro stock
C54 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts V DIAMOND TYPE

INSERTS FOR TURNING

0° Relief Dimensions (mm)

35° Diamond Tvpe With Insert Hole WN__[ L [Ic [ s [Dy

1604.. | 16,6 | 9,525 | 4,76 | 3,81

I3 steel

M Stainless Steel

I cast Iron

= D16 m Non-Ferrous Metals
S Super Alloy

[ Hardened Steel

Carbide Cermet | Carbide
VN M G ‘..... ._.. Coated Coated [Uncozted] Uncoated
[P N2 | B IO

(H s B Pt
. . e e e A e N N R
® M-Class Double Sided Bumpy Chipbreaker ggggggggéggggg;ggg;g‘é’g%gggg;g =
Application | Shape ISO Cat. No. RE |22 22222222 RRR 2R commT QE
=N
—_ (7]
3 E. SLE2S | UNMG 160404 NUP 04| |o8| |alajole| |o o |aa o
£l 3 VNMG 160408 NUP 0,8 . e 000 ®ala o
5| w2 NUP
Tl £
§ §- 0 0,2 0.4 0,6 @
Feed rate (mm/rev)
6 e ._:AS'.__-.
3 £l ==  \VNMG 160404 NUX 0,4 [o|o[o]alala ST
2| 3 VNMG 160408 NUX 0,8 [0|o[o]a|a|a D
5 e NUX | VNMG 160412 NUX 12 [0/00]a|a|a
3 7
% 8 0 0.2 0.4 0,6 E
Feed rate (mm/rev) @
5 E »
3 < VNMG 160404 NGZ 0,4 olojo|a|a
El .| NGZ | VNMG 160408 NGZ 0.8 000/ala @
= VNMG 160412 NGZ 1,2 e/00ala
% a° 0,2 04 0,6
Feed rate (mm/rev)
I A\
3 £ <& | YNNG 160404 NUZ 04| lolo olo| |a|a
e 3 VNMG 160408 NUZ 08| oo olo| |a|a
3| 5. NUZ | vNMG 160412 NUZ 12| |olo olojo|ala
B 3 <
=2 Qo 0,2 04 0,6 V'
Feed rate (mm/rev)

Carbide Cermet | Carbide
VN G G ...'.. ._.. Coated Coated‘Uncoated Uncoated
2 < B IO

[P M s BesPEla
| j e A e I e N N
® G-Class Double Sided Bumpy Chipbreaker SR R EE RS A S SRR E A
Application | Shape ISO Cat. No. RE 1229222222222 2222 22 2R R R ronET
E
£ - @ = | VNGG 160402 NSU 0,2 Q|0|0|0
g3 === | VNGG 160404 NSU 04 0[0/0/0
G| VNGG 160408 NSU 0,8 0|o|olo
g £ Nsu
)
0 0,2 04 0,6
Feed rate (mm/rev)
= E, o e VNGG 160402 NEF 0,2 o}
S| € ,
S < &S UNGG 160404 NEF 04 o
i NEF
3 =
= 8 0 02 0,4 06
Feed rate (mm/rev)

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item 055



W TRIGON TYPE Negative Inserts

INSERTS FOR TURNING

0T 0° Relief Dimensions (mm)
80 anon Type With InsertHole | |WN__| L | IC | S | Dy [ steel
, 0604.. | 65 | 9525 | 476 | 3,81 M Stainless Steel
RE 0804.. | 87 | 12,7 | 4,76 | 5,16 I cast Iron
Ic 7 = D17, D24 = E13 m Non-Ferrous Metals
£, - ES D42 S Super Alloy
2 I%1 Hardened Steel
som L, S
Carbide Cermet | Carbide
WN M G ...‘.. ._.. Coated Coated\Uncoated Uncoated
[P v W B DHAE4R| B BAD
B S e = R N R R
» ®M-Class Double Sided Bumpy Chipbreaker §§§§%§§§§§ggggg§§§5g g§§§§§§§§
QE Application | Shape ISO Cat. No. RE |/ </ </<|<|</<|< < |<|q|< << << |<|<|< < | < | <= R = || T
=z =
9 =, " | WNMG 060404 NFB 0,4 o o|o| |0
= : WNMG 060408 NFB 0,8 o) Q|0 |o
€| 3
[C] |i&| s 0 NFB | WNMG 080402NFB |02 o olojolo
S| Fol—=0r—— WNMG 080404 NFB 0,4 o Q|o0jo
Lo s WNMG 080408 NFB 0,8 o ololo|o
Feed rate (mm/rev)
=
o g4 WNMG 080402 NFA 0,2 o| |00
JK e £ WNMG 080404 NFA 0,4 ®00®
€| 32 WNMG 080408 NFA 0,8 ®00®
@ 'S5l = NFA
c o
ic| 8° 0,2 0,4 0,6
Feed rate (mm/rev)
o '§4 % WNMG 080404 NFL 04| |0 A o) e 00le
S = \ WNMG 080408 NFL 08| o A 0 ee0l®
gl g2
A\ s & NFL
ic| 20 02 0,4 06
Feed rate (mm/rev)
&
o T WNMG 060404 NFE 0,4 |O/O|O|a| |A| |O|O Q0| |0
£l E2 WNMG 060408 NFE 0,8 |0|0|O|A| |A| OO 0lo| |0
@ 3
@ i S 4 NFE WNMG 080402 NFE 0,2 |O|O|O|a| |A| |O|O 0|0|0|0
o 7 S WNMG 080404 NFE 04 [ololo|a| |a| |o|o olololo
| O WNMG 080408 NFE 0,8 |o[o|ola| |a| |00 ololojo
Feed rate (mm/rev) WNMG 080412 NFE 1,2 |Q|O|O A A Q|0 Q0|00
~ wmew | WNMG 060404 NLU 0,4 |o|ojo
£ 4f "standare” W | WNMG 060408 NLU 0,8 0|00
o 3 = WNMG 060412 NLU 1,2 |ojojo
=l B2
22 [ NLU | wNmG 080404 NLU 04 [@@olalal | |o| |o elolole
L 2y o s WNMG 080408 NLU 0,8 @@®OA|lAa Q| |0 @00 e
' ' ’ WNMG 080412 NLU 1,2 |O|@|O|A|a ol |o e 0O |e®
Feed rate (mm/rev)
o g | WNMG 060404 NLU-W 04 ee oA ®0O |O ° °
g“ Wiper' W type Ra#S5t | WNMG 060408 NLU-W | 0,8 @l |ala| @0 O AlA ° °
(o) K
cl =
2l 3 WNMG 080404 NLU-W |04 @ e |ala (@O |O AA o0 |@
2 5 [ NLUW| \yNMG 080408 NLUW | 0.5 lele| ala leo O aAla oo o
b By s WNMG 080412 NLUW | 1,2 @/e| |ala| | 0| O Ala olo| |o
Feed rate (mm/rev)

@ = Euro stock
C56 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts W TRIGON TYPE

INSERTS FOR TURNING

0T 0° Relief Dimensions (mm)
80 T”gon Type With Insert Hole WN_| L | IC | S |D [ steel
0604.. | 65 | 9,525 | 4,76 | 3,81 M Stainless Steel
RE 06T3.| 65 | 9,525 | 397 | 3,81 A cast Iron
c 7 0804.. 8,7 12,7 4,76 | 516 = D17, D24 = E13 m Non-Ferrous Metals
I ‘ﬂ D42 S Super Alloy
2 [1 Hardened Steel
gom L | S
Carbide Cermet | Carbide
Coated Coated |Uncoeted| Uncoated
[P vk @I pDHEEYR O BImBE0O
e e e A e N N R
d 2R N2222RRR sk RR R RS RREER R | 5
Application | Shape ISO Cat. No. RE 2222222222222 2 2222 R EE|oMmET g%
ae
(7]
=4 @y S | WNMG 060404 NEF 0.4 |o|®|0 oo ol |a
o E V WNMG 060408 NEF 0,8 O|®@O ooo o) A
= NEF | WNMG 080404 NEF 0,4 [0@|O LI )6} O|O|A|A (o)(e} @
- WNMG 080408 NEF 0,8 O/®O LI o) LI IVNPS Q0
a 0.2 04 06
Feed rate (mm/rev)
s
D
WNMG 060404 NSU 0,4 |@®0|a|a|a|@OO® 00 AA
. WNMG 060408 NSU 08 ®@@0AAA®O |0 ®0AA JK/
- ‘\h/! WNMG 060412 NSU 12 joojo
o E 4 V
£ 3 WNMG 06T304 NSU 04| |0 A @
2 5 2 & NSU | WNMG 06T308 NSU 08| o | |a
| 8
Qo= s WNMG 080404 NSU 04 @@e®AAAoeooe0 Ol@eAla| O|@0OO® @
Feed rate (mm/rev) WNMG 080408 NSU 0,8 |@0@@®AlAAoOO®® @0 AA OO0
WNMG 080412 NSU 12 0/@(@AAA 000 O|O|a|a| |O|O|@ O[O
WNMG 080404 NSE 0,4 ®®OAAA Q| |o|o
WNMG 080408 NSE 0,8 |0 ®O|AAla Q| |00
WNMG 080412 NSE 1,2 |@|@O|A|A|A
o T 4 "Standard” 5
2 £ NSE WNMG 060404 NSE-W | 0,4 0olo v
5 3 Wier W e | WNMG 060408 NSE-W | 0,8 |0[0|0|a 4|4
- gl . | WNMG 080404 NSE-W 04 @@ |aA o) @
0 02 o4 o6 08 | WNMG 080408 NSE-W 0,8 @@ |AlA o) o
Feed rate (mm/rev) WNMG 080412 NSE-W 12 @@ |(AlA
B
£ , WNMG 080404 NSX 04 |00|o ool |0
23 #% 7 | WNMG 080408 NSX 08 @0® |aa olo| [o
5 % 2 & ¢ WNMG 080412 NSX 1,2 |o|o|o
c [}
o 2o 0.2 04 0,6
Feed rate (mm/rev)
WNMG 060404 NGU 04 @@ O|A|lAAl®@OO®OIO
i WNMG 060408 NGU 0,8 |@@®@Olala| |®O |@®@OO
= "Standard” @ WNMG 060412 NGU 12 |®@/®OA|a e @00
O| _ ¢ NGU
El E "wiper' W type | WNMG 080404 NGU 04 @0 ®®AAA®®O®®SO®OO Q| |a o @)
3 = ¢ NGU-W| WNMG 080408 NGU 0,8 @|@®|aala000e000 o| |a|l | |o| | |o
2 5 WNMG 080412 NGU 12 0/®|®AAAeeee0O ol |Aa
£ 2
a WNMG 060408 NGU-W | 0,8 |0|O|O| |a
0 ‘ ‘ ‘ ‘
oo caiew, | WNMG 080408 NGU-W | 0.8 @@/ |a/a ° Ala
WNMG 080412 NGU-W |12 @@ |Ala ° AlA

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item 057



W TRIGON TYPE Negative Inserts

INSERTS FOR TURNING

0T 0° Relief Dimensions (mm)
80 Tngon Type With InsertHole | WN__| L | IC | S | D [ steel
0604.. | 6,5 | 9525 | 4,76 | 3,81 M Stainless Steel
RE 06T3. | 65 | 9525 | 3,97 | 3,81 I cast Iron
c [ 0804. | 87 | 12,7 | 476 | 516 = D17, D24 = E13 ¥l Non-Ferrous Metals
£, I ‘ﬁ D42 S Super Alloy
2 I%1 Hardened Steel
som L, S
Carbide Cermet | Carbide
WN M G ...‘.. ._.. Coated Coated\Uncoated Uncoated
[P v W B DHAE4R| B BAD
BP0 33388x 2 B8830 300N ol
» ®@M-Class Double Sided Bumpy Chipbreaker R ERE RS R B E R R R
g’é Application | Shape ISO Cat. No. RE |22 2222292222222 ee22 2Lt ec coumT
=z =
oo WNMG 060408 NGE 0,8 |®00|A|Ala
5 g WNMG 060412 NGE 1,2 [@/@O|A|AlA
Ol £4
@ E 3 WNMG 080404 NGE 0,4 O/®O|A|AlA
Bl 22 NGE | WNMG 080408 NGE 0,8 |@®®4AaA
=1 WNMG 080412 NGE 1,2 @@ @ AAA
0 PRy T WNMG 080416 NGE 1,6 (@@ QA A A
Di Feed rate (mm/rev)
JK WNMG 060404 NUG 04| |0
£ WNMG 060408 NUG 08| |O
= E
@ 3 § WNMG 06T304 NUG 04| |0 A
E 2 WNMG 06T308 NUG 08| |0 A
S| &
@ g ° WNMG 080404 NUG 04| |olo| |a
02 04 08 WNMG 080408 NUG 08 @@ e® |AaA
Feed rate (mm/rev) WNMG 080412 NUG 12| @@ A
= WNMG 060408 NEG 0,8 0/®|0 ellel(e}
g £ WNMG 060412 NEG 1,2 |O|®@|0 Olee o| |a
e g “g WNMG 080404 NEG 04 O|@0 o0
v El WNMG 080408 NEG 0,8 0@ 000 o0ala ®0
= B WNMG 080412 NEG 1,2 |O/@|O LI )le} O|O|A|A oo
@ Feed rate (mm/rev;
= = WNMG 060404 NEX 0,4 ° ) ® 0 AA
g g’ W WNMG 060408 NEX 0,8 ° ° ®0AA
g § z WNMG 080404 NEX 0,4 eeooo L J(OJVNPN
8 3 NEX | WNMG 080408 NEX 0,8 000 eelalal O
= So 02 o4 0s WNMG 080412 NEX 1,2 o000 Ol@AlA
Feed rate (mm/rev)
B |
= E4 gj WNMG 080408 NUP 08| e® AAeoe00 ©(04AA
Ol 3 & WNMG 080412 NUP 12| |® AlA| @00 Q|O|A|A
gE| 5,
= %. NUP
O O
2 0 0,2 0,4 0,6
Feed rate (mm/rev)
_E° '\@'\ WNMG 080408 NEM | 0,8 0/e[o oole
3l =4 WNMG 080412 NEM 1,2 O/@0 00
E s
% % 2 NEM
=]
= 0 0.2 04 0,6
Feed rate (mm/rev)

@ = Euro stock
C58 O = Stock item in Japan
A =To be replaced by new item



Negative Inserts W TRIGON TYPE

INSERTS FOR TURNING

0T 0° Relief Dimensions (mm)
80 T”gon Type With Insert Hole WN_| L | IC | S |D [ steel
0604.. | 65 | 9,525 | 4,76 | 3,81 M Stainless Steel
RE 0804. | 87 | 127 | 476 | 5,16 I cast Iron
ic 7 o D17, D24 = E13 m Non-Ferrous Metals
I ‘ﬂ D42 S Super Alloy
2 [ Hardened Steel
gom L | S
Carbide Cermet | Carbide
Coated Coated |Uncoeted] Uncoated
[P vk @I DREYR B BB O
. . S35 Ba00 232388y 0883330l o
® M-Class Double Sided Bumpy Chipbreaker §§§§§§§§§§§gggg§§§§§g§§§§§§§% =
Application | Shape ISO Cat. No. RE |€<29R2R2R<tRRe<R R 2FRFFomm T QE
ol - ch
g v WNMG 080404 NUX 0,4 |0/® @ AAA
9 3 Ar WNMG 080408 NUX 0,8 |@0®®AAA
E| ® WNMG 080412 NUX 12 (@@ @ AAA
e NUX /[c/
gl 8
0 02 04 06 08
Feed rate (mm/rev) 7
8r D
WNMG 060408 NMU 0,8 [@O|@ AlAAl® ° ®(0 A A
o WNMG 060412 NMU 12 @@ |Alalal@® ° AA JK/
o £
= g“* NMU WNMG 080408 NMU 08 @@ 0 AAAOGS |@ Ol@|ala| |O @
%’“a WNMG 080412 NMU 12 @ @@ AAAGO |O@ Ol@|Ala| O
14 §2* WNMG 080416 NMU 16 (@@ |AlAlA
a
0 02 04 06 08 @
Feed rate (mm/rev)
. @ Y | WNMG 060408 NME 08 [ololo| | |a olo A
o = WNMG 060412 NME 1,2 |O|/@O|A A|Aa (o)(e}
= 54 NME
5 3 WNMG 080408 NME 0.8 @®0aaa olo
2l s, WNMG 080412 NME 12 @@ @ AAlA fo)fe)
g WNMG 080416 NME 1,6 [@®O[alAla olo VJ
a
0 0,‘2 0,‘4 0,‘6 O,‘B
Feed rate (mm/rev)
= ° WNMG 080408 NMX 08| 0@ |ala @
2 E, WNMG 080412 NMX 12| Ol@ |ala
§ 2 NMX
O 52
x %
a
° 0,‘2 0,‘4 0,‘6 018
Feed rate (mm/rev)
o W57/ | WNMG 060408 NGZ 0.8 olo|e|a|a
£l & WNMG 060412 NGZ 1,2 O|0|@|AlA
SR
8l 1 NGZ | wNMG 080404 NGZ 0.4 oloo|a|a
£ 2f WNMG 080408 NGZ 0,8 Ol®®AA
a WNMG 080412 NGZ 1,2 Ol @ AA
0 O,‘2 0,‘4 0,‘6 018
Feed rate (mm/rev)
o
E
2 & g WNMG 080404 NUZ 04| lo ololo|aa
§ g NUZ | WNMG 080408 NUZ 08| |0 Ole/®laa
3 £of WNMG 080412 NUZ 12| |O ®OO|AlA
* 3
0 0,‘2 O,‘4 0,‘6 0,‘8
Feed rate (mm/rev)

@ = Euro stock
O = Stock item in Japan
A =To be replaced by new item 059



\\/ TRIGON TYPE

INSERTS FOR TURNING

Negative Inserts

80° Trigon Type

0° Relief

Dimensions (mm)

With Insert Hole WN

L IC S

£, ,[\451
som'- %

0804..

8,7 12,7 | 476

RE

c [

I3 Steel

M Stainless Steel

I cast Iron

m Non-Ferrous Metals
S Super Alloy

I%1 Hardened Steel

Cermet | Carbide
Coated |Uncoeted] Uncoated
[P M D pDBE4" | B BAD
B S e = R N R R
o @ M-Class One Sided Bumpy Chipbreaker R ERE RS R B E R R R
: — 0|Q|0|Q|Q|Q|0|0|0|0|0 L0000 ILILICA VORISR ITIT =
QE Appllcatlon\ Shape ISO Cat. No. RE |/ </ </<|<|</<|< < |<|q|< << << |<|<|< < | < | <= R = || T
ZE _8r Sy
2 E) i
<l 5 2
9 3 v WNMM 080408 NMP 0,8 @@ ®AA )
g 5 WNMM 080412 NMP 1,2 @@ ®Ala )
/c] |€ £ NMP ,
> O 2f
> O
@
[} 0
I 02 04 06 0.8
Feed rate (mm/rev)
D o ’E\Bi
cC| =
IR WNMM 080408 NHG 0,8
35, WNMM 080412 NHG 12 |@
Ol '
/K7 |82
® 3%
©
Q
I 0,2 04 06 08 1
Feed rate (mm/rev)
Cermet | Carbide
Coated [Unoozled| Uncoated
I \VNMA 000000 O % Rh mAmEE o mon
o o X (X (23] -]
. A o R Y e
® M-Class No Chipbreaker SRR R R RIS S E R E
— O|0[0|0|0I0I00|CI0ILIL LIV IKILILLO|ICOIRRISR =TT =
o App||cat|on‘ Shape 1SO Cat. No. RE | << <C|<|<C|<C| < | < |<C|<C || <L |<C [T |<C [T || |<C L | < | < | || = (O | |l | T
\'}
2 / | WNMA 080408 0,8 Ole®aa
S WNMA 080412 1,2 Olel@ala
@ s WNMA 080416 1,6 Ole®aa
Cermet [ Carbide |
Coated |Uncoated) Uncoated
WNGG 000000 B-EHR oW O BB
. . e A S o e I N e
® G-Class Double Sided Bumpy Chipbreaker R RN = R A
O|Q[0|Q|0I0I00CI0IvIL LI IKILILLO|ICOIRRISR =TT =
Application\ Shape ISO Cat. No. RE | <|<|<|<|<|<|< |< |<|<C < 2k << i< | <|< ||| = (O || [T
6
fou £ ? WNGG 080404 NSU 0,4 0|00
=
(7)) o
gl s
1Dy M
a
0 0,2 0,4 0,6
Feed rate (mm/rev)

@ = Euro stock

C60 O = Stock item in Japan
A =To be replaced by new item



7° Positive Inserts C DIAMOND TYPE

INSERTS FOR TURNING

0n: 7° Relief Dimensions (mm)
80° Diamond Type With Insert Hole ¢C__| L | Ic | S |D; [ steel
03X1..| 355 | 35 14 1 19 M Stainless Steel
RE 04x1..| 437 | 43 | 18 | 23 A Cast Iron
e 0602. | 64 | 635 | 238 | 28 = D31 = E14 [ Non-Ferrous Metals
g, i ¥75¢ 0973.. | 97 | 9525|397 | 44 S Super Alloy
J/j?\ [I] Hardened Steel
e s !
Carbide Cermet | Carbide
CCET ‘....‘ ._.. Coated Coated\Uncoaled Uncoated
[P vk B DHBE4R B @IBEO
e e A e B N
® E-Class e iionennn iosseEE | =
Application\ Shape ISO Cat. No. RE |<|</</<|<|< 2|2 < |< /<] |<|< < |< <)< /2| < << R F = |Ooju|m [T gg
=
(7]
CCET 03X1003 LFY 0,03 o olo
CCET 03X101 LFY 0,1 o) olo
CCET 03X102 LFY 0,2 o) olo
CCET 03X104 LFY 0,4 o) (o)le) @
CCET 04X1003 LFY 0,03 o) olo
CCET 04X101 LFY 0,1 o) olo
CCET 04X102 LFY 02 ol | |olo £/
CCET 04X104 LFY 0,4 o) o) D
CCET 060201 LFY 0,1 olo JK/
CCET 060202 LFY 0,2 olo
3 CCET 097301 LFY 0,1 olo @
£ *“",..'.'\'\ CCET 097302 LFY 0,2 olo
5 2 s
c o
o g ! [5 L/RFY
., CCET 03X1003 RFY 0,03 olo
o1 0z 03 CCET 03X101 RFY 0,1 olo ﬁ
Feed rate (mm/rev) CCET 03X102 RFY 0,2 (o)l
CCET 03X104 RFY 0,4 olo
CCET 04X1003 RFY 0,03 olo
CCET 04X101 RFY 0,1 oo e
CCET 04X102 RFY 0,2 olo v
CCET 04X104 RFY 0,4 olo
CCET 060201 RFY 0,1 olo @
CCET 060202 RFY 0,2 olo
CCET 097301 RFY 0,1 olo
CCET 097302 RFY 0,2 olo

® = Euro stock
O= Japan stock
A = To be replaced by new item 061



C DIAMOND TYPE 7° Positive Inserts

INSERTS FOR TURNING

7° Relief Dimensions (mm)

80° Diamond Type With Insert Hole cc__[L[ic | s]o

E Steel

03X1.. | 3,55 3,5 14 | 19 M Stainless Steel
RE 04X1. | 437 | 43 | 18 | 23 I cast Iron
c 0602.. | 64 | 635 | 238 | 28 = D31 = E14 ¥l Non-Ferrous Metals
09T3. | 97 | 9525 | 3,97 | 44 B super Alloy
m Hardened Steel
80° L
Carbide Cermet | Carbide
CCGT .....' ‘_.. Coated Coated\Uncoated Uncoated
[P v W I DBAE4R| B BAD
%%%ammgggﬁgﬁxxnggzjg:NN<<
- S22 R33N eR8LESERRISSSSSISwESR
g 9 S-Class B58855055555:3508080 0085582k
35 Application | Shape ISO Cat. No. RE |/ </ </<|</</<|< < |<|<|< << << |<|<|< < | < | <= R = | o] T
4
= ’ CCGT 060201M NFC <0,1 N0 olo
E, CCGT 060202M NFC <0,2 L0 [ J[e)
@ 2 3 CCGT 060204M NFC <0,4 [30) 0|0
=
g £ [5 NFC | cCGT 09T301MNFC  |<0.1 oo | lolo
Lo CCGT 09T302M NFC <0,2 0 olo
0 01 02 03 CCGT 09T304M NFC <0,4 1) o]le}
Di Feed rate (mm/rev)
/K7 CCGT 0602003 LFX 0,03 (e)[e) o
@ CCGT 060201 LFX 0,1 olo|e| |O|e
CCGT 060202 LFX 0,2 eee Oe
CCGT 060204 LFX 0,4 eoee o0
@ CCGT 09T3003 LFX 0,03 olo
CCGT 09T301 LFX 0,1 eOe@ Oe
_ CCGT 09T302 LFX 0,2 ee e Oeo
£ CCGT 097304 LFX 0,4 eoee oo
é 2 g CCGT 097308 LFX 0,8 olo
Sl B
==
38 CCGT 0602003 RFX 0,03 0|0 o
CCGT 060201 RFX 0,1 olo|e| |Ole
= Feed rate (mmiiev) CCGT 060202 RFX 0.2 ooe oo
v CCGT 060204 RFX 04 eleoe (00
CCGT 09T3003 RFX 0,03 (0] o}
@ CCGT 097301 RFX 0,1 eee Oe
CCGT 09T302 RFX 0,2 eee Oe
CCGT 09T304 RFX 0,4 eoeoe o0
CCGT 097308 RFX 0,8 olo

CCGT 03X1003 LFYS  |0,03 o

CCGT 03X101 LFYS 0,1 o

CCGT 03X102 LFYS 0,2 o

CCGT 03X104 LFYS 04 o

CCGT 04X1003 LFYS 0,03 o

£, CCGT 04X101 LFYS 0,1 o

= CCGT 04X102 LFYS 0,2 o

a3 CCGT 04X104 LFYS 0.4 o
g £ L/RFYS

= 0O

= =0 - CCGT 03X1003 RFYS 0,03 o

oot e (o) CCGT 03X101 RFYS 0,1 o

Y CCGT 03X102 RFYS 0,2 o

CCGT 03X104 RFYS 04 o

CCGT 04X1003 RFYS  |0,03 o

CCGT 04X101 RFYS 0,1 o

CCGT 04X102 RFYS 0,2 o

CCGT 04X104 RFYS 04 o

® = Euro stock
C62 O= Japan stock
A = To be replaced by new item



7° Positive Inserts DIAMOND TYPE

INSERTS FOR TURNING

7° Relief Dimensions (mm)

- d
80° Diamond Type With Insert Hole ¢C__| L | Ic | S |D; [ Steel
03X1.. | 3,55 3,5 14 | 19 - M Stainless Steel
RE 04X1.. | 437 | 43 | 18 | 23 \ @ cast Iron
2 e 0602.. | 64 | 635 | 238 | 28 = E14 [ Non-Ferrous Metals
g Nl ¥75¢ 0903.. | 97 | 9525 | 3,18 | 44 S Super Alloy
J,j?\ 09T3.| 97 | 9525 | 397 | 44 [*] Hardened Steel
1 1204.. | 129 | 127 | 476 | 55
sl L] s
Carbide Cermet | Carbide
CCGT .‘.‘.. ._.. Coated Coaled\Uncoaled Uncoated
[P vk @I DREY4R B BB O
SRS aan 2322880883333 Nt oo
® G-Class 8288233383333 RBRR3CRR28RRe | 5
Application | Shape ISO Cat. No. RE |22 92R2RR2RRRR2RRR2 R ERcrbmiT gg
=
(7]
CCGT 03X101 LFY 0,1 o)
CCGT 03X102 LFY 0,2 o) o)
CCGT 03X104 LFY 0,4 o) @
z f"',-.\'\ CCGT 04X101 LFY 0,1 o)
o E? CCGT 04X102 LFY 0,2 o)
£l 3 CCGT 04X104 LFY 0,4 o)
8| 5 1 ya
£ £ D L/RFY D
) CCGT 03X101 RFY 0,1 o
02 04 CCGT 03X102 RFY 0,2 o) JKT
Feed rate (mm/rev) CCGT 03X104 RFY 0,4 o
CCGT 04X101 RFY 0,1 o) @
CCGT 04X102 RFY 0,2 o)
CCGT 04X104 RFY 0,4 o) @
CCGT 060202 NAG 0,2 °
g CCGT 060204 NAG 0,4 °
3| 2 CCGT 09T302 NAG 02 o A\
g £ CCGT 097304 NAG 0,4 °
3 8 CCGT 09T308 NAG 0,8 °®
R TR e CCGT 120404 NAG 0,4 o 7
Feed rate (mm/rev) CCGT 120408 NAG 0,8 ° \')
E - CCGT 09T301M NSI <0,1 o eeAae000 OO @
=l 3 = | CCGT 09T302M NSI <0,2 o) eoAAroee O
o5 CCGT 09T304M NSI <0,4 (o eesls000 OO
S5 &
g e NSI
0,1 0,2 0,3
Feed rate (mm/rev)
CCGT 0602003 NSC 0,03 ololo| |00
CCGT 09T3003 NSC 0,03 e®0 (0O
CCGT 060201M NSC <0,1 oole| |Ole
3 CCGT 060202M NSC <0,2 oo oo
.| £ = CCGT 060204M NSC <0,4 eoe00 °
3| 52
2 5 & NSC | CCGT 080201M NSC | <0,1 ol lolo
2 g1 CCGT 080202M NSC <0,2 0| |olo
o
0 5 CCGT 090301M NSC <0,1 Q| |00
' ’ ’ CCGT 090302M NSC <0,2 0| |olo
Feed rate (mm/rev)
CCGT 09T301M NSC <0,1 ee®e Ol®
CCGT 09T302M NSC <0,2 o000 oo
CCGT 09T304M NSC <0,4 00 °
CCGT 09T308M NSC <0,8 eoe00 °

® = Euro stock
O= Japan stock
A = To be replaced by new item 063



C DIAMOND TYPE 7° Positive Inserts

INSERTS FOR TURNING

0 7° Relief Dimensions (mm)
80° Diamond Type With Insert Hole cC__| L | Ic S |D; [ steel
0602.. | 64 | 635 | 238 | 28 M Stainless Steel
RE 09T3.. | 97 | 9525 | 397 | 44 I Cast Iron
I 1204.. | 12,9 | 127 | 476 | 55 = D31 = E14 [ Non-Ferrous Metals
g N 32‘55 B Super Alloy
J/— ° m Hardened Steel
80° L 1S f
Carbide Cermet | Carbide
Coated Coated |Uncoeted] Uncoated
[P v W B DA @EYR | B @IANO
%%%ammgggﬁgﬁxxnggzjg:NN<<
® M-Class 5982833335 R8RE 58 2R 3888 8w
2 88388885835335330818888/082855c2e.
3§ Application\ Shape ISO Cat. No. RE |<|<|<|<|<|<|<|<|< << << ||| < I | < << | = | = || O [T
o (=}
CCMT 060202 NFB 0,2 Ol|@|0|o|e
= L CCMT 060204 NFB 0,4 Ole0le|®
Z|E X
@ jE R NFB | CCMT 09T304 NFB 0,4 oleloje|e
S CCMT 09T308 NFB 058 oleolole
8 Feed rate (mm/rev)
D
CCMT 060202 NFP 0,2 AlAlAA
JK/ |3 - CCMT 060204 NFP 0,4 AlAAA
o) J @, | CCMT 060208 NFP 0,8 AlAAa
@ 7 % 2 CCMT 09T302 NFP 0,2 AlAlAA
o5, NFP | CCMT 09T304 NFP 0,4 AlAlAA
R CCMT 09T308 NFP 08 AAaa
= g° 01 02 03 04
IE‘ - Feed rate (mm/rev) CCMT 120404 NFP 0,4 A A
CCMT 120408 NFP 0,8 A A
z <%, | CCMT 060202 NLU 02 (@e |aa |eeeo e0 000
£ V CCMT 060204 NLU 0,4 @@ |ala| o/@@O0O ®0/®00
e E ' ~— NLU | CCMT 09T302 NLU 0,2 ° o (@
v o B CCMT 09T304 NLU 04 |@e (ala| el@eO e/0/@ 0|0
% Feed rate (mmirev) CCMT 09T308 NLU 08|@e |alal @@0O ®0/0|0[0
=
|

CCMT 097304 NLU-W 04 @@ |AAl |@ ) AA eee O
CCMT 09T308 NLU-W 0,8

o

Depth of cut (mm)
»Z '.;‘g
r &
cd
= =

[ J
[ J
|
>
[ ]
o
>
>
[ ]
[ J
[ J
o

<. | CCMT 060202 NLB 02| O|o| |a|la0je@|® eO| @
_ Q¥  cCcMT 060204 NLB 04| [0/o| |alaloje|e oo |o
SE CCMT 060208 NLB 0,8 | |0/O| |a|la|O|@|® e0O |®
%*&I NLB | ccmT 09T302 NLB 02| olo| |alalo|e|e 0o |o
- 5 CCMT 09T304 NLB 04 | |0lo| |alajO/@|® o0 |o
g e er s CCMT 09T308 NLB 08| |0/o| |alalo|@|® 0| |®
Feed rate (mm/rev)
CCMT 060202 NSU 0,2 @o@®AAAoeOO® AA O AA @000
- CCMT 060204 NSU 04 @00 AAAasoeoeoe AA 00AA @000
’@ CCMT 060208 NSU 0,8 @|@®|alalaleeee eee0e
= E°
3l £, NSU CCMT 09T302 NSU 0,2 |O/@|0| |alal@®@ @ @O e @O0 e
EE CCMT 09T304 NSU 0,4 @@ @A AAOO®OO® AA 00AA @O00O0
E’g' CCMT 09T308 NSU 0,8 @0 @ AAAoCSO OO AA 00AA 00000
° FO“d :2 H/ N CCMT 120404 NSU 0,4 |0|@@|alalale ° AlA °
oed rate (mmirev) CCMT 120408 NSU 08 @eelalajae | | Ala °

® = Euro stock
C64 O= Japan stock
A = To be replaced by new item



7° Positive Inserts DIAMOND TYPE

INSERTS FOR TURNING

7° Relief Dimensions (mm)

= _
00" Diamond Type | win msenrioe | [c__[ L [ 1c [ s [, [ steel
0602.. | 64 | 635 | 238 | 28 - M Stainless Steel
RE 0803.. | 8,0 794 | 318 | 34 \ m Cast Iron
2 e 0903. | 9,7 | 9,525 | 3,18 | 44 o E15 M Non-Ferrous Metals
g NTY ?Ti 09T3.. | 9,7 9,625 | 397 | 44 S Super Alloy
Lt 1204.. | 12,9 | 127 [ 4,76 | 55 [*] Hardened Steel
e s !
Carbide Cermet | Carbide
Coated Coated |Uncoeted| Uncoated
[P vk @B pDHEEYR O BIE0O
e e T e e N
® M-Class Ber s iiiaainyliiiied
Application | Shape ISO Cat. No. RE €222t 2Re<RR2FRFFomm T gg
=3
(7]
5 E 2 <Y comT 09T308 NUS 08| | |o
D S
55 NUS [c/
g o 02 04
Feed rate (mm/rev)
D
. CCMT 060204 NSC 04| o o /K7
3z v! CCMT 080304 NSC 04| o | |a @
e =2
52 B NSC | ccmT 090304 NSC 0.4 5
=2, CCMT 090308 NSC 08| [o| | |a
: s
8 02 04 06
Fesd rae (mmrev) CCMT 120408 NSC 08| o] | |a|a
.| cCMT 060204 NSK 04 @ee |aa VN
_ CCMT 060208 NSK 0,8 O|e(®| |a|a
5 v‘”"‘ CCMT 060212 NSK 1,2 A
33 G NSK | CCMT 09T304 NSK 04 [0/e®| |ala =
£ 2 CCMT 097308 NSK 08 [0ee |aa v
gl & o 01 02 03 04
g o
CCMT 120404 NSK 04| o/ |ala
Feed rate (mmirr) CCMT 120408 NSK 08| e |aa A
CCMT 120412 NSK 1,2 A
= QCCMTOQBMNMU 04 ®e®aaaee o000
5 = CCMT 09T308 NMU 0,8 |0o@®AAAOGO® @000 AA
g s NMU
8 0 01 02 03 04
Feed rate (mm/rev)
ki P CCMW 060204 0.4 olo| | |a
Ny
S N | comw oam304 04 ololo|ala
i CCMW 09T308 0.8 0l®0la|a

® = Euro stock
O= Japan stock
A = To be replaced by new item 065



C DIAMOND TYPE

INSERTS FOR TURNING

11° Positive Inserts

oM 11° Relief Dimensions (mm)
80 Dlamond Type With Insert Hole CP L IC E Steel
0802.. | 80 | 7,94 | 2,38 M Stainless Steel
RE 0903. | 9,7 | 95525 | 3,18 I Cast Iron
Ic 1204.. | 129 | 12,7 | 476 2 E15 ¥l Non-Ferrous Metals
B Super Alloy
[T Hardened Steel
Carbide Cermet | Carbide
Coated Coated |Uncoeted] Uncoated
[P v W B DA @EYR | B @IANO
%%%ammgggﬁgﬁxxnggzj8:NN<<
S N® S ooNRF Do ENDR oS sss,, ee
w ®G-Class §8§5%£8888§§$83%§§5%883888%5%
8% Application | Shape ISO Cat. No. RE |R2<22222R222R 2R 222R R R Cc omET
oc
CPGT 080202 NSD 0,2 o0
= CPGT 080204 NSD 0,4 eOe®
2l ® =y CPGT 080208 NSD 0,8 Q| |olo
/c/ | &, NS
7| 8 & CPGT 090302 NSD 02 olo
o £ NSD | CPGT 090304 NSD 04 o oloje|e
= CPGT 090308 NSD 0,8 Q| 9|0
5 E 0 0,1 0,2 0,3
D CPGT 120402 NSD 02 olo
Feed rate (mm/rev) CPGT 120404 NSD 0,4 o o olo
JK/ CPGT 120408 NSD 0,8 o]fe)
A Carbide Cermet [ Carbide |
C P M T ....‘. . . . Coated Coated |Uncoated| Uncoated
= [P v R B DRERER| 3 s |
olo(n Sisislcixix 717%) )
5.MC| g§§§§§§§§§§£§§§§£§§§§§ggggm98
v B 88888888353333388888 0028222
Application | Shape ISO Cat. No. RE |<|</</<|<|<|< /<< /<< /<< < K < << < e | < |< | = = oo | | =
| E
o <. L CPMT 080204 NFB 0,4 O|@00(0
£l = N
@B ©
gl NFB | CPMT 090304 NFB 0.4 (o] Jlo}lo}lo}
&, &' CPMT 090308 NFB 0,8 ole|ololo
Feed rate (mm/rev)
£ @ CPMT 080204 NLU 04 ololo|o
§ 1 CPMT 090304 NLU 0,4 o) Q|o|ojo
5 — NLU | CPMT 090308 NLU 0,8 o 0o|ojo|o
()] 01 02 03 04
E Feed rate (mm/rev)
gl
[T E v .
<, % J | CPMT 090304 NLU-W 0,4 Q|o| |0
$ CPMT 090308 NLU-W 0,8 Q|o| |o
S
8 0 01 02 0,3 04
Feed rate (mm/rev)
£ —
< E @ CPMT 080204 NLB 0,4 A0olo olo
33 S
£ 5, &I CPMT 090304 NLB 04| oo AO@l® Q|o| |0
2% NLB | CPMT 090308 NLB 08| oo olele olo| |o
Qo 01 02 03 04
Feed rate (mm/rev)

® = Euro stock
O= Japan stock
A = To be replaced by new item

C66



11° Positive Inserts D| AMOND TYPE

INSERTS FOR TURNING

o 11° Relief Dimensions (mm)
0602.. | 64 | 635 | 238 | 2,8 M Stainless Steel
RE 0802. | 80 | 7,94 | 238 | 34 I cast Iron
1c 0903.. | 97 | 9525 | 318 | 44 = E15 [N Non-Ferrous Metals
09T3.. | 97 | 9525 | 397 | 44 B super Alloy
1204.. | 129 | 127 | 476 | 55 [*1 Hardened Steel
80 L 1604.. | 16,1 [15875| 476 | 65
Carbide Cermet | Carbide
Coated Coated |Uncoeted] Uncoated
[P] vk B DHEE4R B BIBEO
e e A e B N
® Vi-Class Beesiss i ii oonnnieasiee -
Application\ Shape ISO Cat. No. RE |<|</</<|<|< 2|2 < |< /<] |<|< < |< <)< /2| < << R F = |Ooju|m [T gg
=
7}
s ; CPMT 060204 NSU 0,4 |0
E ;@ CPMT 060208 NSU 0,8 |0
= E :
3 =,
Ol 3 CPMT 080204 NSU 0,4 0[0|0|A|A|a o} o| |olo
5 ®, NSU | CPMT 080208 NSU 0,8 |0[0|O|A A A o o|olojo
3 B
j°)
[s]

o % CPMT 090304 NSU 0,4
rate (mmirev) CPMT 090308 NSU 0.8

o0
® O
00
(O)¢]

Feed rate (mm/rev)

CPMT 060204 NUS 04! | le o
ﬂ CPMT 080308 NUS 08| | |® o

2 Eot oo
D s CPMT 09T308 NUS 08| | |o o

0—%2 04

Feed rate (mm/rev) CPMH 120408 NUS 0,8 [}
CPMH 160408 NUS 0,8 (o)

()¢}
()¢}
()¢}
()¢}

£ 0 CPMT 080204 NMU 04
: CPMT 080208 NMU 08

| NMU
CPMT 090304 NMU 04 0|0 e](e) o]le}
Q|0 Q|0

ST o e o CPMT 090308 NMU 0,8

Feed rate (mm/rev)

Light Cut
Depth of cut (mm)
4
c
w
B < P @ @7 N\

Light -Medium Cut
Depth of cut (mm

® = Euro stock
O= Japan stock
A = To be replaced by new item 067



D DIAMOND TYPE 7° Positive Inserts

INSERTS FOR TURNING

0om: 7° Relief Dimensions (mm)
55 D|am0nd Type With Insert Hole DC L IC S D4 E Steel
0702.. | 77 6,35 | 2,38 | 2,8 - M Stainless Steel
RE 11T3.. | 116 | 9,525 | 3,97 | 44 A cast Iron
i"' 2 D32-33 = E16-17 m Non-Ferrous Metals
; 7 I E S Super Alloy
s =z ‘ ~ %1 Hardened Steel
Carbide Cermet | Carbide
DCGT .....‘ ‘_.. Coated Coated\Uncoated Uncoated
[P v W I DBAE4R| B BAD
%%%ammgggﬁgﬁxxnggzjg:NN<<
® G-Class S8 82ReS3 3R ceREREEE2RISRS8SSw 2R
g 88388855853 3S33BIEE33 o822 RE .
& | Application Shape ISO Cat. No. RE |/ </ </<|</</<|< < |<|<|< << << |<|<|< < | < | <= R = | o] T
o (7]
£ _ DCGT 070201M NFC <0,1 o) 0 oo
£2 DCGT 070202M NFC <0,2 o oo olo
2 3 DCGT 070204M NFC <0,4 o) o0 Q|0
Ll 51
e/ 8= [\ NFC | pcGT 11T30IMNFC <01 o| | |ele| | ojo
1o, 55 DCGT 11T302M NFC <0,2 o) 0 0olo
’ ' ' DCGT 11T304M NFC <0,4 o) 0 Q|0
Feed rate (mm/rev)
7 4
D DCGT 0702003 LFX 0,03 o) olo
JK/ DCGT 070201 LFX 0,1 O| Aleel® Oe@
DCGT 070202 LFX 0,2 O |Alejel® O®
@ DCGT 070204 LFX 0,4 o0 o0
DCGT 1173003 LFX 0,03 o| |a|olO
@ DCGT 117301 LFX 0,1 o| |ajelele| |ofe
_ = DCGT 11T302 LFX 0,2 O Aeee ee
g Ez v DCGT 117304 LFX 0.4 eeeo oo
@ 3
=
A TN B L/RFX DCGT 0702003 RFX 0,03 o) olo
a
0 01 02 03 DCGT 070201 RFX 0,1 O |Aleele ee
Feed rate (mm/rev) DCGT 070202 RFX 0,2 O| Aleel® Oe
vi DCGT 070204 RFX 0,4 oloe (o0
DCGT 1173003 RFX 0,03 o| |alolo
@ DCGT 117301 RFX 0,1 O |Alejel® O®
DCGT 11T302 RFX 0,2 O Aeee ee
DCGT 117304 RFX 0,4 eoeoe o0
DCGT 0702003 LFYS 0,03 o)
DCGT 070201 LFYS 0,1 o)
DCGT 070202 LFYS 0,2 o)
DCGT 070204 LFYS 0,4 o)
DCGT 11T3003 LFYS 0,03 o)
DCGT 11T301 LFYS 0,1 o)
E 2 DCGT 11T302 LFYS 0,2 o)
2= DCGT 11T304 LFYS 0,4 Q
5%
= L/RFYS
g DCGT 0702003 RFYS 0,03 o)
0,2 04
Feed rate (mm/rev) DCGT 070201 RFYS 0,1 o
DCGT 070202 RFYS 0,2 o)
DCGT 070204 RFYS 0,4 Q
DCGT 11T3003 RFYS 0,03 o
DCGT 11T301 RFYS 0,1 o
DCGT 11T302 RFYS 0,2 o)
DCGT 11T304 RFYS 0,4 o}

® = Euro stock
C68 O= Japan stock
A = To be replaced by new item



7° Positive Inserts D DIAMOND TYPE

INSERTS FOR TURNING

0on: 7° Relief Dimensions (mm)
55° Diamond Tvpe With Insert Hole DC__| L | ic | s | b I steel
0702.. | 7,7 | 635 | 238 | 28 M Stainless Steel
RE 1T3.. | 11,6 | 9525 | 397 | 44 I cast Iron
= D32-33 = E16-17 m Non-Ferrous Metals
' 7 ¢ B Super Alloy
s = =1~ [¥1 Hardened Steel
Carbide Cermet | Carbide
DCGT .....' ‘_.. Coated Coated\Uncoaled Uncoated
[P vk @I DREY4R B BB O
B RCoEE R x 288233 NN ol
® G Class L A
Application\ Shape ISO Cat. No. RE |<|</</<|<|< 2|2 < |< /<] |<|< < |< <)< /2| < << R F = |Ooju|m [T gg
=
(7]
DCGT 0702003 LFY 0,03 e}
- - DCGT 070201 LFY 0,1 o
o £ A&~ | pceT 070202 LFY 02 o /c/
£ 3 DCGT 070204 LFY 0,4 e}
25 LFY
c § D DCGT 1173003 LFY 0,03 o
0 Z ;
02 04 DCGT 11T301 LFY 0,1 o D
Feed rate (mmirev) DCGT 11T302 LFY 0,2 o
DCGT 11T304 LFY 0,4 (o)) JK/
DCGT 0702003 RFY 0,03 (o} e}
a DCGT 070201 RFY 0,1 o @
o E, \v DCGT 070202 RFY 0.2 o
k= g DCGT 070204 RFY 0,4 e}
gl 5 1
g D RFY | DCGT 11T3003RFY  |003 o| || l[olo A
o 9
02 04 DCGT 11T301 RFY 0,1 (e]e)
Feed rate (mm/rev) DCGT 11T302 RFY 0,2 ol
DCGT 11T304 RFY 0,4 (o)(e} o}
e
\')
DCGT 070202 LSD 0,2 O| (0|0 @
8 DCGT 070204 LSD 0,4 o| 0|0
5 ¢ N> bcGT 117304 LSD 0.4 ol |olo
—" ;% , L/RSD DCGT 11T308 LSD 0,8 Q| |00
N
5 £’ DCGT 070202 RSD 02 o| olo
T 48, S DCGT 070204 RSD 0,4 o| 0|0
Feed rate (mm/rev) DCGT 117304 RSD 0,4 o| |olo
DCGT 11T308 RSD 0,8 Q| 0|0
o=, . - DCGT 070202 NAG 0,2 )
3 E @ DCGT 070204 NAG 0.4 .
5 5 NAG | DCGT 117302 NAG 02 °
f} , DCGT 11T304 NAG 0,4 )
o oo DCGT 11T308 NAG 0,8 ®
Feed rate (mm/rev)

® = Euro stock
O= Japan stock
A = To be replaced by new item 069



D DIAMOND TYPE 7° Positive Inserts

INSERTS FOR TURNING

0 7° Relief Dimensions (mm)
55" Diamond Type With Insert Hole C__| L | IC | S | D [ steel
0702.. | 7,7 6,35 | 2,38 | 2,8 M Stainless Steel
RE 0902.. | 9,7 | 7,94 | 238 | 34 I cast Iron
i"' 1103.. | 11,6 | 9,525 | 3,18 | 4.4 = D32-33 = E16-17 M Non-Ferrous Metals
L Y !’E o 11T3.. | 116 | 9,525 | 3,97 | 44 S Super Alloy
s T ‘ ~ m Hardened Steel
Carbide Cermet | Carbide
DCGT/_W ....‘. ._.. Coated Coated\Uncoated Uncoated
[P v W I DBAE4R| B BAD
%%%ammgggﬁgﬁxxnggzjg:NN<<
® G-Class S8 82ReS3 3R ceREREEE2RISRS8SSw 2R
2 8888585885335338 1888800882 2c2e.
35 Application | Shape ISO Cat. No. RE </ </<|q|<|< <2 |<|<|<|2|< |2 < |<|<|< % | <| <= | R = |- |||
2
s i DCGT 070201M NSI <0,1 (o} oo Ar000 O
€ @ﬁ DCGT 070202M NSI <0,2 0} o0 AAo0e O
sl &, DCGT 070204M NSI <0,4 o} eooaroe olo
/c/ |3z NSI
£ 2 DCGT 11T301M NSI <0,1 o) eelaarl0ee O
3 g DCGT 11T302M NSI <0,2 o o0 ArAr000 O
o5 DCGT 11T304M NSI <04 o) e0AAr0O0O O
Dﬂ Foed rate (mmirev) DCGT 11T308M NSI <0,8 o eesa0ee OO
/K7 DCGT 0702003 NSC 0,03 olo|o| |ojo
@ DCGT 1173003 NSC 0,03 o0lel |00
DCGT 070201M NSC <0,1 eee Oe
€ e DCGT 070202M NSC <0,2 eee O0
5] £’ &9 DCGT070204M NSC | <04 coje oe
3| = 2 NSC
2 £ DCGT 090201M NSC <0,1 Q|
é 8 & DCGT 090202M NSC <0,2 0olo
0T o o DCGT 110301M NSC <0,1 (o](e)
Feed rate (mmirev) DCGT 110302M NSC <0,2 e Ol
7 DCGT 11T301M NSC <0,1 elele [Of®
v DCGT 11T302M NSC <0,2 eloe (o0
DCGT 11T304M NSC <0,4 oo oo
DCGT 11T308M NSC <0,8 eeoe o0
DCGW 070202 0,2 o)
- DCGW 070204 0,4 Q
a3 -~ DCGW 070208 0,8 o)
E v
et DCGW 117302 0,2 o)
DCGW 11T304 0,4 Q
DCGW 117308 0,8 o)

® = Euro stock
C70 O= Japan stock
A = To be replaced by new item



7° Positive Inserts D DIAMOND TYPE

INSERTS FOR TURNING

0n: 7° Relief Dimensions (mm)
55° Diamond Type With Insert Hole DC__| L | ICc | S | D; [ steel
0702. | 7,7 | 635 | 238 | 28 M Stainless Steel
RE 173. | 116 | 9525 | 3,97 | 44 A Cast Iron
= D32-33 = E16-17 m Non-Ferrous Metals
' 7 i S Super Alloy
s = S~ [¥] Hardened Steel
Carbide Cermet | Carbide
DCM """ ._l. Coated Coated |Uncoeted| Uncoated
— [P vkF [ pDHEYR B IBD0O
e e A e B N
® M-Class 22z 2R RRRRRRIR:RRRRAC RS SCRLER | 5
Application | Shape ISO Cat. No. RE 922222222222 RR 2RI EEomuE gg
=3
= DCMT 070202 NFB 0,2 Oe00le »
o £ DCMT 070204 NFB 04 OlelOe®
£ § DCMT 070208 NFB 0,8 Oeeo0e
e 2
s é} o DCMT 11T302 NFB 0,2 Oeeee @
N DCMT 117304 NFB 0,4 Oeeee
Feed rate (mm/rev) DCMT 11T308 NFB 0,8 Oeeee
_ DCMT 070202 NFP 0,2 AAl |a | &
o £ ° @ DCMT 070204 NFP 0.4 AAaa D
|5
25 1 DCMT 11T302 NFP 0,2 AA|l |A
i (>~ NFP | pémT 117304 NFP 04 AlAjala a9
o © 01 02 03 DCMT 11T308 NFP 0,8 AAAA @
Feed rate (mm/rev) DCMT 11T312 NFP 1,2 AAl (A
T . e DCMT 070202 NLU 0,2 |®@O| |ala ® 00O ®0/®00
2 £ w®%5 | DCMT 070204 NLU 04 00| |alal @000 e/ojoolo 's]
€3,
g2 NLU | pcmT 117302 NLU 02 e ala (o o o oo
g o DCMT 117304 NLU 04 @0 Aa @00e ee 000
Feed rate (mmirev) DCMT 11T308 NLU 08 @@ AA @000 ®/0|®@ 00 ﬁ
T - DCMT 070202 NLB 02| OO| |AlaD@|® oo o
| E7 @g DCMT 070204 NLB 04| (00| |alajo]e|e oo |o
32, & DCMT 070208 NLB 08| [00| |a/a0|0|® o0 |o
=/ s
S5 NLB DCMT 117302 NLB 02| |00 |alalo|e|e® oo |o \J
oo 0e DCMT 117304 NLB 04| |00 |aa0e|® oo (o
Feed rate (mm/rev) DCMT 11T308 NLB 08| QO] |ala0/@|® 0| |®
= f DCMT 070202 NSU 0,2 |@®®4AlaAee®e0O AA| @0AA| @@O00@ @
_| E2F 0 DCMT 070204 NSU 04 @ee0Aarreee0e AA ®AA @000
33 NSU DCMT 070208 NSU 0,8 @@ e AaaeeOe AlA e/® 000
—| 1k
5 & DCMT 117302 NSU 0,2 (@@O|A|AA®®®O AA e®@00/®
=S o5 DCMT 11T304 NSU 0,4 @0 @AAAOGOOO A 00AA 00000
Feed rate (mmirev) DCMT 117308 NSU 0,8 0@ @ AlAAoeOO® AA @0AA @@ 0O@®
E,l _ | DCMT 070204 NSK 04| @@ |aa
53 | @{-‘*’l’/ DCMT 070208 NSK 08| |e/® |a|a
=BT
S<t NSK | pcMT 117304 NSK 04| @ |ala A
= &8 o5 DCMT 11T308 NSK 08 @@® |AA
Feed rate (mmirev) DCMT 117312 NSK 12| |@ A A
B[ @
B
D 352t D' DCMT 11T304 NMU 04 @0 eAAaee @00eaa
g“g DCMT 11T308 NMU 08 @0@0AAALOGO (@000 AA
35 NMU
£l 8
Feed rate (mm/rev)
= DCMW 070204 0,4 (0)(e} A
g @ DCMW 070208 08 ololo
3 DCMW 117304 0,4 Q|0|0|A|A
o DCMW 11T308 038 oo |aa
é DCMX 11T308 NLUW 08 @ AA ) o |a

® = Euro stock
O= Japan stock
A = To be replaced by new item C71



R ROUND TYPE

INSERTS FOR TURNING

7° Positive Inserts

7° Relief RC..| L | IC | S | D
Round Type Inserts | 1003 |- 100 [age | 36 B stee
With Insert Hole :
yp 10T3 - 100 | 397 | 36 - M Stainless Steel
RCMT RCMX 12 _ 12,0 | 4,76 m Cast Iron
|c Z 2 6 | - | 160 | 635 Lever lock holders for RCMX [ Non-Ferrous Metals
&} { 5] 20 - | 200 | 635 = D34-35 B super Alloy
& jF; % jﬁ\ 25 - | 250 | 7,94 [T Hardened Steel
i <S.]| f I<S.] f 32 = 32,0 | 9,52
(MO: IC is metric)
Carbide Cermet | Carbide
RCMT .‘..MO ._.. Coated Coated |Uncoeted] Uncoated
[P] " W I EDREE4R| B BAED
B RS e = B R R R
g ©W-Class Bumpy Chipbreaker
3§ Application | Shape ISO Cat. No. RE |/ </ </<|</</<|< < |<|<|< << << |<|<|< < | < | <= R = | o] T
o (=}
i RCMT 1003M0 NRX ) o
@ @ RCMT 10T3M0 NRX ) )
6
o E NRX | RCMT 1204M0 NRX o o
E| 54
3 s RCMT 1606M0 NRX o o
- g2
D a RCMT 2006M0 NRX ) )
0 0,‘2 o,‘4 o,‘s 018
A Feed rate (mmirev) RCMT 2507M0 NRX o °
@ RCMT 3209M0 NRX
@ ] RCMT 1204M0 NRH o
=
£
= 24 NRH RCMT 1606M0 NRH (o}
>S5 o
é e 22 RCMT 2006M0 NRH o
&
0
02 04 06
Feed rate (mm/rev)
e
\'}
Carbide Cermet | Carbide
@ RC MX ..'.MO ._.. Coated Coated Uncoated| Uncoated
[P] vm W @B’ @& Wk @ @IABD
e A S o I R
® M-Class Grooved Chipbreaker SEE R R § B S A
Application | Shape ISO Cat. No. RE |2222222222222222 222k YER/E|- ojfin T
- RCMX 1003M0 NRP Ol®®AA o)(e]le}
@ RCMX 1204M0 NRP ole (o)[e) A
6
o NRP | RCcMX 1606M0 NRP o ololo
= 4
e RCMX 2006M0 NRP o o
o

N

RCMX 2507M0 NRP

Depth of cut (mm)

0z 04 06 o0¢ | RCMX 3209MO NRP

Feed rate (mm/rev)

=)

® = Euro stock
C72 O= Japan stock
A = To be replaced by new item




7° Positive Inserts

S SQUARE TYPE

INSERTS FOR TURNING

0 7° Relief Dimensions (mm) >
%0 Square Type With Insert Hole SC__| L | IC [ steel
0702.. | 7,94 | 7,94 | 2,38 M Stainless Steel
RE 0903.. | 9,525 | 9,525 | 3,18 4 @ cast Iron
7 " ic 09T3.. | 9,525 | 9,525 | 3,97 = D36 ’S... SSKC” - Type Y] Non-Ferrous Metals
(d > 5 1204.. | 12,7 | 12,7 | 4,76 (= Stock in Japan)  [§] Super Alloy
j Y [ Hardened Steel
90"\‘ L 2
Carbide Cermet | Carbide
SCGT ..‘.‘. ‘_.. Coated Coated\Uncoaled Uncoated
vk @B pDHEEYR O BIE0O
oo o SSScXX [21[7]
© GOl 2888288 R222 KX 22833 33NNST o
a8 BEBR s sEER ISR EEERIzEE8E R RE. | 5,
. No. o
Appllcatlon\ Shape ISO Cat. No RE |ql<|q|<|<|<|<|<|< < < < |<|< |< < | < | < |<| < | < | < | | P |F— | O | i | gm
=3
(7]
SCGT 09T302 LFX 0,2 Q
SCGT 09T304 LFX 0,4 o)
o £ \{‘7 SCGT 120404 LFX 0.4 olo /e/
w §~ , L/RFX SCGT 097302 RFX 0,2 (o)(e)
SCGT 09T304 RFX 04 olo s
Feed rate (mm/rev) D
SCGT 120404 RFX 0,4 fo)(e)
/K/
g @ SCGT 070201M NSC <0,1 fo)(e) (o)(e) @
5 < &v ’ | SCGT 070202M NSC ~ |<0,2 olo| | |ojo
2 £, NSC | SCGT 090301M NSC | <01 olo B
o8 SCGT 090302M NSC <0,2 (o)(e)
*TToT or o3 SCGT 09T301M NSC  |<0,1 olo| | lolo
Feed rate (mmirev) SCGT 09T302M NSC <0,2 fo)(e) (o)(e) ﬁ
e
\'}

® = Euro stock
O= Japan stock
A = To be replaced by new item

C73



S SQUARE TYPE 7° Positive Inserts

INSERTS FOR TURNING

0 7° Relief Dimensions (mm)
90° Square TYPe [ win msertros | [SC__[ L 1c [ s [o, [ steel
09T3.. | 9,525 | 9,525 | 3,97 | 44 M Stainless Steel
RE 1204.. | 127 | 127 | 476 | 55 : I Cast Iron
|-1C = D36 "S... SSKC” - Type m Non-Ferrous Metals
fJ 5 (= Stock in Japan)  |§ Super Alloy
< [1 Hardened Steel
N L S
90°
Carbide Cermet | Carbide
SCMT/_W .‘.... ‘_.. Coated m m Coated\Uncoatedéﬂcoated
[P m B A BEYR | B [N
%%%ammgggﬁgﬁxxnggzj gDNN((
® M-Cl S8R lcRELg e Ig]ee s S,
g 0\ -ass 8885555 5553308588888 8Bkt
3§ Application | Shape ISO Cat. No. RE |/ </ </<|</</<|< < |<|<|< << << |<|<|< < | < | <= R = | o] T
oL _
— £
o = SCMT 097304 NFB 0.4 o|e|ojolo
£l 3. @9 SCMT 097308 NFB 0,8 ole/oojo
= D at
/c] |& 5
a 0,1 0,2 0,3
Feed rate (mm/rev) NFB
ya E -~ SCMT 09T304 NFP 0,4 A AA
D |23 @ SCMT 09T308 NFP 0,8 Al aa
€ 7
JK7 |E B, ———— NEP SCMT 120404 NFP 0,4 A
@ Feed rate (mm/rev)
’g
o = SCMT 09T304 NLU 0.4 |0|0| |A 0lo 0oo| [0
's| |£ 5 SCMT 09T308 NLU 08 |80 |a o olojo|o
T ?o = - SCMT 120412 NLU 12| |o
Feed rate (mm/rev)
/ \ B
= ﬁ SCMT 09T304 NLB 0,4 | |oo| |a|aj0j0|O olo| |o
3 ;& ” | SCMT 097308 NLB 08| [olo| |alalojolo olo| |o
< |5 %,
v |2 °
Feed rate (mm/rev)
@ Et SCMT 09T304 NSU 04 @e®ealal @0 |O AA (0@alal |@
5| Sr @ SCMT 09T308 NSU 0,8 @@ ®alalaeeoe AlA @0@aa| |@
Ol 8+
£ s N SCMT 120404 NSU 04 0@ ®aalae | |o Aa °
3 &, . NSU/| scmr 120408 NSU 08 @eeaaae | |o Ala o
Feed rate (mm/rev)
ng 4 . | SCMT 09T304 NSK 04| @@ |AalA
=1 D ; SCMT 09T308 NSK 08| @@ |AlA
S 2| N
S s | NSK | SCMT 120404 NSK 04| @ | |a
-8 I B R SCMT 120408 NSK 08| @@ |AlA
Feed rate (mmrev) SCMT 120412 NSK 12| |o| |ala
3 &° SCMT 09T308 NMU 0,8 [0/e|e|a|a/a0j®| [000|@|a|a
gl £,
g 3 SCMT 120408 NMU 08 ®®/®aala olojo|e|aa
= 2 SCMT 120412 NMU 12| @ |AlA AlA
= £ NMU
._57 8o 01 02 03 04
- Feed rate (mm/rev)
SCMW 09T308 0,8 Q00| |a
SCMW 120408 0,8 o)(e])le}
SCMW 120412 1,2 o)(e)[e}

® = Euro stock
C74 O= Japan stock
A = To be replaced by new item



11° Positive Inserts SQU ARE TYPE

INSERTS FOR TURNING

900 S .|. 11° Relief Dimensions (mm)
quare Vpe With Insert Hole SP L IC S D4 E Stegl
0602.. | 6,35 | 6,35 | 2,38 | 2,8 M Stainless Steel
RE 0703.. | 7,94 794 | 318 | 34 m Cast Iron
¢ " c 0903.. | 9,525 | 9,525 | 3,18 | 34 Non-Ferrous Metals
@ 09T3.. | 9,525 | 9,525 | 3,97 | 4,4 B super Alloy
) 1204.. | 127 | 127 | 476 | 55 [¥] Hardened Steel
N T 1504.. |15,875| 15,875 | 4,76 | 6,5
90°
Carbide Cermet | Carbide
Coated Coated [Uncozted| Uncoated
[P vk @B pDHEEYR O BIE0O
e e A e B N
® M-Class B ciiiiiiiimnaiEiinei -
Application | Shape ISO Cat. No. RE €222t 2Re<RR2FRFFomm T gg
=3
T, @
o € SPMT 090304 NFB 0,4 O|®@|0|0|0
£ 3 } SPMT 090308 NFB 0,8 O|®@|0|0|0
@ 5 1F
gg [ /[c]
Qo 01 02
Feed rate (mm/rev)
€
g 2l SPMT 090304 NLU 0,4 00 o) ololo s
23 SPMT 090308 NLU 0,8 00 o} o|ojo D
1) E I
cCl o
i 8 /K/
ot
Feed rate (mm/rev) @
o3 | & SPMT 090304 NFK 0,4 )
23 B
Dl =
cl g
L
° 0 0,1 0,2 0,3
Feed rate (mm/rev) i
£, SPMT 060204 NUS 0.4 o olo
3 3 o2 o]fe)
©ls 4 \ SPMT 070308 NUS 038 o
z 2 =
=1 8 oy SPMT 09T308 NUS 0,8 o} v
Feed rate ( mm/rev)
= o
5 £2 == | SPMH 090308 NUS 0,8 @
S %
2 2 PMH 120408 NU
% § NUS S S 0,8 X
0
° SPMH 150408 NUS 0.8
Feed rate (| mm/rev)
=1
o E 2 __,‘,@._I SPMT 090304 NLB 04| [O|O| |ala|O[O|O
E 3 V SPMT 090308 NLB 08| |0|0| |a|a|OO[O
EERIAN
= NLB
=1
z 02 04
2 Feed rate (mm/rev)
-
5
O
£ £, Q SPMT 090304 NSF 04| lolo| |ala
3| 5 SPMT 090308 NSF 0,8| [Ol® |ala
S| 51
.‘5’ S0 0,1 0,2 0,3
- Feed rate (mm/rev)

® = Euro stock
O= Japan stock
A = To be replaced by new item C75



S SQUARE TYPE ' Postive Inserts

INSERTS FOR TURNING

0 11° Relief Dimensions (mm)
90 Square Type With Insert Hole SP L IC S | Dy A steel
0703.. | 7,94 794 | 318 | 34 M Stainless Steel
RE 0903.. | 9,525 | 9,525 | 3,18 | 34 m Cast Iron

&rlc Non-Ferrous Metals
C B Super Alloy

J I%1 Hardened Steel

L

90°

Carbide Cermet | Carbide
S PGW ‘.‘... Coated Coated Uncoated| Uncoated
[P v W B DA @EYR | B @IANO
%%%ammgggﬁgﬁxxnggzjg:NN<<
. S N® S ooNRF Do ENDR oS sss,, ee
o ®G-Class No Chipbreaker 38 2RBBS 3B I T 5B B@BH 2 BS2IS3E /05
000 olo Qo s o0 2 =
85 Application\ Shape ISO Cat. No. RE |R2<22222R222R 2R 222R R R Cc omET
-
» SPGW 090304 T 0,4 °
]
O
@ = SPGW 070304 0,4 o)
sy
- SPGW 090304 04 o
4
D
Carbide Cermet | Carbide
JK/ Coated Coated |Uncoeted] Uncoated
[P v W @ EDHEEYR| B @IBAO
® SoBonncoo=cEx k2 BRI NNt ol
® G-Class 2R R 2IN023BBIILR R BRLE CBSSSRS|R D
O|0|0 o0 0|0 S S|ol= -
@ Application | Shape ISO Cat. No. RE 229222222222l 2R 2 RR | comiET
= SPGT 090302 LSD 0,2 Q| 910
3 _ /" SPGT 090304 LSD 04 olojo
é £l E \V/ SPGT 090308 LSD 0,8 Q|0|0|0
= 2
110 0
SRR L/RSD
5 3 SPGT 090302 RSD 0,2 Q| |90
o SPGT 090304 RSD 04 0
Feed rate (mmirev) SPGT 090308 RSD 0,8 Ol 910

® = Euro stock
C76 O= Japan stock
A = To be replaced by new item



11° Positive Inserts

SQUARE TYPE

S

INSERTS FOR TURNING

0 11° Relief Dimensions (mm)
90 Square Type Without Insert Hole SP L IC S | Dy I3 steel
0903.. | 9,525 | 9,525 | 318 | - \ M Stainless Steel
| RE 1203.. | 12,7 | 127 [ 318 . I cast Iron
}), IC "S... CSKP...09/12" - Type Non-Ferrous Metals
[ ,, (= Stock in Japan) S Super Alloy
° [I] Hardened Steel
9oL 3
Carbide Cermet | Carbide
S P M R .....‘ ._.. Coated Coated |Uncoeted| Uncoated
[P vk @I DREY4R B BB O
%%%n_a_n.gggﬁgﬁ:c:cx:)%%:):)g:),\,,\lqz(
® M-Class Sofoon-ddsctREREdeRtEREEss.eR |
IRl - 5
Application | Shape ISO Cat. No. RE |<292922222<<%%98RR2EFerFronnz| 2 J
7]
£l 3
o 32t SPMR 090304 NFK 0,4 Q| [ole
£l s | SPMR 090308 NFK 0,8 0|0(0|0
G| &0
L% a | NFK | SPMR 120304 NFK 0,4 O] 00 @
0 g SPMR 120308 NFK 0,8 o| 0|0
Feéd rate tmm/re\})
£ ST
5,0 SPMR 090304 NSF 04| (OO |ala D
| SPMR 090308 NSF 08| @O |ala
5 &' SPMR 120304 NSF 04| (@] |ala /K
2 . SPMR 120308 NSF 08| |o/® |ala @
] F°'1 02 03 SPMR 120312 NSF 12| |@ A
35 eed rate (mm/rev)
== )
g & SPMR 090304 NUJ 04| o
| = s
2 g z B \/ SPMR 090308 NUJ 0,8 | |00 @
I NUJ | SPMR 120304 NUJ 04| o | |a
Ere— SPMR 120308 NUJ 08| |00 é
Feed rate (mm/rev)
Carbide Cermet | Carbide | 7
S P N '.".' Coated Coated Uncoated] Uncoated \"
— P M P K] B P B IO
A S o e = R MR
® G/M-Class No Chipbreaker 2oZ2880828e 08 R RR2NSR2838uRs | /W)
— 0|ol0|0|0|00|l0l0 BBV BILILILL CORICL ST IL -
Appl|cat|on\ Shape ISO Cat. No. RE [€<|<<| << << KKK K < < <K<K << < |F | |- |- |O | | T
= SPGN 090304 0,4 ole
&} SPGN 090308 0,8 ole o)
IS
= v SPGN 120304 0.4 olo
— SPGN 120308 0,8 olojo
5 SPMN 090304 0,4 olo olo
O SPMN 090308 0,8 e]e) (e]le}
S
2 \/ SPMN 120304 04 olo
2 SPMN 120308 0,8 olo e
SPMN 120312 1,2 (e]e) (o} oo

® = Euro stock
O= Japan stock
A = To be replaced by new item

Cr7



T

INSERTS FOR TURNING

TRIANGLE TYPE 5° Positive Inserts

0T 5° Relief Dimensions (mm)
60 Tnangle Tvpe With Insert Hole T8 L | IC | S| D [ steel
0601.. | 6,9 397 | 159 | 2.2 M Stainless Steel
m Cast Iron
SE Non-Ferrous Metals
IC ) B Super Alloy
4 iﬂh m Hardened Steel
60°M L ‘ S ' °
Carbide Cermet | Carbide
TBGT ...... .-.. Coated Coated Uncoated| Uncoated
[P m B A ODBE4% | B BIB0O
%%%ammgggﬁgﬁxxnggzjg:NN<<
® G-Class 5982833335 R8RE 58 2R 3888 8w
2 888388835883333388888 08255202,
35 Application | Shape ISO Cat. No. RE </ </<|q|<|< <2 |<|<|<|2|< |2 < |<|<|< % | <| <= | R = |- |||
a2
£ s -
£ ®/ | TBGT 060102 LFW 0.2 o | o
., TBGT 060104 LFW 0,4 o o
Oy ©
/e] |£ 2 L/IRFW
= a1
£l 8
o, TBGT 060102 RFW 02 of | |o
Feeg-:ate ( ngi/rev)“ TBGT 060104 RFW 0,4 (o} o}
D
KT =’ ' TBGT 060102 LFX 02 o| |a| |efo
o £, TBGT 060104 LFX 0,4 O| |A| |@|O
(R) |£3 L/IRFX
) e TBGT 060102 RFX 0,2 Q| |a| |@|O
@ T o 03 TBGT 060104 RFX 0,4 o| |a| |elo
Feed rate (mm/rev)
, _
£ V TBGT 060101 LFY 0,1 olo
zfs o T, TBGT 060102 LFY 0.2 olo| | |olo
£ 3 TBGT 060104 LFY 0,4 0lo o)
5l 3 L/RFY
£ &8 0\ TBGT 060101 RFY 0.1 5
e . TBGT 060102 RFY 0,2 o (o]le}
\ of o0z 03 TBGT 060104 RFY 0,4 o} olo
Feed rate (mm/rev)
g -
i TBGT 060102 LW 0,2 ee000®
£ <o TBGT 060104 LW 0,4 e00 [oe
By ™
51
Z & TBGT 060102 RW 0,2 el0lo |ol®
2l TBGT 060104 RW 0,4 e00 [Ol®
i 01 02 03
Feed rate (mm/rev)
Carbide Cermet | Carbide
TB GW .‘.... Coated Coated |Uncoeted| Uncoated
[P v W @A ODOBEYR| O EIAD
%%%aua§§§§§§xxx3$£3383NN<<
® G-Class No Chipbreaker SR R AR R R
Application | Shape ISO Cat. No. RE |<2222222222k222R 22tk YCec/c ojnm T
- v TBGW 060102 0,2 o
3 TBGW 060104 04 o
=
)
-

C78

® = Euro stock
O= Japan stock

A = To be replaced by new item



7° Positive Inserts T TRIANGLE TYPE

INSERTS FOR TURNING

0T, 7° Relief Dimensions (mm)
60 T”angle Type With InsertHole | [TC__| L | IC S | D [ steel
0802.. | 872 476 | 2,38 | 23 M Stainless Steel
RE 0902.. | 9,62 556 | 2,38 | 2,5 ; m Cast Iron
1102.. 11,0 6,35 2,38 2,8 m Non-Ferrous Metals
IC _ 16T3.. | 16,5 | 9,525 | 3,97 | 4,3 E Super AIon
3 et ;t;\ I¥] Hardened Steel
60° L S
Carbide Cermet | Carbide
TCGT '..... ._.. Coated Coated |Uncoeted| Uncoated
P vF O DHEYR| B BEBEO
B RCoEE R x 288233 NN ol
- - - olo|lc|lc
® C-Class BoesicisiiiocooiEadiEazeeel |
Application\ Shape ISO Cat. No. RE |<|</</<|<|< 2|2 < |< /<] |<|< < |< <)< /2| < << R F = |Ooju|m [T gg
3
(7]
TCGT 090201 LFX 0,1 0}
W TCGT 090202 LFX 0,2 0|0
2
o E ’ / TCGT 110201 LFX 0,1 e]le) @
g S TCGT 110202 LFX 0.2 o
g2 L/RFX
iC| s TCGT 090201 RFX 0,1 Q
g, TCGT 090202 RFX 0.2 o s
0,2 0,4 D
Feed rate (mmirev) TCGT 110201 RFX 0,1 o
TCGT 110202 RFX 0,2 [e)[e) JK/
e TCGT 090201 LFY 0,1 O
, V TCGT 090202 LFY 0.2 olo 5
£
o & TCGT 110201 LFY 0,1 o
£ 3 B L/RFY TCGT 110202 LFY 02 oo
c&, TCGT 090201 RFY 0,1 o é
0,2 0,4 TCGT 090202 RFY 0,2 o
Feed rete (mmirev) TCGT 110201 RFY 01 o
TCGT 110202 RFY 0:2 0] _—
_ \"
3- e
= 4
&, @’ TCGT 110204M NSI <04 o LICIPSPSEIC)
557 W\
= NSI
9%
g |
0 0,1 0,2 0,3
Feed rate (mm/rev)
T3
= 2 il TCGT 110202 NAG 0,2 ®
9 - TCGT 110204 NAG 0,4 ®
| £ L
= TCGT 16T304 NAG 0,4 °
o TCGT 16T308 NAG 0,8 )
0,1 0,2 0,3 04
Feed rate (mm/rev)
TCGT 080201M NSC <0,1 oo (e]le}
~ TCGT 080202M NSC <0,2 oe 0|0
3
z TCGT 090201M NSC <0,1 ole) 0|0
< E, & TCGT 090202M NSC ~ |<0.2 olo| | |ele
Ol 3
% “g . NSC TCGT 110201M NSC <0,1 0|0 0|0
| = TCGT 110202M NSC <0,2 L0 (L
e 0 TCGT 110204M NSC <0,4 e e ®
0,1 0,2 0,3
Feed rate (mm/rev) TCGT 110301M NSC <0,1 0|0
TCGT 110302M NSC <0,2 0|0

® = Euro stock
O= Japan stock
A = To be replaced by new item C79



T TRIANGLE TYPE 7° Positive Inserts

INSERTS FOR TURNING

7° Relief Dimensions (mm)

60° Triangle Tvpe With Insert Hole TC__[ L |l ic | s |

E Steel

0902.. | 9,6 556 | 2,38 | 2,5 M Stainless Steel
RE 1102.. | 11,0 | 6,35 | 2,38 | 2,8 ) I cast Iron
A 7 16T3.. 16,5 9,525 3,97 43 = D37 = E19 m Non-Ferrous Metals
/7 IC % _ S Super Alloy
‘vfa‘) N\ = l‘,\ m Hardened Steel
60°‘\’A. L =1 '
Carbide Cermet | Carbide
TCMT/_W ..‘... ._.. Coated Coated\Uncoated Uncoated
[P v W I DBAE4R| B BAD
%%%&&&§§g§§§¥¥¥3$$33 gDNN((
TINMOIO QNN O T OoOVBL® T NORD Mo s, 2R
» ®M-Class BER2 2222233793 RRRN °28SSSUn S
8% Application | Shape ISO Cat. No. RE 2222222222222 2 2222 22E L c|ommT
o =
- €2
g £ V TCMT 110204 NFB 0,4 O|e|o0|e
< 3 TCMT 110208 NFB 0,8 Olel®Oe
/e/ |£2,L>= NrB
oo 0,1 0,2
Feed rate (mm/rev)
. TCMT 090202 NFP 0,2 A
L7 &3// TCMT 090204 NFP 0.4 A
D T, TCMT 090208 NFP 0,8 A
S
o) =
£ 3 TCMT 110202 NFP 0,2 A A
K/ 1% s [ NFP | Tcmr 110204 NFP 0.4 alal |a
@ i 8 TCMT 110208 NFP 0,8 AAl (A
0 0,1 0,2
Feed rate (mm/rev) TCMT 16T304 NFP 0,4 AA |A
@ TCMT 16T308 NFP 0,8 AA|l (A
! o/
=zt 0 TCMT 110204 NLU 04 [O|@| |A|a 0 ®/0/0/0/0
Sle 1t TCMT 110208 NLU 0,8 |0|0Q A o) (o]le]le]le)
cl s | NLU
AR Ta
0,1 0,2
Feed rate (mm/rev)
= g,
v s E°7 TCMT 110204 NLB 04| |OO| |ala|Q0O o|o
O 3, \ Y TCMT 110208 NLB 0,8 | |O|Q| |a|Aa|0O|0|O (o)(e}
Tl ° T
2 £
RELE NLB
0,2 04
Feed rate (mm/rev)
B TCMT 110204 NSU 04 @0 e AAAasoeoeoeo AA L I0I0)
552 TCMT 110208 NSU 0,8 ®/@®AAAO®®O®O AlA o
ol s
Em§1 NSU TCMT 16T304 NSU 04 0@ e aaaoee | AlA °
5 & TCMT 16T308 NSU 0,8 @@ ®AAAOO®OO AA °
0 0,1 0,2 0,3
Feed rate (mm/rev)
= TCMT 110204 NSK 04 Oe® |AA
o £ v TCMT 110208 NSK 08 [0je/e| |ala
Ol 3 v
= NSK | TCMT 16T304 NSK 04 Ole|® |a|a
= TCMT 16T308 NSK 08 0®® aa
0 01 02 03 TCMT 16T312 NSK 12| |® A A
Feed rate (mm/rev)
TCMW 110204 0,4 QO| |Ala
= - TCMW 110208 0,8 Q|O| |Ala
3 K ,)
£ TCMW 16T304 0,4 QO| |Ala
g TCMW 16T308 0,8 olo|o|ala
TCMW 16T312 1,2 (0)(e} A

® = Euro stock
C80 O= Japan stock
A = To be replaced by new item



11° Positive Inserts TRIANGLE TYPE

INSERTS FOR TURNING

0T 11° Relief Dimensions (mm)
60 T”ﬂﬂgle Type With Insert Hole TP L | IC | S |D [ steel
0802.. | 82 | 4,76 | 238 | 24 M Stainless Steel
RE 0902. | 96 | 556 | 2,38 | 2,8 I cast Iron
K 7 1103.. | 11,0 | 6,35 | 3,18 | 34 2 E20 m Non-Ferrous Metals
P 1603.. | 16,5 | 9525 | 3,18 | 44 B Super Alloy
) T~ 2 [I] Hardened Steel
Carbide Cermet | Carbide
TPGT ..‘.‘. ._.. Coated Coaled\Uncoaled Uncoated
[P vk @I DREY4R B BB O
S35 Ba00 232288 0883330l o
® C-Class Basice iiisoninisssiend -
Application | Shape ISO Cat. No. RE 292222222 1<ReRR << EREFohihT gg
=
(7]
g 2 a2 TPGT 110302M NFC <0,2 Q fo)fe)
=i it ' TPGT 110304M NFC <0,4 fo)(e) fo)fe)
£| 51
22 1 NFC /c/
Lo go 01 02 03
Feed rate (mm/rev)
LS
TPGT 080202 LFW 0,2 Q| |00 D
- TPGT 080204 LFW 0,4 o| o
3 ?/ TPGT 110202 LFW 0,2 Q| |00 /K
£ TPGT 110204 LFW 0,4 Q| |00 @
g’ L/RFW
g2
L g B TPGT 080202 RFW 0,2 ol |olo B
0 R R — TPGT 080204 RFW 0,4 Q| |00
Feed rate (mmirev) TPGT 110202 RFW 0,2 o| lolo
TPGT 110204 RFW 0,4 Q| |00 é
TPGT 080202 LFX 0,2 fo)(e)
TPGT 080204 LFX 0,4 olo VJ
TPGT 090204 LFX 0,4 fo)fe)
TPGT 110204 LFX 0,2 o) @
: TPGT 110302 LFX 0,2 O |Ale®
3 TPGT 110304 LFX 0,4 Q| Alee®
= TPGT 110308 LFX 0,8 o)
£ L/RFX
3 TPGT 160304 LFX 0,4 o)
i TPGT 160308 LFX 0,8 o)
<l g
=
w 0 01 02 03
Feed rate (mm/rev) TPGT 080202 RFX 0,2 ole
TPGT 080204 RFX 0,4 o)
TPGT 110202 RFX 0,2 o)
TPGT 110302 RFX 0,2 O| |Al@O
TPGT 110304 RFX 0,4 Q| Alee®
TPGT 110308 RFX 0,8 Q| |AO
TPGT 160304 RFX 0,4 o)
TPGT 160308 RFX 0,8 o)

® = Euro stock
O= Japan stock
A = To be replaced by new item 081



T TRIANGLE TYPE 11° Positive Inserts

INSERTS FOR TURNING

0T 11° Relief Dimensions (mm)
60 Tnangle Tvpe With Insert Hole TP L | IC | S| Dy [ steel
0802.. | 82 476 | 2,38 | 24 M Stainless Steel
RE 0902. | 96 | 556 | 2,38 | 28 I cast Iron
7 1102.. | 11,0 | 6,35 | 2,38 | 2,8 m Non-Ferrous Metals
_ic 1103.. | 11,0 | 635 | 3,18 | 34 H super Alloy
) 7;5 , 1603.. | 16,5 | 9,525 | 3,18 | 44 [*] Hardened Steel
Carbide Cermet | Carbide
TPGT/_W .“... ._.. Coated Coated Uncoated| Uncoated
P v W @I ODHEEY4R| B BIBADO
%%%ammgggﬁgﬁxxnggzjg:NN<<
® G-Class 5982833335 R8RE 58 2R 3888 8w
2 8885055555 S5c8cE88B3osEgsERE .
3§ Application | Shape ISO Cat. No. RE </ </<|q|<|< <2 |<|<|<|2|< |2 < |<|<|< % | <| <= | R = |- |||
o
= TPGT 0802003 LFY 0,03 o
TPGT 080201 LFY 0,1 o
TPGT 080202 LFY 0,2 o o olo
@ TPGT 080204 LFY 0,4 0|0 0|0
TPGT 090201 LFY 0,1 Q
TPGT 090202 LFY 0,2 o
Di TPGT 090204 LFY 0,4 o}
TPGT 110202 LFY 0,2 0|0
JK/ TPGT 110204 LFY 0,4 0|0
TPGT 110208 LFY 0,8 o}
@ TPGT 1103003 LFY 0,03 o
TPGT 110301 LFY 0,1 e)(e)
@ TPGT 110302 LFY 02 o| | |olojolololo
TPGT 110304 LFY 0,4 O| |[0|0|olo
TGPT 110308 LFY 0,8 o} o}
3 - TPGT 160302 LFY 0,2 o
zfs &= J | TPGT 160304 LFY 04 o
- TPGT 160308 LFY 0,8 o
e
g < L/IRFY
vi s B TPGT 0802003 RFY 0,03 o
8 ol — o TPGT 080201 RFY 0,1 o
0.1 02 03 TPGT 080202 RFY 0,2 0|0 (e)[e)
@ Feed rate (mm/rev) TPGT 080204 RFY 0,4 Q Q0
TPGT 090201 RFY 0,1 o}
TPGT 090202 RFY 0,2 o
TPGT 090204 RFY 0,4 o}
TPGT 110202 RFY 0,2 (e)[e)
TPGT 110204 RFY 0,4 (e]le}
TPGT 110208 RFY 0,8 o
TPGT 1103003 RFY 0,03 o
TPGT 110301 RFY 0,1 olo
TPGT 110302 RFY 0,2 o| [0 |olo
TPGT 110304 RFY 0,4 o| |o] |o|o
TPGT 110308 RFY 0,8 o} o
TPGT 160302 RFY 0,2 o
TPGT 160304 RFY 0,4 Q
TPGT 160308 RFY 0,8 o}
= TPGW 080202 0,2 0|0
o v
= TPGW 110302 0,2 (o}
=2 TPGW 110304 0,4 Q o]le}
TPGW 110308 0,8 o]le}

® = Euro stock
C82 O= Japan stock
A = To be replaced by new item



11° Positive Inserts TRIANGLE TYPE

INSERTS FOR TURNING

0T 11° Relief Dimensions (mm)
60 T”ﬂﬂgle Type With Insert Hole TP__| L | IC | S |D [ steel
0802.. | 82 | 4,76 | 238 | 24 M Stainless Steel
RE 1103.. | 11,0 | 6,35 | 318 | 34 I cast Iron
K 7 1604.. | 16,5 | 9,525 | 4,76 | 4,4 o E20 M Non-Ferrous Metals
_c | B Super Alloy
N sty . [ Hardened Steel
oL | .Is }
Carbide Cermet | Carbide
T PGT/_X ....‘. ._.. Coated Coated |Uncoeted| Uncoated
[P vk @B pDHEEYR O BIE0O
%%%mamgggﬁééx%%:)gﬁ:gg:),\,,\lqzqz
® G-Class Handed Chipbreaker 22 Re S cReR3R R RRR ISR eSS e eS| | 5
Application | Shape ISO Cat. No. RE 2222222222k 2R22 22222 REE oM a3
3 (7
(7]
TPGT 080202 LW 0,2 Olo °
TPGT 080204 LW 0,4 ° °
TPGT 110302 LW 0,2 0 ° @
2 ~ TPGT 110304 LW 0,4 0 °
3 TPGT 160402 LW 0.2 °
£ TPGT 160404 LW 04 ° LS
5 E /RW D
oy é
S| 5
e 2 TPGT 080202 RW 0,2 o) ®0
2|2, TPGT 080204 RW 0.4 oo o -/
Bk (R)
TPGT 110302 RW 0,2 0 °
02 TPGT 110304 RW 0,4 0 °
Feed rate (mm/rev)
TPGT 160404 RW 0,4 . B
TPGT 110302 LSD 0,2 0|0|0|00|e|0 é
TPGT 110304 LSD 0,4 Q| |A| |O|O|0|00@(0
TPGT 110308 LSD 0,8 o)(e](e])(e](e}(e}
2 TPGT 160402 LSD 0,2 ole
g TPGT 160404 LSD 0,4 o| |a Qlojo|e s
= TPGT 160408 LSD 0,8 o| o \J
IS L/RSD
= -
g g TPGT 110302 RSD 0,2 Q0|o| |Oole @
B 3 TPGT 110304 RSD 0.4 0|o|ojoj0|e
| 2, TPGT 110308 RSD 08 o| |o| [olo
° TPGT 160402 RSD 02 olo
o1 03 TPGT 160404 RSD 0,4 olojo|e
Feed rate (mm/rev) TPGT 160408 RSD 0,8 Q| |o|e
TPGX 110304 L-SDW 0,4 °
> TPGX 110308 L-SDW 0,8 o)
< s y
5 '/ | TPGX 160404 L-SDW 0,4 o) o)
; . /| TPGX 160408 L-SDW 0,8 ol | |o
o E
Jl 52 L/RSDW
2's G TPGX 110304 R-SDW | 04 -
G| B TPGX 110308 R-SDW 0,8 Q
g€la
- 0 e TPGX 160404 R-SDW 0,4 o) o)
Food rate (m’m/rev) ’ TPGX 160408 R-SDW 0,8 o) o)
D [ z (Note) The cutting point position of the SDW type does not Compensation (mm)
_ Wiper insert  follow the ISO standard. RE X (Diam.change) | Z
L SDW type Wenn using on a boring holder with a 93° approach angle, '.
I , %4 there is a need to revise the cutting point position (refer to 04 0,12 (0: +024) | 0,02
'?ﬁgg‘:' X right table) relative to using standard inserts. 0,8 +0,12 (2. +024) | -0,02

® = Euro stock
O= Japan stock
A = To be replaced by new item 083



T TRIANGLE TYPE 11° Positive Inserts

INSERTS FOR TURNING

0 0 11° Relief Dimensions (mm)
60 Trlangle Tvpe With Insert Hole TP Llic | s]ob [ steel
0802.. | 82 476 | 2,38 | 24 M Stainless Steel
RE 0902.. | 96 | 556 | 238 | 238 I Cast Iron
1103.. | 11,0 | 6,35 | 3,18 | 34 m Non-Ferrous Metals
ﬁIC 7 1603.. | 16,5 | 9,525 | 3,18 | 4,4 E Super AIon
] 7E—5 o 1604.. | 16,5 | 9,525 | 4,76 | 4,4 m Hardened Steel
Carbide Cermet | Carbide
TPMT ....‘. ._.. Coated Coated |Uncoeted] Uncoated
P v W @I ODHEEY4R| B BIBADO
%%%ammgggﬁgﬁxxnggzjg:NN<<
® M-Class N e N e e s e e =
2 8883888 8SEEEBSSEI8I88E 0382822 2R R -
35 Application | Shape ISO Cat. No. RE </ </<|q|<|< <2 |<|<|<|2|< |2 < |<|<|< % | <| <= | R = |- |||
a2
TPMT 080202 NFB 0,2 ole|o|olo
TPMT 080204 NFB 0,4 o|e|ojolo
/c/ {\9] TPMT 090202 NFB 0,2 ole|ojolo
= TPMT 090204 NFB 0,4 ole| |olo
o E 2
£ 3 NFB | tpmT 110302 NFB 02 o|elofojo
L/ gl B TPMT 110304 NFB 0,4 o|eojoo
D | E‘o&' TPMT 110308 NFB 0.8 o|eoojo
K Feed rate (mmirev) TPMT 160304 NFB 0,4 ololololo
TPMT 160308 NFB 0,8 ol | |o
@ TPMT 160404 NFB 0,4 olelojolo
TPMT 160408 NFB 0,8 o|e|ojolo
TPMT 080202 NLB 02| |o|o| |a|ajojolo olo
TPMT 080204 NLB 04 | |0|o| |a|ajojolo olo
£
AQEE 2 TPMT 090202 NLB 02| (00| |alao|e|e olo| o
|3 TPMT 090204 NLB 04| |O|O| |a|la|O|@|® 0lo| |0
S| ©
2 g'& TPMT 110302 NLB 02| |00 |alajolele olo| |o
7 |5 s o NLB | TPMT 110304 NLB 04| [0o| |a|alo]e|e olo| |o
\') - Feed rate (mm/rev) TPMT 110308 NLB 0,8 Q0 AAO OO e)fe} o)
TPMT 160304 NLB 04 | |o|o| |a|ajojolo olo
@ TPMT 160308 NLB 0,8 | [0|0| |a|al000 olo
TPMT 160404 NLB 04 | |0|o| |a|ajojolo olo
TPMT 160408 NLB 08| [0|o| |a|a/ojolo olo
o £ Wz | TPMT 110304 NFK 0,4 oo
= B TPMT 110308 NFK 0.8 ole
D B 1 ’
| g NEK | TPMT 160404 NFK 0,4 ol
S oo ez os TPMT 160408 NFK 0,8 oo
Feed rate (mm/rev)
TPMT 080202 NLU 0,2 oo o| | |olo
@™y | TPMT 080204 NLU 04 |@ A L) o| |@lolo
£ N
E: /| TPMT 090202 NLU 02 oo | |a olololo
2 3 NLU | TPMT 090204 NLU 04 00 | |a ololo
= ——
£l &= TPMT 110302 NLU 0,2 ° ol |olo
- o0 TPMT 110304 NLU 04 |®0| |a 30)e) ®|0/0/0/o
Feed rate (mmirev) TPMT 110308 NLU 0,8 @0 |a eeO ololo|olo

® = Euro stock
C84 O= Japan stock
A = To be replaced by new item



11° Positive Inserts TRIANGLE TYPE

INSERTS FOR TURNING

0T 11° Relief Dimensions (mm)
60 T”angle TyDe With Insert Hole P L [ Ic | s | Dy [ steel
0802. | 82 | 476 | 238 | 24 M Stainless Steel
RE 1103.. | 11,0 | 6,35 | 3,18 | 34 A Cast Iron
K 7 1604.. | 16,5 | 9,525 | 4,76 | 44 2 E20 m Non-Ferrous Metals
Ic _ S Super Alloy
et * [¥1 Hardened Steel
el L | Is ¥
Carbide Cermet | Carbide
Coated Coated [Uncozted| Uncoated
[P vkF [ pDHEYR B IBD0O
%%%mamgggﬁgﬁ:c:cx:)%ﬁ:):)g:),\,NQ:(
® N-Class sogcnosepscnEeccdancalEss. e | o
SIRLe S w 2 - 5
Application | Shape ISO Cat. No. RE 2222222222k 2R22 22222 REE oM a3
7]
@
TPMT 080202 NSU 0,2 Olee® (o)(e)
5 TPMT 080204 NSU 04 Ole|®O o} o|o
| E
5| E
Ol 3> TPMT 110302 NSU 0,2 |O|0[0| |a/a0|@|® ol|o| |oo
S 2, TPMT 110304 NSU 04 @@®@OAAAOGOGOGO® AA ®000|e
| g% TPMT 110308 NSU 0,8 ®®0/Alala@@00O AlA olojoo|e
0 0,1 02 0,3
Feed rate (mm/rev) TPMT 160404 NSU 0,4 ® OO AAAO®O [ ] AA ® 0 Qe
TPMT 160408 NSU 0,8 |@0O|0|A|lAA®@O @ AlA ®(000/e
=]
o = TPMT 110304 NMU 0,4 0|0 Al O|®| |0/0|O
ElE® & TPMT 110308 NMU 08 00| | a| [ol®| |olojo
5|5,
= 5 NMU | TPMT 160404 NMU 04 [00| | |a| [oo| | oo
= 5 TPMT 160408 NMU 0,8 |0|0 A| OO (o)(e)
5 O,
j 0,1 02 0.3 04

Feed rate (mm/rev)

B NP @ @8 N &

Carbide Cermet | Carbide
TPMT/H 600000 NSF
[P Pa s] B IAN

M K] s NEPIES
%%%n.n.n.gggﬁguxaxxx:)uwag:):8:)NN<<
T ANMo oo dNRTOT oL ®eENORD foSolss ., o
® M-Class R0 2 X022 BFININR BB HE 2 BRSSRSHE
— O|0|0|Q|0|I000|0I0LILIVICIKILILILVAL|IVORBRR = ITIE =
Appllcatlon\ Shape ISO Cat. No. RE |<<|<|<|<|< 2|22 < (<2 12 < < || < = | < | < = |2 = e |0 o i | 2
5| & o
O £, TPMH 110304 NSF 04| @@ |AlAa
5z TPMH 110308 NSF 08 | lole| |ala
he) o
D ::_41
= g NSF | TPMT 160404 NSF 04| 0@ |ala
£ ST oz 03 o4 TPMT 160408 NSF 08| eol® |ala
= Feed rate (mm/rev)

® = Euro stock
O= Japan stock
A = To be replaced by new item 085



T

INSERTS FOR TURNING

TRIANGLE TYPE 5°/11° Positive Inserts

0T 5°/11° Relief Dimensions (mm)
60 Trlangle Tvpe Without Insert Hole | [PMB__ L | IC | S | Dy [ steel
0601..| 69 | 397 | 159 | - M Stainless Steel
RE 0902.. | 96 | 556 | 2,38 I cast Iron
1103.. | 11,0 | 635 | 3,18 Non-Ferrous Metals
1603.. | 16,5 | 9,525 | 3,18 B super Alloy
. m Hardened Steel
60° ‘ B
Carbide Cermet | Carbide
TPG R ‘..... ._. Coated Coated Uncoated| Uncoated
P v W @I ODHEEY4R| B BIBADO
B RS e = B R R R
g ®CCiass Handed Chipbreaker
3§ Application | Shape ISO Cat. No. RE |/ </ </<|</</<|< < |<|<|< << << |<|<|< < | < | <= R = | o] T
o
£ TPGR 090202 LW 0,2 o)
- 3 = TPGR 090204 LW 0,4 o}
3 z o= TPGR 090208 LW 0,8 o
/] |5 3° TPGR 110302 LW 0.2 ol |ojo
5 S, L-W | TPGR 110304 LW 04 o| |ole
£ § TPGR 110308 LW 0,8 S O
@
/7 & e or os TPGR 160302 LW 0,2 o| o|o
D Feed rate (mm/rev) TPGR 160304 LW 0,4 Q ole
TPGR 160308 LW 0,8 o| [Ole
/K7 s TPGR 090202 RW 0,2 o)
@ =) - TPGR 090204 RW 0,4 Q
9 £ . TPGR 090208 RW 0,8 o)
| 5
3 ;5 TPGR 110302 RW 0,2 o| (0|0
's| |2 § TPGR 110304 RW 0,4 o| |ole
e
2 o TPGR 160302 RW 0.2 o oo
v Feed rate (mm/rev) TPGR 160304 RW 0,4 ol |Oe
ﬁ TPGR 160308 RW 0,8 ol 0e
_ = e
TB G .‘..‘. ._. Coated Coated |Uncoated| Uncoated
P — P m W A OB EYR | O s ]
v . . %%%&&&§§§§§§>XXXD‘£%DD8DNN<<
® G-Class No Chipbreaker/ Handed Chipbreaker S S8eRe SIS ERBRBEER2RISRLEIEISW SR
— 888888 SSIS8ISSSSEBIEBE 08Re SRR R
Application | Shape ISO Cat. No. RE |g<qg/<<j< << < gsjlql<x k< g <<k |<<|E R E|E ojwm|T
w
= TBGN 060104 0,4 o
5’
2
2 TBGR 060104 LW 0,4 o
I
Carbide Cermet | Carbide
T P G N ‘..... Coated Coated Uncoated| Uncoated
P m W @A ODOBEYR| B EIADO
. %%%mm&gggﬁgﬁxxxjggza8:NN<<
® G-Class No Chipbreaker SS82Re S BeERBREEBLR ISR SRS ISW 2SR
888388855555 53388838 coEREE e
Application | Shape ISO Cat. No. RE |</g</<|<|<|< << << << << < < l< <k << E R e E | ojuju T
TPGN 090202 0,2 o
TPGN 090204 0,4 o
TPGN 090208 0,8 o o
5 | TPGN 110302 0,2 o]le} Q
o / TPGN 110304 0,4 Q|00 o}
% TPGN 110308 0,8 e](e)
8
TPGN 160302 0,2 (e)[e)(e}
TPGN 160304 0,4 e)(e])(e)
TPGN 160308 0,8 [e](e)
TPGN 160312 1,2 o

C86

® = Euro stock
O= Japan stock

A = To be replaced by new item



11° / 20° Positive Inserts T TR| ANGLE TYPE

INSERTS FOR TURNING

0T 11°/20° Relief Dimensions (mm)
60 T”anqle Type Without Insert Hole TP L IC S | Dy [ steel
0902. | 96 | 556 | 238 | - M Stainless Steel
1103.. | 11,0 6,35 | 3,18 &, m Cast Iron
1603.. | 16,5 | 9,525 | 3,18 - m Non-Ferrous Metals
2204.. | 220 | 127 | 476 | - B super Alloy
o [ Hardened Steel

Carbide Cermet | Carbide
TPMR .‘.... . .. Coated Coated |Uncoeted| Uncoated
[P] v m E IO

[Hl s B DS REd
BBl ln B3 =88k 58 82212 olninl< <
® -Class SioHdiaicnitoaneatoRzig.es |
SIRLe S w 2 - 5
Application | Shape ISO Cat. No. RE 2222222222k 2R22 22222 REE oM a3
(7]
TPMR 090204 NFK 04 o Y
QE TPMR 110302 NFK 02 °
SER TPMR 110304 NFK 04 ole
55 TPMR 110308 NFK 08 . [c/
S 3
w8 TPMR 160304 NFK 0,2 o
oT o203 TPMR 160308 NFK 04 olole
Feed rata {mm/r=v) TPMR 160312 NFK 1,2 o DJ
=z TPMR 110304 NSF 04| e® |ala =
3 E, V TPMR 110308 NSF 08 0@ ® |aa
E 3
22, TPMR 160304 NSF 04 |o/® |aa @
2|8 NSF | TPMR 160308 NSF 08 |0/@® |ala
=% TPMR 160312 NSF 12| (@@ |a
5 0,1 0,2 0,3 E‘
- Feed rate (mmirev) TPMR 220408 NSF 038 AAa
TPMR 220412 NSF 1,2 Ala
=g’
3 E
23" TPMR 110304 NUJ 04| |o|o| |a|a A
EEE TPMR 110308 NUJ 08| |00
[0} ‘31
2| TPMR 160304 NUJ 04| [O/® |aa
g ol 5 TPMR 160308 NUJ 08| [o/® |ala el
4 Feed rate ( mm/rev) \"

Carbide Cermet | Carbide
TP M N .'.'.. Coated Coated [Uncoated] Uncoated
Pa B Ry B IO

[P L K] [H] B
| A S o e = S M
® 1-Class _No Chipbreaker
Application | Shape ISO Cat. No. RE |/ <|</<|<|<|< << |<|< < |< < X = << < e | < |< = R = i | o [ i | =
TPMN 110304 04 (0)(e}
_ v TPMN 110308 08 olo
>
O
E TPMN 160304 04 (o]e)
S TPMN 160308 0,8 0O|o|o (o))
= TPMN 160312 1,2 (o))
TPMN 220408 0,8 (o]
Carbide Cermet | Carbide
TEGN ."." Coated Coated [Uncozted| Uncoated
[P v W B CDHRE¥YR| O BBD
| SESaapRec =S8k 2 BR IS0 NNIc ol
® E-Class No Chipbreaker RRIRHR0BBRFINIER BB HE S BRSSRS 5
- . QOO OO0V IVIVIVILILIVILILILILILIVI VIO~ ®|~|—<|TT|=
Apphcatlon\ Shape ISO Cat. No. RE [<<|<<| << << KKK K K < K<< < < || |- |O | | T

\ /| TEGN 160308 08 o

Light-Medium Cut

® = Euro stock
O= Japan stock
A = To be replaced by new item 087



V DIAMOND TYPE 5° Positive Inserts

INSERTS FOR TURNING

5° Relief Dimensions (mm)

o
35° Diamond Type With Insert Hole VB__ | L | ic | S| oD [ Steel
1102.. | 11,0 | 6,35 | 2,38 | 2,38 M Stainless Steel
1103.. | 11,1 | 6,35 | 3,18 | 28 I Cast Iron
N R 1604.. | 16,6 | 9525 | 4,76 | 44 = D38 o E21-22 M Non-Ferrous Metals
O & S| Super Alloy
35 © B I¥1 Hardened Steel
Carbide Cermet | Carbide
Coated Coated\Uncoated Uncoated
P v W @I ODHEEY4R| B BIBADO
%%%&&&gggﬁgﬁxxnggDD gDNN((
® M-Class S8 82ReS3 3R ceREREEE2RISRS8SSw 2R
2 8883888 8SEEEBSSEI8I88E 0382822 2R R -
33 Application | Shape ISO Cat. No. RE |/ </ </<|</</<|< < |<|<|< << << |<|<|< < | < | <= R = | o] T
a? =
- E S . VBMT 110302 NFB 0,2 0O|@|0|0|0
o = @SS BT 110304 NFB 04 olelojojo
g 5 NFB | VBMT 110308 NFB 0,8 ole|ololo
S|l a
[e] |& & e &01 " VBMT 160404 NFB 0,4 Oleelee
Feed rate (mmirev) VBMT 160408 NFB 0,8 O|l@00|e
B g}
£ — @ —, | VBMT 110202 NFP 0,2 AAA
L7 | g ‘51&""—“' VBMT 110204 NFP 0.4 Alala
D 25 | NFP
Ll 80— % "3 VBMT 160404 NFP 04 A AAa
E e Feed rate (mm/rev) VBMT 160408 NFP 0,8 A AAA
@ £ @ | VBMT 110302 NLU 02 ol| | |o
oz “sese="  \BMT 110304 NLU 0,4 |O|®| |ala| @ (@O 0|o| |olo
gl 2 VBMT 110308 NLU 0,8 OO |Aa [ J(e)( Jio}
2: [ NLU
[s] |* 8 VBMT 160404 NLU 04 @0 (alal | 0®0 e|o/olojo
Feed rate (mm/rev) VBMT 160408 NLU 0,8 |©® |AA ole Q|0|0|0|0
€ VBMT 110302 NLB 0,2 | |0|O| |a|Aa|O|O|O o o
A L E? w VBMT 110304 NLB 04| |o|o| |a|alololo olo
al 3 ‘: VBMT 110308 NLB 0,8 | [O|O| |a|lA|QO|O [e])[e)
= 21
| £
= § VBMT 160404 NLB 04| [O|Q| |alA|O|@® oo o
01 02 03 VBMT 160408 NLB 08| [O|O| |AlaO@®@® oo |o
vi Feed rate (mmirev) VBMT 160412 NLB 12| |olo| |alaojele o0 |o
VBMT 110204 NSU 04 @ AA (0@ ) °
E VBMT 110208 NSU 0,8 @@ AA |@ ® °
@ - E ) VBMT 110302 NSU 0,2 (0]
3 3 VBMT 110304 NSU 04 @0 |AlA| @ @@ AlA e O
el 5
%%1 VBMT 110308 NSU 0,8 |®® |AAA®®OO AA Q
(=]
0 02 03 VBMT 160404 NSU 04 |@/@l@alaaeeee AAl |eelalal @/@@0O
Feed rate (mm/rev) VBMT 160408 NSU 0,8 |©©®@®AAAO®OOO AA 00 A A O Q|0
VBMT 160412 NSU 1,2 |00 A
E VBMT 110204 NSK 04| @@ |AA
g E VBMT 110208 NSK 08| |® AlA
5 fgﬂ VBMT 160404 NSK 04 @ee |aa ooaa
-l e VBMT 160406 NSK 06| @@ |AA
01 02 03 VBMT 160408 NSK 0,8 ©®® |AA 00 AlA
Feed rate (mm/rev) VBMT 160412 NSK 1,2 |©/®® |AA A
3E° —
El 5.,
2 5 [ VBMT 160408 NMU 08 e | |a o
S 5
L 8
-gj 0,1 0,2 0,3 04
4 Feed rate (mm/rev)
3 VBMW 160404 0,4 olo| |ala
O )
z ~5Bs | VBMW 160408 0.8 olo| |a|a
3

® = Euro stock
C88 O= Japan stock
A = To be replaced by new item



5° Positive Inserts V DIAMOND TYPE

INSERTS FOR TURNING

5° Relief Dimensions (mm)

0n:
35° Diamond Tvpe With Insert Hole VB__| L | IC | S | D [ steel
1103.. | 111 | 635 | 3,18 | 2,8 M Stainless Steel
1604.. | 16,6 | 9,525 | 4,76 | 4,4 m Cast Iron

RE

= D38 2 E21-22 ¥l Non-Ferrous Metals
O S! Super Allo
A‘&"’/' Ic : P y
W S [¥] Hardened Steel

5 01‘

Carbide Cermet | Carbide
VBGT ‘..... ._.. Coated Coaled\Uncoaled Uncoated
[P vk @I DREY4R B BB O
B RCoEE R x 288233 NN ol
= ~ S = ooloo
® G-Class e e
Application | Shape ISO Cat. No. RE €222t 2Re<RR2FRFFomm T gg
=3
(7]
VBGT 110301 LFX 0,1 0|0|o| 0|0
VBGT 110302 LFX 0,2 Ql0|o| |O
‘ VBGT 110304 LFX 0,4 Q0|0| |00 @
L/RFX VBGT 160402 LFX 0,2 (e]le}
o ’g ) VBGT 160404 LFX 0,4 e]le}
i §1 VBGT 110301 RFX 0,1 ololo| |olo D
8 VBGT 110302 RFX 0,2 0|00 (0|0
01 02 03 VBGT 110304 RFX 0,4 o| [0| 0|0 JKT
Feed rate (mm/rev)
VBGT 160402 RFX 0,2 e]le} @
VBGT 160404 RFX 0,4 (e]le}
VBGT 1103003 LFYS 0,03 Q @
VBGT 110301 LFYS 0,1 o}
VBGT 110302 LFYS 0,2 O ii
VBGT 110304 LFYS 0,4 o}
2 ’g L/RFYS | VBGT 110308 LFYS 0,8 O
£l s
L) e VBGT 1103003 RFYS 0,03 o vi
8
’ VBGT 110301 RFYS 0,1 o
Feed rate (mm/rev) VBGT 110302 RFYS 0,2 O
VBGT 110304 RFYS 0,4 Q @
VBGT 110308 RFYS 0,8 O
Nl
E VBGT 110301 LFY 0,1 o| o] |olo
oy E 2 3
£ g L/RFY VBGT 110302 LFY 0,2 oo
285 VBGT 110304 LFY 0,4 O
25 0
e 0
01 02 03 VBGT 110301 RFY 0,1 Ol O] 9|0
Feed rate (mm/rev) VBGT 110302 RFY 0,2 O| |9 |O|0
VBGT 110304 RFY 0,4 o
’ VBGT 110301M NSI <01 o
£, NSI | VBGT 110302M NSI <0,2 o
= VBGT 110304M NSI <0,4 olo
3 2, VBGT 110308M NSI <0,8 o
=i VBGT 160401M NSI <01 o
0 01 02 03 VBGT 160402M NSI <0,2 Q
Feed rate (mm/rev) VBGT 160404M NSI <0,4 O
VBGT 160408M NSI <0,8 () o

® = Euro stock
O= Japan stock
A = To be replaced by new item 089



V DIAMOND TYPE 7° Positive Inserts

INSERTS FOR TURNING

7° Relief Dimensions (mm)

0 R
35° Diamond Type With Insert Hole Ve L | IC | S | D 2 [ Steel
0802.. | 83 | 4,76 | 238 | 23 5 - M Stainless Steel
1103.. | 11,1 6,35 | 3,18 | 2,8 m Cast Iron

- RE _ 1604.. | 16,6 | 9,525 | 476 | 44 = D39 ’S...- SV_C"-Type M Non-Ferrous Metals
4@’ f 5 (= Stock in Japan) [ Super Alloy
35° sS4 I%1 Hardened Steel

Carbide Cermet | Carbide
VCGT ‘..... ._.. Coated Coated |Uncoeted] Uncoated
2 B OO

[P M B DBEE4R
%%%ammgggﬁgﬁxxnggzjg:NN<<
OSSO oD F S cwb®sNoR % osos S o
g ®GClass R Rt e R e e
85 Application | Shape ISO Cat. No. RE |R2<22222R222R 2R 222R R R Cc omET
a2
VCGT 080204M NFC <0,4 olo
@@9 VCGT 110301M NFC  |<0,1 oo/ | oo
@ 2z VCGT 110302M NFC <0,2 0 olo
G E2 VCGT 110304M NFC <0,4 Q 0 olo
g1,
L7 %
D ° o5
Feed rate mm/rev
/K/
@ VCGT 110301 LFX 0,1 O| |ale|® ole
VCGT 110302 LFX 0,2 Q| |ale|® ole
2 'g VCGT 110304 LFX 0,4 e}
5] |82
£l 5
bl g VCGT 110301 RFX 0,1 O |ale|® ole
3 VCGT 110302 RFX 0,2 o| |ale® 0
0 01 02 03 VCGT 110304 RFX 0,4 e]e)
A Feed rate (mm/rev)
VCGT 110301 LFY 0,1 Q
VCGT 110302 LFY 0,2 o)
o £ VCGT 110304 LFY 0,4 o)
7 £ £2 LIRFY
') ®| 3
i 2! & VCGT 110301 RFY 0,1 Q olo
§ VCGT 110302 RFY 0,2 o) o)
@ 01 02 03 VCGT 110304 RFY 0,4 o)
Feed rate (mm/rev)

{j»’

ce

Light Cut
Depth of cut (mm)

. VCGT 110302 NAG 02 °
NAG | VCGT 110304 NAG 0.4 ®

’ VCGT 160408 NAG 0,8

1 VCGT 160412 NAG 1,2

VCGT 220530 NAG 3,0 o

0

| | .
0,1 02 03 04
Feed rate (mm/rev)

. =P VCGT 110301M NSI <0,1 o oesasees OO

— VCGT 110302M NSI <0,2 o} oo AAr000 OO

5 £, NSI | vCGT 110304M NSI <04 o eesasoee [O

Ef El VCGT 110308M NSI <0,8 o o0 AAG@00® OO
<5

=i VCGT 160401M NSI <0,1 o NIRRT RS

o VCGT 160402M NSI <0,2 o o0 AAr00@0O® OO

0 01 02 03 VCGT 160404M NSI <0,4 (o} oo AAr000 00

Feed rate (mm/rev) VCGT 160408M NSI <0,8 o

® = Euro stock
Cgo O= Japan stock
A = To be replaced by new item



7° Positive Inserts V DIAMOND TYPE

INSERTS FOR TURNING

7° Relief Dimensions (mm)

0 A
35 Dlamond Type With Insert Hole VC L IC S | Dy ’ A steel
0802. | 83 | 476 | 238 | 23 k- - M Stainless Steel
e 1103.. | 11,1 | 6,35 | 318 | 28 % Cast Iron
1604.. | 16,6 | 9525 | 476 | 44 = D39 "S...- SV..C"-Type Non-Ferrous Metals
'IC 5 (= Stock in Japan) [ Super Alloy
35° g —— ST [¥1 Hardened Steel
Carbide Cermet | Carbide
VCMT .‘.‘.. ._.. Coated Coated [Uncozted| Uncoated
[P vkF [ pDHEYR B IBD0O
e e A e B N
® 1 Class e e
AmMNm\ Shape ISO Cat. No. RE |<|</</<|<|< 2|2 < |< /<] |<|< < |< <)< /2| < << R F = |Ooju|m [T 33
3 (7]
_ (7}
Wﬁ VCMT 080202 NFB 0.2 oleloolo
£2 VCMT 080204 NFB 0,4 O|®|0|0|0
g = NFB
15} g 1 VCMT 160404 NFB 0,4 o]( J(e}(e]}(e)
sz il >y VCMT 160408 NFB 038 olelo[o|o
a0 01 02 03
Feed rate (mm/rev)
-"" VCMT 160404 NLU 0,4 OO0 o]le} Q|0|0|0
o)

Finishing
Depth of cut (mm)

2{ NLU VCMT 160408 NLU 0,8 OO @) Q|0|0|0
0

0,1 0,2 0,3

Feed rate (mm/rev)

PRI P @ @8 N\ @

VCMT 080202 NLB 0,2 | |O|O| |a|a|O|O|O (0)(e}
5E° ﬂm VCMT 080204 NLB 04 | |ofo| |a|alojolo olo
g3 VCMT 160404 NLB 04| |o[o] |alalolojo olo
=il VCMT 160408 NLB 08| [olo| |aalojolo olo
8 o
Feed rate (mm/rev)
3 =
_ = VCMT 080204 NSU 0.4 olojelo o
_| E2 NSU
33 VCMT 110302 NSU 02 oo o
2| 51 VCMT 110304 NSU 04| 0| | |a] |o|o |o
5 £ VCMT 110308 NSU 08| o oo D
Bo
o VCMT 160404 NSU 04 |@{e/®|alalaleje0)e RARDONSED
eedrete (mmirey VCMT 160408 NSU 08 @/0®aaaee |0 AR Aa o
-~
aﬁ’r’“’ VCMT 160404 NSK 04| |o®ala o a
JE: VCMT 160408 NSK 0.8 | @0aa oe
S 5
=l
Qo

0,1 0,2 0,3
Feed rate (mm/rev)

® = Euro stock
O= Japan stock
A = To be replaced by new item 091



W TRIGON TYPE 5° Positive Inserts

INSERTS FOR TURNING

5° Relief Dimensions (mm)

0T
80 Tngon Type With Insert Hole WB__| L | IC | S |D [ Steel
0601.. | 3,2 397 | 159 | 2.2 M Stainless Steel
RE 0802. | 46 | 476 | 238 | 24 G [ cast Iron
o E23 |§| glon-FeArIrlous Metals
uper Alloy

m Hardened Steel

Carbide Cermet | Carbide
WBGT ....‘. ._.. Coated Coated\Uncoated Uncoated
[P] v W @I ODHEEY4R| B BIBADO
| B RS e = B R R R
o ®G-Class Handed Chipbreaker R RS R R EEEE RS
8% Application | Shape ISO Cat. No. RE 2222222222222 2 2222 22E L c|ommT
o =
f“ WBGT 060102 LFW 0,2 o | |o
WBGT 060104 LFW 0,4 ol | o
€] | g’ WBGT 080202 LFW | 02 ol | |o
gs L/RFW | WBGT 080204 LFW 0,4 o
2= [\
/7 M & o o5 WBGT 060102 RFW 02 o | o
D WBGT 060104 RFW 0,4 ol | |o
Feed rate (mm/rev)
K WBGT 080202 RFW 0,2 o | |o
WBGT 080204 RFW 0,4 ol | |o
~ | WBGT 060102 LFX 0,2 oo
B Y/ | WBGT 060104 LFX 0,4 oo
o E ? L/REX | WBGT 080202 LFX 0,2 olo
[ WBGT 080204 LFX 0,4 olo
A =
w3
80 01 02 03 WBGT 060102 RFX 0,2 [ Jle}
Feed rate (mmirey) WBGT 060104 RFX 0,4 e0
e WBGT 080202 RFX 0,2 olo
v WBGT 080204 RFX 0,4 )
@ WBGT 0601003 LFY 0,03 o)
WBGT 060101 LFY 0,1 )
WBGT 060102 LFY 0,2 olo| | lolo
WBGT 060104 LFY 0,4 olo| | lolo
7%/ | wBGT 080201 LFY 0.1 oo
= WBGT 080202 LFY 0,2 olo
cg? WBGT 080204 LFY 0,4 olo
2| E
SR L/RFY
2 & WBGT 060101 RFY 0,1 o)
B ol WBGT 060102 RFY 0,2 o oo
o ' WBGT 060104 RFY 0,4 olo| | lolo
Feed rate (mm/rev)
WBGT 080201 RFY 0,1 olo
WBGT 080202 RFY 0,2 oo
WBGT 080204 RFY 0,4 olo
5 -
(@) =
EE 2 WBGT 060102 LW 0,2 oo ole
3 & WBGT 060104 LW 0,4 ee | O
1| 3
=5 b LIRW
G e, ‘ ‘ ‘ WBGT 060102 RW 0,2 0 ole
£ or 0z 08 WBGT 060104 RW 0,4 ee  Ope
Feed rate (mm/rev)

® = Euro stock
C92 O= Japan stock
A = To be replaced by new item



11° Positive Inserts W TRIGON TYPE

INSERTS FOR TURNING

0T 11° Relief Dimensions (mm)
80 Trlgon Type With Insert Hole WP_ [ L ic]|s]Db [ steel
1102.. | 43 | 635 | 238 | 28 M Stainless Steel
RE 1603.. | 65 | 9525 | 3,18 | 44 | I Cast Iron
Ic Non-Ferrous Metals
S Super Alloy
[¥] Hardened Steel
80>l L .
Carbide Cermet | Carbide
WP MT .....‘ N L B Coated Coated [Uncozted| Uncoated
[P] vk @I DHEE¥YR| B IO
B RCoEE R x 288233 NN ol
- ol - olo|lc|lc
® M-Class BenaniiiiiiziioiiialiEiiived | <
Application | Shape ISO Cat. No. RE 212222 < 2<ffR <222 FRFFouuE &3
% (7
£
3 g 2 WPMT 110204 NLB 04| |o AAO@®@ Q0| |o
c|%
gg‘& NLB | WPMT 160308 NLB 08| (0| | |alaj0]@|® olo| |o
a o

01 02 03 04

Feed rate (mm/rev)

Y <\ B @ @8 X B

® = Euro stock
O= Japan stock
A = To be replaced by new item 093
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Selection
ISO

T-REX Tool Holders

For High Performance Turning

For General Turning

For Solid CBN Inserts

Selection
Special for Back Facing
Small Product Turning

For High Performance Turning

For General Turning

External Holders

Turning Holder Series ..............cccoooiiiiiiiiiiiccee D2-7
Turning Holder Identification Table .. ... D8
Calculation of The Cutting Edge Position ...........ccccocceenneee D9
SumiTurn T-REX Tool Holders ..............ccccoiiiiiiiiiinenne D10-11

D Type Double Clamp Holders
DC Type Holders ...

DD Type Holders ...

DS Type Holders
DT Type Holders D15
DV Type Holders ... ... D16
DW Type HOIErS ........ceiiiiiiiiiiiiiiiiieiieieeee e D17

... D12
.. D13
D14

P Type Lever Lock and
M Type Top & Hole Clamp Holders

PC Type HOIAETS. ...t D18
PD Type Holders ... ... D19
PS Type HOlErs ........cviiiiiiiiiiiiiiicieieeee e D20-21
PT /MT Type HOlders .........ccccoueiiriniiiiiiiisiecieieiec e D22-23
PW /MW Type Holders ..........ccccoiiiiiiiiiiiiiicciciisccc e D24
C Type Clamp On Holders .............ccocoiiiiiiiiiccieeee D25-26
X Type Dimple Lock Holders .................cccooeiiiiiiiiiinnn. D27

Mini Holders Series..............coooeiiiiiiiieeeeee e
SBT Type Mini Holders

PC / SC Type Mini HOIAETS .....c.couiiiiiiiiieiiiiiesiecicieiiee e D31

PD / SD Type Mini HOIAErs .........coovoveieeriecieseseeesecieieene D32-33
PR Type Holders ............... ... D34
SR Type Holders ... ... D35
SS Type Mini Holders ..... ... D36

ST Type Mini Holders ........ ... D37
SV Type Copying HOIErs ..........ccoooiiiiiiiiiiiiiiiiciisicseia D38-39
Polygon-Shank Holders .................ccocoiiiiiiiiiiie D40

D Type Double Clamp Holders

PSC**DC Type Holders

PSC**DD Type Holders

PSC**DS Type Holders

PSC**DT Type Holders

PSC**DW Type Holders

S Type Screw Clamp

PSC**SC Type HOIAErS ......ccovevieeiiieeiee e D43
PSC**SD Type Holders ..........cccccviiiiiiiiiiiiccicieicc e D43
PSC**SS Type Holders

PSC**ST Type Holders
PSC**SV Type Holders

SI9PIOH
Jeusa)xg



D2

According to Applications

o Special Type
Application For Neg. Inserts For Pos. Inserts or Meralarer] =]
P Type P Type D Type
Lever Lock Type Lever Lock Type Double Lock Type
O)
£
c
=
=
- © D18-D22 9D31,032]  ©D12-D17 = D41-D42
© M Type S Type C Type
o Double Lock Type Screw On Type Top Clamp Type
c
O V/
o
D31-D33
% D23-D24| = o D35-D37 2D43-D45 % D25-D26
S Type D Type
T-REX Screw On Type Double Lock Type
O
£
P
Q.
(o]
(&)

=D10-D11

=D38-D39

5D43-D45| = D13, D16

Parting-Off
Grooving

GNDS, GNDM, GNDMS Type
General Grooving

GNDL, GNDLS Type
Deep Grooving

GNDF, GNDFS Type
Axial Groving

= :‘_ﬂ@

= F36-F39

2F16, F18, F20 < F36-F39|2 F16, F24 o F36-F39| = F32, F34
Sumi Grip and
CTand GWC T AP
e iy Sumi Grip Jr.

GWB Type

o F40-F44  F41

o F45-F50

Hard Grooving

= M43

= M42

Threading

LTE and STE Type

THE Type

BNGG-TT Type
Hard Threading

Pitch

1-4 mm
24-8 Threads/inch

o F54

Pitch
0,8-3mm
24-10 Threads/inch

v

= Stock in Jp.

Pitch
1-3mm

& M44

Available in Polygon-Shank-Design



Small Product Machining Tool Selection

External Turning

g Cut- Off
'_

° SCT Type
o yp
©
1%}

o

[0)
>
o
w o
o>
S0
=
(&)
Max. dia.
@5~ 16mm

Back Turning
SBT Type

N

Copying General Turning Grooving Grooving & Cut-Off
SV Type P /S Type GWC Type GND Type
SVL | SVP PDJC| SDJC
Q O
(95° N 172%') 93° [N Ploz°

Back

7° Pos.
clamp)

11° Pos.

Holder Selection for Autolathe

Offset - 0 mm Offset - 0,5 mm
Type Type
Holders Holders
Holder Holder
} Reference Reference
Position Position
—|<0 — - 0’5
mm mm
(]
£
g (J (J
Work Work
Guide Bush Guide bush
3 The position of cutting
S |Program correction is edge can be put in near
S |not necessary. guide bush through a
L program correction.
5 g [SoS% SRS | PDUC, SDJC, SDAC
3 2| svicx PCLC, SCAC
TF i STAC, SVLC
(= Stock in Japan) )

D3



Lever Lock System

B TOOLING SELECTION

Double Lock (D)

D Type "Double Clamp” Holders

for high performance machining

Application

General Turning &

General Turning & Copying

General Turning

D4

Facing
Insert Type
s 80° Diamond Type 55° Diamond Type T-REX 90° Square Type
System 55°
| I
AO—I = L _
£ o - N\ - ~ /o
I ] - - 9
ol ©
[7) - SCAC |SDJC =D32. SDAC SSBC
x £ = D31|SDHC = D32 % D33 = D36
o =
2 8
2| 2
w | o B -
lt
e 1 -
b =
@ | 2% PCLC®
x | &4 o D31
© K&
S a3
5 n- =
() Q
: | 3
- L
Qo
E 4
Sg &
f =27 E
5| =
° o
ax| o
X o
88|l &
R |
2 o X
=%
SE 3
[l =]




Top-On Clamp System

B TOOLING SELECTION

Screw Lock System

Application General Turning Copying '(I?::ln?;agl .?an(:':;
Insert Type ° Tri i
yp 60° Triangle Type 35° Dlamond Type 80° Trigon Round and Special
System Type Purpose Inserts
| | |
LI~ T—I —I_\\: il O Wy - - - x
1EINR 5 A
2 S - -
& ©
() - STAC STGC SVJB =p3s. SVVB SRDC SRSC
X é = D37 = D37 SVLC = D39 = D38 = D35 = D35
J1 %
B | » B B B - B -
SVPB = D38 SBT
SVPC = D39 % D30
4 _l 4
L) f ® =400 e
1 D DD - -|®TE 9D
- [ | |
iy o PTGN PTFN PTTN PWLN PRDC PRGC
X s © D22 © D22 2 D22 = D24 = D34 = D34
S | F
= o
o
>
2 — - - — — — - -
|
|4 |
o A
£ g L \J ' S ¢ 9 L) L || J A
[ =27 E - - - -
QA o
§ (&) MTJN MTXN MWLN CRDN CRSN
= D23 = D23 = D24 = D26 = D26
T T T T
i '
L& I i L
8% o
x| £ DTJN DTFN DVJN DWLN
S s| F 2 D15 = D15 2 D16 2 D17
2o z ' ]
£ o
2E o :' D
on .
DTGN DVQN DVVN
2 D15 > D16 = D16

D5



D6

B TOOLING SELECTION

Negative Insert Type

Application

General Turning &

General Turning & Copying

General Turning

Facing
Insert Type
s 80° Diamond Type 55° Diamond Type T-REX 90° Square Type
System 55°
= : - ~ . 7-—
A 5 B B
s | 8 — — — —
2.2 |
(7] L SCLC SDJC SSBC
X c o D43 © D43 o D43
8 =
4
s & E I
e ~ _ _ . _ _ _ _
(&)
» | P SRSCR
SDHC
o D43

Double Lock (D)
D Type

DDJN
= D41

ﬁ%@ﬁ
DDHN
= D41

D _

DSBN
= D41

B Classification System for Polygon - Shank Holder

PSC 40

- S C L

C R

27

050

09

Polygon . Clamping Holder Feed Direction . Holder Insert Cutting
Shank || S8 @D) | Isystem Style R: Right Hand | | S1Z8 @ | 1 engtn (L) Edge Length
D: Double Clamp L: Left Hand
S: Screw Clamp N: Neutral

Insert
Shape

Angle
N=0°
c=7°
P=11°

Seat Clearance




B TOOLING SELECTION

Positive Insert Type

Application

General Turning

Copying

General
Turning

Special
Turning

Insert Type
System

60° Triangle Type

35° Diamond Type

80° Trigon Round and Special
Type Purpose Inserts

Screw Lock System
S Type Mini Holder

_

[

STJC
> D44

S

SVJB = Dp44| SVJC = D45
SVHB = p44| SVHC = D45

Double Lock (D)
D Type

~

DTJN
% D42

B Classification System for Polygon - Shank Holder

PSC 50 - S T

J C R

35 060

- 16

Polygon . Clamping Holder Feed Direction . Holder Insert Cutting
shank || SZ8@D) | system Style R:RightHand | | SZ8 0 1 engn (Ly) Edge Length
D: Double Clamp L: Left Hand
S: Screw Clamp N: Neutral

Insert
Shape

Seat Clearance
Angle

N =0°

c=7°

P=11°

D7



B Catalogue Classification System for Tool Holders

4 N\
D T F N R 2525 M 16 E | (orewressome )
Clamping Holder Feed Shank Insert
System Style Direction Width Size
Chart 1 Chart 3 Chart 5 Chart 7 Chart 9
Insert Seat Clearance Shank Shank For D-Type
Shape Angle Height Length Euro- glhamping: ?wbleldamp SYSE':H% o anc
ape: riangular insert witl ° approach angle
Chart 2 Chart 4 Chart 6 Chart 8 Inserts Shok H et W s 25mm L 1 somm
\_ DDDD150600/ \_ Y,
Chart 1 Chart 2 Chart 4
Clamping System Insert Shape Seat Clearance Angle|
Symbol Clamp Types |Example of Structure|Symboll Clamp Types |Example of Structure| [Symboll  Insert Shape  |Symbol Insert Shape Symbol Relief Angle
A Paorallelogram M Rhoomb|c @ A 30 V
Top & Hole 85 86
C | Top Clamp M Clamp Type Parallelogram
B g O |Octagonal @) B | 5 J
Lever Lock _ I Dlz:mond P |Pentagonal O C 70 ‘V
Type (Insert is 80
D | Double Clamp P Supported by i
1 face) D ?éfmond <> | R |Round O ||p |15 &
Pin Lock Type Diamond o V
E (Insert is s Screw E 75° @ S |Square I:I E |20
supported by Clamp Type ;
1 face) F SD(l)aumond < T Triangular A Flose No
Chart 5 H |Hexagona O | V SDéaomond G 30° N
Feed Direction Parallelogram ) () o L_
Symbol| Right Hand Feed |Symbol|  Neutral Feed  |Symbol| Left Hand Feed K 55° ﬂ W | Trigon ‘ N 0
R EQ} N N 87 L N g@), L |Rectangular [ P 110
/ y o Special
Angle
Chart 3 Chart 6 Chart 7 Chart 8 Chart 9
Holder Style Shank Height| Shank Width | [Shank Length| | Cutting Edge
Symbol Shape  |Offset|Symbol Shape  |Offset| [Symbol Height (mm)Symbol Width (mm) | SymbolLength (mm) §ymbo|\ Length (mm)
) %, with | |12 12 12 12 F 80 Eg. for Triangle For Round
A s Nil | L A Offset| |16 16 16 16 H 100 Inserts: Inserts:
20 20 20 20 K 125 06 6,9 10 10
B ; Nil | N ﬁ ni | [25] 25 25| 25 M| 150 ||o8] 82 12] 12
I o 32 32 |32 32 N| 160 09 96 16 16
D é NIl | R { With | |40 40 40 40 P 170 11 11,0 20 20
457 751 Offset| | 50 50 50 50 Q 180 16 16,5 25 25
g S: With Shank s| 250 |[22] 220 |l[32] 32
i Diamater is
E 60; Nil | S 45 Offset| | 00 |Round shank, Shown for T 300 27| 275
Round Shank u 350 33 33,0
; With ﬁ With J
90
F Offset T 60i Offset| |2 digits are used for each For some
igits are Products, a
G With U | = : with | |dimension in mm. Hypen is used
90i Offset Offset Instead of an
With With alphabet.
J égai Offset W GOJ& Offset
! With With
. 85),
K Offset Y E Offset

D8



B Cutting Edge Dimensions by Corner Radius

(This table shows X and Y dimensions based on 0° approach angle cutting edge inclination)

Holders Dimensions(mm) Holders Dimensions(mm)
Symbol|  Shapes Corner Shapes RE | X Y |Symbol| Shapes Corner Shapes RE | X Y
04 0201 — 0,4 0,024 0,089
— | & 08 0581 - ‘ s\ o 0,8 0,048/0,178
A A"" . 12 0872 - | K 4 1 1,2 10,072| 0,268
— < JE 16 1,162 — @ Sxde L 1,6 0,096 | 0,357
bl 24 |1743] - 2.4 |0,143/0,535
0,4 10,089 0,024 0,4 10,040 0,040
S| ¢ 0,8 10,178 /0,048 ‘ s o 0,8 |0,079/0,079
B 6 S 1,2 10,268/0,072| L 5] vl 1,2 10,119/0,119
— 1,6 | 0,357 | 0,096 . 1,6 0,159 0,159
X s 24 0535|0143 s X*:/‘%é 24 |0238]0,238
R 04 0,164 |0,164 04 0,463 0,263
%* 0,8 |0,329]0,329 = / 0,8 09250471
D @O N 12 10,493/0493] N 0 IENS 1,2 |1,388/0,707
3 ) ) 4 ) ) )
l=oh 1,6 |0,658 0,658 ~ | e 7 1,6 11,850 0,943
X t 24 0,986 0,986 = 2.4 2,776 1,414
. 04 0,396 0,229 04 10,164 /0,164
E\F o 0,8 0,793 0,458 | & F e 0,8 10,329 0,329
E @ AT 12 |1,190]0687| S é)_ = 1,2 0,493/ 0,493
: RN 16 |1,587/0,916 i ',E% 16 | 0,658 0,658
24 2381|1374 o TOAL__ 2,4 10,986 0,986
04 | - 0,291 04 0,396 0,229
w 08| - 0581 L 0,8 0,793 0,458
F ggoa RE 12| - |os72| T (‘@' f RE 1,2 11,190 0,687
— | ' 16| - |1,162 - - ~ 1,6 |1,587/0,916
> 24 | - [1743 X 24 2381|1374
04 0201 — 04 |0,253/0,058
— 08 0581 - 7 5 L oo | e 0,8 |0,506 0,116
G A@ R 1,2 0872 - | U ‘4 /] 1,2 0,759 0,175
- X fow 16 1,162 - Jj 1,6 |1,013]0,233
%0 “ x e P
24 1743 - 24 1,519/0,350
0,4 10,344 0,033 0,4 |0,002/0,033
L \55 0,8 10,687 /0,079 T 5| 0,8 |0,005|0,066
J S 12 1,031/0118] Y L‘%’ 4V 1,2 /0,008/0,099
/O/ . LF 16 |1,375]0,157 _ XjfT 1,6 [0,011]0,132
95 2,4 |2,062|0,236 ~—— 2,4 10,0170,198

@ Calculation of the Nose Radius Dimensions

(Unit in mm)

Insert Shape

Calculation

Triangle B= %A - RE

Square | B=(V2-1)x (%—RE)

; 1
Rhombic B={W

1} x (%—RE)

Figures of ,A“ and ,RE" to calculate Figure ,B*

I.C. size (inch)| ,@A" dimensions (mm) | |Nose symbol|Size (inch)| ,RE" dimension (mm)
- 15/32 3,9688 02 (0) 0,203
- 16/32 4,7625 04 1/64 0,397
- |7/32 5,5562 08 2/64 0,794

2/8 8/32 6,3500 12 3/64 1,191
- 1 7,9375 16 4/64 1,588

38| — 9,5250 24 6/64 2,389

4/8 - 12,7000

5/8 - 15,8750

6/8 - 19,0500

8/8 | — 25,4000
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RIGIDITY - ECONOMY - PRECISION

B Advantages

@ T-REX Inserts for Maximum Economy

With 6 cutting edges and a 55 degree included angle - T-Rex is
the intelligent alternative to profile turning with a traditional 4 edge
DNMG insert.

@ Biting Performance from T-REX Teeth

The double clamp tool holder and powerful teeth of T-REX lock
the insert to eliminate movement, dramatically improving tool life,
machining accuracy, and cutting edge

security.

@ T-REX clamping for maximum rigidity 50 % more

cutting edges than a DNMG Insert

55° included angle

@ Application Range

Double action clamp

g
&)
1
!

GU

N
o
Il
T

Depth of cut (mm)

[N
o
Il
T

LU, SU

T-REX teeth

Feed rate (m;’n/rev)

B Application
Examples

® 20Cr4 Shaft

33 % cost saving

33 % - 50 %
N T-REX === , T-REX =
l@,, Competitors Competitors
s DNMG ‘ ‘ DNMG = ‘

® 25CrMo4 Gear

1,3 times long tool life

100

100

67
Total cost Total cost

Insert:
Cutting data:

TRM551708-GU, AC2000

V= 150 m/min, f = 0,25 mm/rev,

Insert:
Cutting data:

TRM551708-LU, AC900G
Ve= 220 m/min, f = 0,2-0,3 mm/rev, a, < 1,0 mm, Wet

ap <2,0 mm, Wet

B Recommendations
@ Depth of Cut

@ Approach Angle

@ Insert Clamping

(k)

DTR55C
typ holder:
93°

DTR55Q
typ holder:
105°

Max. ap =2,5mm

@ = Euro stock
O = Japan stock

D10

(k) Angle of major cutting edge

DTR55Q
typ: 15°

DTR55C
typ: 23°

95,5°

C-Type:
Q-Type: 107,5°

Torque
between 3,5-4,5Nm

@ Recommended Tightening Torque (N-m)



External Turning & Copying

SumiTurn

(e, )
DTR55C | o
= ©
Proﬂﬂng f, c;;"DLH
j]L 7 LF
B Spare Parts
O |_I|_ Il
. HOlderS Above figures show right hand tools.
Cat. No Stock Dimensions (mm) ol Sori s Shi s Wrench | Wrench
. No. RILIHTREL B TLF L] wr amp | Spring | Screw im crew | Wrencl renc
DTR 55C-R/L 2020-K17 ® | ® | 20 | 20 | 20 |125| 35 | 25 BX0520 BFTX0307N
TRCP3 | S-SP4-20 TRW5505 TSW040 | TRX10™
DTR 55C-R/L 2525-M17 ® @ |25 |25| 25 |150| 35 | 32 3,54,5C 2,0&
Y — ) Note: Wrench (TRX) for shim clamp screw is not included.
DTR55Q . -
<
Prqfiling _ ﬁ \Q‘oLH
-8°
| LF B Spare Parts
— ! i @ & A
7 \\\\\ ’J N 5 9
P& 22 PO A
. HOlderS Above figures show right hand tools. ‘/
Cat. No Stock Dimensions (mm) ol Sori s Shi s W
. No. RILI H IR B TLETLH] W amp | Spring | Screw im crew | Wrencl renc
DTR 55Q-R/L 2020-K17 ® | ®| 20|20 | 20 |125]| 35 |28,5 BX0520 BFTX0307N
TRCP3 | S-SP4-20 TRW5505 TSW040 | TRX10%)
DTR 55Q-R/L 2525-M17 ® @ | 25|25 25 |150| 35 | 32 3,5-4,5( 2,0
) Note: Wrench (TRX) for shim clamp screw is not included.
B Inserts
Coated Carbide et
S T glaslas5|y
=] S| o | & L | 3| 8
Applic Shape Ordering No. RE g 2| 2|2 |12 | B
02 - ¢ TRM 551704-FL 04 o Q
2% 551708-FL | 08 0 0 RE
ic 210,0
TRM 551704-LU 04 ® | O | A | A | A @)
o 551708-LU 0,8 ® | O | A | A | A o)
% 551712-LU 1,2 O | O | A | A @)
£ TRM 551704-SU 04 o A o | O 55°
551708-SU 0,8 O | A | A o | O
551712-SU 1,2 O A Q
3 g TRM 551704-GU 04 O | O| A | A | A | O
£ 551708-GU 0,8 O| O | A | A| A | O Applicaton  p  Steel
= GU 551712-GU 1,2 Qo @) A A A M Stainless steel
® Recommended Cutting Conditions Jmmmt  Cutting speed (mimin)
Grad Coated Carbide Coated Cermet
ade AC810P ACB8025P AC820P AC830P AC630M T3000Z
Low carbon steel 220 400| 150 350 | 150 350 120 300 | 120 300 |100 400
Work I 1 I 1 I 1 f d F M
materials | \1°Y Stee! 150 300 |100 250 |100 250 |sp 00 |80 230 | 100 250
. — r—
Stainless steel 50 150 100 160
Finishing © O O O O @)
Aprp:l::gon Medium cutting O @) ©) O @) O
Interrupted cutting O O © O O
© Preferred choice O Suitable
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Tool Holders for neg. Inserts CN

B Characteristics

Insert is clamping firmly for improved fracture
resistance.

High indexing accuracy improves machining
accuracy.

Insert can be changed from below the holder.
Suitable for high efficiency machining and inter-
rupted cutting in hardened steel.

B Clamp Mechanism B Index Accuracy Comparison (Length Wise)
Secured in two directions and supported by two faces. D Type Tool Holders

0,02

0,02

Dimensional Shift (mm)

No. of Indexes

Lever Lock
=3 0,02
£
£
50
-§, 1\2 3 4 5 6 7 8 9 10
g 002
E
Insert can be changed from below the holder. No. of Indexes
General Turning and Facing 'V
W Inserts
o o~ ma) Fo.
DCLN . . © CNMG 120408 N-GU
L © mI ® CNMG 160608 N-GU
2 5 © CNMM 190612 N-HG
E{H N-GU ® CNMM 250924 N-HU
LIS -5 : LF
- {e)
| M Spare Parts
e |II TRX
— 3
: " =
\\' ) q)
. HOIderS Above figures show right hand tools. 6}’? IHL E
Stock Dimensions (mm . Clamp . Shim
Cat. No.
at. No RIL A TR B LE]LH | W Clamp | Spring bolt Shim Screw Wrench | Wrench
BFTX0409N
DCLN R/L 2020 K12 ® @20 |20 |20 |125| 32| 25 - CNS1204 TRxts® | LH040 o
DCLN RI/L 2525 M12 e ®|25|25|25|150| 32 | 32 50 34 LH025
DCLN R/L 2525 M16 e | @[ 25| 25| 25(150| 32 | 32 BFTX0509N LH040
(k)
DCLN R/L 3232 P16 e @ |32 |32|32|170| 32 | 40 SCP3 5,06 ONS1608 500 TRRAO0TH 1oos | @
BFTX0511N
DCLN R/L 3232 P19 e @ |32 |32|32|170| 42 | 40 SCP5 CNS1906 TRY0® | LH040
DCLN R/L 4040 S19 ® o | 40 | 40 | 40 | 250 | 42 | 50 5,06 500 LHO2S | @ |
BFTX0615N
DCLN R/L 4040 S25 ® o | 40 | 40 | 40 | 250 | 53 | 50 SCP6 CONS2509 TRD25% | LH060
6,0@ 756 (4

) Note: Wrench (TRX / TRD) for shim clamp screw is not included.

D1 2 @ = Euro stock Q = Delivery on request @ Recommended Tightening Torque (N-m)



Tool Holders for neg. Inserts DN

General Turning and Copying

H Inserts
Eg.
s [ °)
T @ @ DNMG 150408 N-GU
s %i / » @ DNMG 150608 N-GU
LF N-GU
. B Spare Parts
T
%I |é ‘ |Ii Ty ;
& N, : b @
. HOlderS Above figures show right hand tools. E
Stock Dimensions (mm | Clamp . Shim
Cat. No.
RILI B TR B [ tF | wr Clamp | Spring bolt Shim Screw Wrench | Wrench
DDJN R/L 2020 K15 20 | 20 | 20 [125| 38 | 25 DNS1504 (1)
DDJN R/L 2020 K15E ® ® | 20 | 20 | 20 |125| 38 | 25 scp2 DNS1506 — " (2]
DDJN RI/L 2525 M15 o 25| 25 | 25 [150 | 38 | 32 DNS1504| TRXIST] LHO4O |~ g
DDJN R/L 2525 M15E ® @ | 25| 25|25 150 38 | 32 50 |DNS1506] 34@ (2}
) Note: Wrench (TRX) for shim clamp screw is not included.
B Inserts
e N
DDHN s 79 ]
ﬁ o @ @ DNMG 150608 N-GU
_8° DN LH
4 LF N-GU J
o ; B Spare Parts
1
N o1t ﬁ - _ |
II | i A o )
\\\ ¥, 2 & o
. HOlderS Above figures show right hand tools. E
Stock Dimensions (mm .| Clamp . Shim
Cat. No.
RILI A THE B I LF LA | wF Clamp | Spring bolt Shim S Wrench | Wrench
DDHN R/L 2020 K15E ® o | 20 | 20 | 20 |125| 35 | 25 SCP2 DNS1506 BFTX0409N R15% | LHoao | @
DDHN R/L 2525 M15E ® o | 25| 25|25 150 35 | 32 500 34
) Note: Wrench (TRX) for shim clamp screw is not included.
M Inserts
y Eg.
(DDNN|  EDesZ :
63" @ @ DNMG 150608 N-GU
LF N-GU

N

B Spare Parts

\©—/ %Tgﬁ E3i

(T g .
. HOlderS Above figures show right hand tools. g
Dimensions (mm .| Clamp ) Shim
Cat. No.
Stock TR T T VR Y= Clamp | Spring bolt Shim Screw Wrench | Wrench
DDNN R/L 2020 K15E [ 20 | 20 | 20 [125| 40 |10,5 SCP2 DNS1506BFTX0409N Y °
DDNN RIL 2525 M15E e | 25| 25|25 150 40 |13,0 500 34@ | X197 LH040

) Note: Wrench (TRX) for shim clamp screw is not included.
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Tool Holders for neg. Inserts SN

General Turning and Facing

W Inserts
Eg.
o © SNMG 190612 N-UZ
@A SNMM 250724 N-HU
LF © SNMM 250924 N-HU
> N-UZ, N-HU
B Spare Parts
T TRX
L . '
S E ;
. HOIderS Above figures show right hand tools. 6;"' IHL E
Stock Dimensions (mm . Clamp . Shim
Cat. No.
RILI A Tael B I LF L | wr Clamp | Spring bolt Shim Screw Wrench | Wrench
DSBN RIL 3232 P19 o e 323232 170| 45| 27 SCP5 506 |SNS1906| 100 | TRX20%|LH040 LS| @
DSBN R/L 4040 S2507 ® o | 40 | 40 | 40 |250| 58 | 35 SNS2507 [BFTX0615N " [2)
SCP6 TRD25%| LH060
DSBN R/L 4040 S2509 ® @ | 40 | 40 | 40 |250| 58 | 35 6,0 |SNS2509| 7,5 [3)
) Note: Wrench (TRX / TRD) for shim clamp screw is not included.
B Inserts
s A
DS D N % @ @ SNMG 190612 N-UZ
- LF A SNMM 250724 N-HU
© SNMM 250924 N-HU
N-UZ, N-HU J
B Spare Parts
L T
I TR®
() . -
\\u @ ﬁ E
. HOIderS Above figures show right hand tools. 6;'/? IR E
Dimensions (mm) . Clamp . Shim
Cat. No.
Stock HIrEl B I LFILH  We Clamp | Spring bolt Shim S Wrench | Wrench
DSDN N 3232 P19 e 3232 32 170| 50 | 16 SCP5 5,06 |SNS1906| FIOSIN | TRX20% LKL LA @
DSDN N 4040 S2507 ® 40 | 40 | 40 [250| 63 | 20 SNS2507 |BFTX0615N . [2)
SCP6 TRD25"| LH060
DSDN N 4040 S2509 ° 40 | 40 | 40 [ 250 | 63 | 20 6,0 |SNS2509| 7,5Gn [}

) Note: Wrench (TRX / TRD) for shim clamp screw is not included.

D1 4 @ = Euro stock Q = Delivery on request & Recommended Tightening Torque (N-m)



Tool Holders for neg. Inserts TN

General Turning and Facing

M Inserts
= A ) 9.
'
DTJN = °
v @ TNMG 160408 N-GU
-5 J<tH LF N-GU
Ie}
— 150 '
LLT%% B M Spare Parts
T
T
| HOlderS Above figures show right hand tools. g
Stock Dimensions (mm .| Clamp n Shim
Cat. No.
RILI A TRET B I LF I LH | WF Clamp | Spring bolt Shim Screw Wrench | Wrench
DTGN R/L 2020 K16 ° 20 | 20 | 20 |125| 31 | 25 SCP1 TNS1604 BFTX0307N TRX10% | LHoa o
DTGN RIL 2525 M16 o|e| 25| 25| 25 150| 31 | 32 500 20@ | X107 LHO40
) Note: Wrench (TRX) for shim clamp screw is not included.
M Inserts
Eg. \
[T
DTGN =l "
91° @ TNMG 160408 N-GU
. LH
-5
0 LF N-GU J
— 150
“ﬁ% B W Spare Parts
T
T
! .'I".
b %
. HOlderS Above figures show right hand tools. g
Stock Dimensions (mm .| Clamp . Shim
Cat. No.
RILI A IR B TLETLH W Clamp | Spring bolt Shim S Wrench | Wrench
DTGN R/L 2020 K16 a 20 | 20 | 20 |125| 31 | 25 ScP1 TNS1604 BFTX0307N TRX10% | LH040
DTGN R/L 2525 M16 ® o 25 2525|150 31 | 32 500 2,0 o
) Note: Wrench (TRX) for shim clamp screw is not included.
M Inserts
Eg.
wi 91] i
‘DTFN | £ e °
m @ TNMG 160408 N-GU
|* LF
-5° X N-GU
© P
LLT% |Ii B Spare Parts
T
! .’."-
b o %
. HOlderS Above figures show right hand tools. g
Stock Dimensions (mm .| Clamp n Shim
Cat. No.
RILIH IR B TLETLH W Clamp | Spring bolt Shim S Wrench | Wrench
DTFN R/L 2020 K16 a 20 | 20 | 20 |125| 30 | 25 SCP1 TNS1604 BFTX0307N TRX10% | LHoa o
DTFN R/L 2525 M16 ® o 25 2525|150 30 | 32 50 20@ ° 040

) Note: Wrench (TRX) for shim clamp screw is not included.
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Tool Holders for neg. Inserts VN

General Turning and Copying

M Inserts

o s 1) F9
DVJN s 4 i
= B> g NG 160408 N-GU
N ‘/33° LF N-GU
N LH
- - . B Spare Parts
£ T .
& 3 5
. HOIderS Above figures show right hand tools. E
Stock Dimensions (mm) . Clamp . Shim
Cat. No.
RILI H TR B IiFILH | W Clamp | Spring bolt Shim Screw Wrench | Wrench
DVJN R/L 2020 K16 ® | ® 20 |20 |20 |125| 35 | 25 BFTX0307N LH040
SCP4 VNS1604 )
DVJN RIL 2525 M16 e e| 25| 25 25 150 35 | 32 500 206 N0 hoos | @
) Note: Wrench (TRX) for shim clamp screw is not included.
W Inserts
TPt N
DVQN s @
Q = B> g ynwG 160408 N-GU
117,5° LF
-10° K
= LH ne -~
% ® B Spare Parts
t =] :
- . : i
iz 4 5
. HOIderS Above figures show right hand tools. E
Stock Dimensions (mm) . Clamp . Shim
Cat. No.
RILI H TR B TiFILH W Clamp | Spring bolt Shim Screw Wrench | Wrench
DVQN R/L 2020 K16 ® | ® 20 |20 |20 |125| 35 | 25 BFTX0307N LH040
SCP4 VNS1604 )
DVQN RIL 2525 M16 e | 25| 25| 25|150| 35 | 32 500 20¢ | ™0 hoos | @

) Note: Wrench (TRX) for shim clamp screw is not included.

( \ |

Eg. \
DVWN| =% < m
/ e @ VNMG 160408 N-GU
725°
' LF N-GU
= A N\ LH ~
Y B Spare Parts
= LILT% =

B Holders ‘!

h =
[0]
Above figures show right hand tools. E
Dimensions (mm) . Clamp . Shim
Cat. No.
at. No Stock HIrEl B T LF I LH | WF Clamp | Spring bolt Shim S Wrench | Wrench
DVVN N 2020 K16 (] 20 | 20 | 20 |125| 37 |10,0 BFTX0307N LHO040
SCP4 VNS1604 )

DVVN N 2525 M16 ° 25 | 25 | 25 {150 | 37 (12,5 50 2,0 TRX10 LH025 o

) Note: Wrench (TRX) for shim clamp screw is not included.

D1 6 ® = Euro stock

@ Recommended Tightening Torque (N-m)



Tool Holders for neg. Inserts WN

General Turning and Facing

M Inserts
DWLN R - J—
A -6 N-GU
= © LH
© o [© =3 B Spare Parts
t =) »
»' =
| HOlderS Above figures show right hand tools. E
Stock Dimensions (mm .| Clamp n Shim
Cat. No.
RILI A TRET B T LF LR | WF Clamp | Spring bolt Shim Screw Wrench | Wrench
DWLN R/L 2020 K08 ® @ | 20|20 |20 |125| 32| 25 BFTX0409N LHO040
SCP2 \WNS0804 *
DWLN RIL 2525 M08 o e | 25| 2525|150 32 | 32 500 346 | 5T g5 | @

) Note: Wrench (TRX) for shim clamp screw is not included.
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Tool Holders for neg. Inserts CN

General Turning and Facing

— W Inserts
PCBN .
" © CNMG 120408 N-GU
@A CNMG 160612 N-GU
LF © CNMM 190612 N-HG
/o N-GU N-HG
R B Spare Parts
— — J
Vel
o & &
. HOIderS Above figures show right hand tools. nse
Stock Dimensions (mm) Lever Clamp . .
Cat. No.
RIL| H|H|B]|LF|LH| W pin bolt Sl STl G )
PCBN R/L 2020 K12 ® | 0| 20 |20 |20 |125| 27 | 17
PCBN R/L 2525 M12 ® | ® 25|25 |25 (150|27,7| 22 LCL4SD | LCS42BS-SD | LSC42SD | LSP4SD | LH030 1)
PCBN R/L 3225 P12 Q|e | 32 |32|25(170|27,7| 22
PCBN R/L 2525 M16 Q|e| 25| 25|25 |150|31,7| 22
LCL5SD | LCS5B-SD | LSC53SD | LSP5SD | LH030
PCBN R/L 3225 P16 Q|e | 32 |32|25(17031,7| 22
PCBN R/L 3232 P19 ® | ® 32|32 )|32|170|37,9| 27 LCL6SD | LCS6B-SD | LSC63SD | LSP6SD | LH040
B Inserts
PCLN = i
= @ CNMG 090308 N-SU
T . 4 ® CNMG 120408 N-GU
u 5 J(;ODC% LF © CNMG 160612 N-GU
O
= | ) N-GU N-HG @O CNMM 190612 N-HG
- o LH
o]
f B Spare Parts
ul A F
T
\ J T
ol
o &2 & |
. HOIderS Above figures show right hand tools. nsert
Stock Dimensions (mm) Lever Clamp . o
Cat. No.
RIL|H[H B [LF|LH|wF pin bolt Sl e e
PCLN R/L 1616 HO9 e o | 16 | 16 | 16 |100|25,7| 20
PCLN R/L 2020 K09 ® | 0| 20 |20 | 20 |125| 27 | 25 LCL3SD | LCS3TB-SD | LSC32SD | LSP3SD | LH025 1)
PCLN R/L 2525 M09 Q|Q|25|25|25|150| 27 | 32
PCLN R/L 1616 H12 ® o 16 | 16 | 16 |100|26,1| 20 LCS 4CA
PCLN R/L 2020 K12 ® 0| 20 | 20 | 20 |125|27,4| 25
LCL4SD LSC42SD | LSP4SD | LH030 [2)
PCLN R/L 2525 M12 ® | ® 25|25 |25 (150 28 | 32 LCS42BS-SD
PCLN R/L 3225 P12 ® | ®| 32|32 |25 |170| 28 | 32
PCLN R/L 2525 M16 ® 0| 25| 25|25 |150|32,6| 32
PCLN R/L 3225 P16 ® | 0|32 |32|25(17032,6| 32 LCL5SD | LCS5B-SD | LSC53SD | LSP5SD | LHO030 [}
PCLN R/L 3232 P16 ® o 32| 32|32 170|32,6| 40
PCLN R/L 2525 M19 Q|e | 25|25 |25 (150 37 | 32
PCLN R/L 3225 P19 Q|0 32 (32|32 |170| 38 | 32
LCL6SD | LCS6B-SD | LSC63SD | LSP6SD | LH040 [4)
PCLN R/L 3232 P19 Q|0 32|32]32|170| 38 | 40
PCLN R/L 4040 S19 Q| Q)| 40 | 40 | 40 | 250|37,8| 50

® = Euro stock

D18

Q = Delivery on request




Tool Holders for neg. Inserts DN

General Turning and Facing

M Inserts
[ m Eg.
| [[‘ = foe
Joo . @ # © DNMG 110408 N-GU
RS (&) ® DNMM 150608 N-HG
LH N-GU N-HG

LF

B Spare Parts

. HOlderS Above figures show right hand tools. Insert
Stock Dimensions (mm
Cat. No. RILI RTAE T B ILF (LH WE Lz;/ner Cllaa(l)rlr:p Shim | Shim pin |Wrench

PDJN R/L 1616 H11 ® o | 16 | 16 | 16 |100| 30 | 20

PDJN R/L 2020 K11 ® @ | 20 | 20 | 20 |125| 30 | 25 LCL3D-SD| LCS3TB-SD | LSD32SD | LSP3SD | LH025 (1)
PDLN R/L 2525 M11 ® o | 25|25 |25 150 30 | 32

PDJN R/L 2020 K15 ® o | 20 | 20 | 20 |125|34,7| 25

PDJN R/L 2525 M15 ® o | 25| 25| 25 150 34,7| 32 LCL4D-SD | LCS5DB-SD | LSD42SD | LSP4SD | LH030

PDJN R/L 3225 P15 ® | ® | 32| 32| 25 170 (34,7| 32 e
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Tool Holders for neg. Inserts SN

General Turning and Chamfering

M Inserts

Eg.
By . @ SNMG 120408 N-GU
LF @ SNMG 150612 N-GU
® SNMM 190612 N-HG
N-GU N-HG

T B Spare Parts

- — J
& L &
. HOIderS Above figures show right hand tools. Insert
Stock Dimensions (mm
Cat. No. T T s T (LH )WF Lg}’:r CI'O""O’RD Shim | Shim pin [Wrench
PSBN R/L 2020 K12 ® | ® | 20 | 20 | 20 |125|27,5| 17
PSBN RIL 2525 M12 o o 25| 25| 25 | 150|275 22 LCL4SD | LCS42BS-SD | LSS42SD | LSP4SD | LH030 (1]
PSBN R/L 2525 M15 ® @ 25 25|25 |150| 32 | 22
PSBN RIL 3225 P15 ole 32132 25 170 32 | 22 LCL5SD | LCS5B-SD | LSS53SD | LSP5SD | LH030
PSBN R/L 3232 P19 e o 32 32| 32/|17039,2| 27 LCL6SD | LCS6B-SD | LSS63SD | LSP6SD | LH040
— B Inserts
PSDN
@ 6 @ SNMG 090308 N-UG
. @A SNMG 120408 N-GU
© SNMM 190612 N-HG
«"o N-GU N-HG
LF
B Spare Parts
—
0:#:1:::@
= & Vol
M Holders Insert
Dimensions (mm
Cat. No. Stock HIrE ] B | L (LH )WF L(;/:r CLaorIrtlp Shim | Shim pin |Wrench
PSDN N 1616 HO9 (] 16 | 16 | 16 | 100 | 21 | 8,3 LCL3SD | LCS3TB-SD | LSS32SD | LSP3SD | LH025 (1]
PSDN N 2020 K12 ° 20 | 20 | 20 |125|27,6(10,3
PSDN N 2525 M12 ° 25 | 25 | 25 |150|27,6(12,8 LCL4SD | LCS42BS-SD | LSS42SD | LSP4SD | LH030 2}
PSDN N 3225 P12 ® 32 | 32 | 25 (170 (27,6 (12,8
PSDN N 3225 P19 ] 32 | 32 | 25 |170 |40,6| 13
PSDN N 3232 P19 ° 32 | 32 | 32 | 170 406|165 LCL6SD | LCS6B-SD | LSS63SD | LSP6SD | LH040 (3]

D20
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Tool Holders for neg. Inserts SN

General Turning and Facing

— H Inserts
PSKN 5. o0 ®
v Fmy . @ SNMG 120408 N-GU
) _ @ SNMG 150612 N-GU
o © SNMM 190612 N-HG
—Rol. = LF N-GU N-HG
- LH
B Spare Parts
-~ J 2 T
> &
s & & -
. HOlderS Above figures show right hand tools. nse
Stock Dimensions (mm Lever Clamp . e
Cat. No. .
RILIHITHFI BT LFTLH wr pin bolt Shim | Shim pin |\Wrench
PSKN R/L 2020 K12 ® | 0| 20 | 20 | 20 | 125|22,7| 17
PSKN R/L 2525 M12 ® o | 25| 25|25 150|22,7| 32 LCL4SD | LCS42BS-SD | LSS42SD | LSP4SD | LH030 (1]
PSKN R/L 2525 M15 [m] 25 | 25 | 25 [150| 32 | 32
PSKN R/L 3225 P15 ® | 32 )|32|25 (170 32 | 32 LCL5SD LCS5B-SD | LSS53SD | LSP5SD | LH030 (2]
PSKN R/L 3232 P19 Q 32 | 32 | 32 |170(33,7| 40 LCL6SD LCS6B-SD | LSS63SD | LSP6SD | LH040 (3]
B Inserts
PSSN
. @ é © SNMG 120408 N-GU
wN45° ) @ SNMG 150612 N-GU
©)
Q ¢ §>) e © SNMM 190612 N-HG
B % o \ LF2 N-GU N-HG
LF
" B Spare Parts
- —
L e
- x b@ o5 > &
N4 e et
. HOlderS Above figures show right hand tools. nse
Stock Dimensions (mm) Lever Clamp . L
Cat. No.
RIL|H[H ] B [LF[tr2]tH [WF| »pin bolt St | S i JERe
PSSN R/L 2020 K12 ® | ® | 20 | 20 | 20 |125|116,7|29,3| 25
PSSN R/L 2525 M12 ® o | 25| 25| 25 150 (141,7/129,3| 32 | LCL4SD | LCS42BS-SD | LSS42SD | LSP4SD | LH030 (1]
PSSN R/L 3225 P12 ® | 0| 32| 32| 25 |170161,7/29,3| 32
PSSN R/L 2525 M15 ® | ® 25| 25| 25 |150(139,8/ 32 | 32
PSSN R/L 3225 P15 a 32 | 32 | 25 | 170(159,8/ 32 | 32 | LCL5SD LCS5B-SD | LSS53SD | LSP5SD | LH030 (2]
PSSN R/L 3232 P15 ® 0| 32| 32| 32170 (159,8/ 32 | 40
PSSN R/L 3232 P19 ® o 32| 32| 32|170 |157,5/40,2| 40 | LCL6SD LCS6B-SD | LSS63SD | LSP6SD | LH040 (3]
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Tool Holders for neg. Inserts TN

General Turning and Facing

B Inserts
(o o a1 )
PTGN S o : - )
® © TNMG 160408 N-GU
J‘ A ® TNMM 220412 N-HG
. > LF
| = N-GU N-HG .
LH
- % i B Spare Parts
y
[T
— ) e VL
. HOIderS Above figures show right hand tools. Insert
Stock Dimensions (mm Lever Clamp . N
Cat. No.
RIL| HIH | B]LF[LH W pin bolt Sl S i [ ETEn
PTGN R/L 1616 H16 ® o | 16 | 16 | 16 |100| 20 | 20
PTGN R/L 2020 K16 ® o | 20 | 20 | 20 |[125| 20 | 25 LCL3SD | LCS3TB-SD |LST317SD| LSP3SD | LH025 (1]
PTGN R/L 2525 M16 ® o | 25| 25 | 25 |1501(22,2| 32
PTGN R/L 2525 M22 ® @ 25 25| 25 |15028,7| 32
PTGN R/L 3225 P22 [} 32 | 32 | 25 |170 28,7 | 32 LCL4SD | LCS42BS-SD | LST42SD | LSP4SD | LH030 2]
PTGN R/L 3232 P22 ® | ® | 32 | 32| 32|170|28,7| 32
B Inserts
w| . (5} m \
PTFN | o ,
© TNMG 160408 N-GU
*j;‘ L ® TNMM 220412 N-HG
) -
_ITO - LH N-GU N-HG J
0 B Spare Parts
y
L
I
R I b & V) O
. HOIderS Above figures show right hand tools. Insert
Stock Dimensions (mm Lever Clamp . .
Cat. No.
RIL|H|H| B |LF|LH| W pin bolt Sillin | S i [ ETE
PTFN R/L 1616 H16 ® o | 16 | 16 | 16 | 100 (19,7| 20
PTFN R/L 2020 K16 ® o | 20 | 20 | 20 |125|20,2| 25 LCL3SD | LCS3TB-SD |LST317SD| LSP3SD | LH025 (1)
PTFN R/L 2525 M16 ® | ® | 25| 25| 25 |150(20,2| 32
PTFN R/L 2525 M22 ® 0O 25| 25 | 25 |150|25,2| 32
LCL4SD | LCS42BS-SD | LST42SD | LSP4SD | LH030 2]
PTFN R/L 3225 P22 ® @ | 32| 32|25 |170(25,2| 32
B Inserts
‘PTTN ] )
o © TNMG 160408 N-GU
® TNMM 220412 N-HG
LF N-GU N-HG J
-2 B Spare Parts
S : & T H
. HOIderS Above figures show right hand tools. Insert
Dimensions (mm) Lever Clamp . I
Cat. No.
RIL|H[H | B [LF|LH W pin bolt S| ST
PTTN R/L 2020 K16 Q|Qa)| 20 | 20 | 20 |125(25,9| 17
LCL3SD | LCS3TB-SD |LST317SD| LSP3SD | LH025 [1)
PTTN R/L 2525 M16 [} 25 | 25 | 25 | 150 (25,9 | 22
PTTN R/L 3225 P22 ® | 31| 32| 25|170|31,9| 22
LCL4SD | LCS42BS-SD | LST42SD | LSP4SD | LH030 2]

@ = Euro stock
O = Japan stock

Q = Delivery on request @ Recommended Tightening Torque (N-m)
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Tool Holders for neg. Inserts TN

General Turning and Copying

B Inserts
‘MTIN| = T )
";"] = E3 ) 0 G 160408 N-GU
@ TNMM 220412 N-HG
e N-GU N-HG
N * o LF B Spare Parts -
~ %o
A E P
T
- % Y (=)
— TP 7 ;
. HOlderS Above figures show right hand tools. E
Stock Dimensions (mm Shim . Clamp .
Cat. No. .
RILI A THE B [ tF e wr Wedge pin Shim bold Nut | Ring |Wrench
MTJIN R/L 2020-33 (K16) ® | ® 20| 20 | 20 |125| 37 | 25 MP317 BHA0525
MMW30 STW323 CPM32N| ER04 | LH030 | @
MTJIN R/L 2525-33 (M16) ® | ® 25| 25|25 (150 | 37 | 32 MP320 406
MTJN R/L 2525-43 (M22) ® @ | 25|25 |25 |150| 37 | 32 BHA0625 LH030
MMWA40 | MP420 |STW434 CPM43N| ERO05 2}
MTJIN R/L 3225-43 (P22) O[O0 |32|32 |25 170 37 | 32 450 LHO040
10°
e B Inserts
o mnm=era )
MTXN : m )
@ TNMG 160408 N-GU
i LH @ TNMM 220412 N-HG
o &LF N-GU N-HG J
O,
- B Spare Parts
.
— (=)
% il e \/ M T
. HOlderS Above figures show right hand tools. E
Stock Dimensions (mm Shim . Clamp .
Cat. No.
RILI A TR B [ tF e wr Wedge pin Shim bold Nut | Ring |Wrench
MTXN R/L 2020-33 (K16) O|O| 20| 20| 20 |125| 32 | 25 MP317 BHA0525
MMW30 STW323 CPM32N| ER04 | LH030 | @
MTXN R/L 2525-33 (M16) OO | 25|25 | 25 150 | 32 | 32 MP320 4,06
MTXN R/L 2525-43 (M22) o 25|25 |25 |150| 38 | 32 MMWA40 | MP420 |STW434 Bﬂfsoif CPM43N| ERO05 |LH030,040f @
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Tool Holders for neg. Inserts WN

General Turning and Facing

————\ M Inserts
L o
MWLN : ..
] © WNMG 080408 N-GU
' ‘9‘0\- <jcg3 LF @ WNMM 080412 N-HG
® % € LH N-GU N-HG
- O .
@y B Spare Parts
_ —— T T
()
i
iukedNe7e .
. HOIderS Above figures show right hand tools. E
Stock Dimensions (mm) Shim .| Clamp )
Cat. No.
RILIH H I B ILFILHIW Wedge pin Shim bold Nut | Ring |Wrench
MWLN R/L 2020-43 (KO8) | O | Q| 20 | 20 | 20 |125| 32 | 25 MP416 BHAQ625| CPM43S
MWLN RIL 252543 (M08) | ® | ® | 25 | 25 | 25 150 | 32 | 32 MWW40 SWWA33 Ero4 | 1100 1 g
MP420 45@ |CPM43N LHo40 |
MWLN R/L 3225-43 (P08) Q|0 |32 |32|25|170| 32 | 32 ’
P Type Lever Lock Holders
M Inserts

PWL N I%__ o Eg.
A 5 ‘POU% W @ WNMG 060408 N-SU

LF

O R
=0 % LH NS
@ B Spare Parts

b e Y O &

M Holders Insert

Above figures show right hand tools.

Stock Dimensions (mm) Lever Clamp . Shim
Cat. No.. . .

RIL| HH| B |LF|LH|wWF pin boit | oMM pin | Wrench

PWLN R/L 2020 K06
® 0| 20 |20 |20 |125| 27 | 25

(PWLN R/L 2020-33) LCL3SD |LCS3TB-SD| LSW317 | LSP3SD | LH025 o

PWLN R/L 2525 M06 ® | 0| 25|25 |25 |150| 27 | 32

D24 @ = Euro stock Q = Delivery on request & Recommended Tightening Torque (N-m)
O = Japan stock



C Type Top Clamp Holders

Fig.1 Fig.2 . |nseI’tS

[[[J
& T © CNGN0903™
P/ L
b SE ‘ © CNGN1203"
5" LH

© CNGN1204™
Nl g

B Spare Parts

zlo @@
. H0|del'S Above figures show right hand tools. Rt 'C"/J §
Stock Dimensions (mm) Insert |Clamp | .. | Shim =
Cat. No.. .

RIL| H|HF| B | LF | tH | wF [wr2Fig.| ™ |protector| bolt | SM™ | pin | Wrench
CCLN R/L 2525 M09 a 25 125|125 (150| 25 | 32| 7 1 CBC0903 SCN0903 (1)

CCM8UL WB8-22T SPP3 | LT27
CCLN R/L 2525 M12-03 25 | 25|25 (150 30 | 32 | 7 1 CBC4 SCND433 (2]
CCLN R/L 2525 M12-04 | Q 25 125|125 (150| 30 | 32| 7 2 |CCM8-LONG| CBC4 | WB8-30 |SCND433| SPP3 | LH040 (5)

Fig.1 Fig.2 . |nsertS

&-‘9“
e A © SNGN0903™*
L o LF ® SNGN1203*
-5° © SNGN1204™
| ||

B Spare Parts

. HOlderS Above figures show right hand tools. Rl V’J %
2
Stock Dimensions (mm) Insert | Clamp . Shim . -
Cat. No. .
RIL| H[H[ B [LF]LH][WF |wr2]Fig. Clamp | otector| bolt | SMM | pin | SPing | Wrench
CSBN RI/L 2525 N09 o 25 | 25| 25 (160 30 [21,5] - | 1 CBS13 SSN0903 o
CCMBUL WB8-22T - - | LHo40
CSBN R/L 2525 N12-03 | O 25 | 25| 25 (160 35 [21,5] - | 1 CBS14 SSND423 ®
| CSBNRIL2525N12:04 |a| |25]25]25[160] 33 [21,5] - | 2 |DCry1 CBD 4n|BH0830m |SSND423| SPP3 h

CSKN Flo M Inserts
ﬂ W l D mI Fig.2
ii = I o ’ © SNGN0903**
50 150 & LF o I @ SNGN1203**
=
'l“a \/,_Go LH_ ) © SNGN1204*
LI“I t ﬂ II B Spare Parts
. H0|ders Above figures show right hand tools. Rl @ '6"/; é
Stock Dimensions (mm) Insert | Clamp ) Shim ) =
Cat. No.
RIL| H[HF| B | LF | tH | wF |[wr2[Fig.| @™ |protector| bolt | SM™ | pin | SPing | Wrench
CSKN RI/L 2525 NO9 | |25|25|25/160/ 25 32| 7 | 1 CBS13 SSN0903 P
CCM8UL WBg-22T - - | LHodo
CSKNR/L2525N12-03 | Q| |25 |25|25|160| 25 |32 | 7 | 1 CBS14 SSND423 ®
CSKNRIL2525N12-04 [ 0| [ 25|25 25 [160] 21 [ 32| 7 | 2 | D1 |CBD 4 ny BH 0830, SSND423| SPP3 ©
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D26

C Type Top Clamp Holders

Ic B Inserts
TN
CRDN| EBE& = o
0
DXk © RNGN0903*™*
6 LLH A RNGN1203™
© RNGN 1204
t] |
T
B Spare Parts
& = | J T
B Holders & £ &
Insert
Dimensions (mm) Double . .
Cat. No.
Stock Hlarl B8 [ LF 1 LH | wrlcox Clamp screw Shim | Shim pin | Wrench
CRDNN 2525 M09 [} 25 | 25 | 25 [150| 35 - 15 SRND32 (1)
CRDNN 2525 M12-03 [} 25 | 25 | 25 [150| 35 - 20 |CCM8-LONG| WB8-22T SRNDA2 SPP3 LT27 (2]
CRDNN 2525 M12-04 (] 25 | 25 | 25 [150| 35 - 20 (3]
B Inserts
CRSN| L ps=yel. °
-6° > ~
g F © RNGN0903 ™
L. @ RNGN1203"
© RNGN1204**
: |-
B Spare Parts
Q) | & 78w
l :
. HOIderS Above figures show right hand tools. ‘ V'r £ qf Insert
Stock Dimensions (mm) Double . .
Cat. No.
RIL| R | HF| B |LF|LH| W wrz| CBMP | screw | SPim | Shimpin | Wrench
CRSN R/L 2525 M09 ® o | 25 25|25 |150| 30 |32 | 7 SRND32 (1)
CRSN R/L 2525 M12-03 ® @ 25 25|25 |150| 30 | 32 | 7 |CCM8-LONG| WB8-22T SRNDA2 SPP3 LT27 (2]
CRSN R/L 2525 M12-04 ® o | 25 25|25 |150| 30 |32 | 7 [3)

® = Euro stock




For Dimple Type Solid CBN Inserts

X Type Dimple Lock Holders

: M Inserts
S\
P L;“ .
-6° o
%‘DF LF
L 5 LH O SNGX1204™

B Spare Parts

. HOlderS Above figures show right hand tools. O §
Stock Dimensions (mm Clamp . Shim . £
Cat. No.
RILI H Tl 8 TF e wWE Clamp bolt Shim pin Spring | Wrench
XSBN R/L 2525 N12 ° 25 | 25 | 25 [160| 38 |21,5 DSLX8 | BH0825 |SSND423| SPP3 | GSP10 | LH050 (1)
= B Inserts
(XCLN) [ [F15 g

A

]

-5° LF

<_."-H ‘ © CNGX1204*
-5°

£ =)

B Spare Parts

| T
. HOlderS Above figures show right hand tools. @ Q E
Cat. No. Stock Dimensions (mm Clamp e Shim Shim Spring | Wrench =
R|L| H |HF| B | LF | LH | WF|WF2 bolt pin
XCLN R/L 2525 N12 ® 25| 25| 25 150 | 33 | 32 | 7 | DSLX8 | BH0825 SCND433| SPP3 | GSP10 | LH050 (1]
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External Holders
for pos. Inserts

Back-Turning Tool Holder SBT Type

Sharp cutting edges with good surface finish.
Max. reach of insert 8,0 mm, edge width 2,5 mm

Cut-off Tool Holder SCT Type
Easy insert change by just loosening the screw

from the back.
Max. cut-off dia. @5 mm, @ 12 mm, @ 16 mm

Wear-resistant tool materials;
T1500A (Cermet) and
Sharp cutting edge

AC530U (2000 layers
coated carbide grade) (RE =0,03
\ 0,1and 0,2 mm)

Lever lock clamping
for 7°positive inserts

PDJCR type
lever lock holder

=
&
Easy access ——o
side locking screw

D28



In 1984, Sumitomo Electric Hardmetal
first released the Mini Tool Holder series
for the machining of small components in
small NC autolathes.

A full range of insert grades comprising
of the Cermet T1500A, SUMIBORON
BN2000, SUMIDIA DA1000 and especially
AC530U, was also introduced to meet a
variety of machining requirements.

- M
S x
<D
B2
. 5 I
M Grade Selection zs
= @
L Work Material —
Application Range M
E g |2
Category s_|%_| 5|8 [5_|8_
) . . . . 02290 = |p2cQ 5
High Precision |  Finish-Light Cut Medium Cut clcl o =02, 0
o | ah & EBTh L=
O o | o |8 |8 |5
£ |T |z
ACZ150 O | © O
Coated Carbid /NN 50755 O|O |0 |0
o ?PVDa)r e NeW =4 c50255 O|l0 |0 |0
AC530U O|l0O0 |0 |0 O
AC1030U O O| OO O
I
710004 ©| OO0 O
C t/Coated C t
ermebi-oated Lerme 715004/ T15002 O | OO O
o|ol]o O
Carbide H1 ORNORNG ©
EH510 Ol 0O ]0 |0 O
T
|
BN1000./ BN2000 @)
CBN (SUMIBORON) e olo
I
\
SUMIDIA | DA7000 ‘ @)
© Preferred Choice O Suitable

B Recommended Cutting Conditions

Wgtr:rial [z Free Cutting Steel [Z] Carbon Steel | M| Stainless Steel _I}] Hardened Steel |[Y] ~ Aluminium |[[Y] Brass
Grade Ve (m/min) f (mm/rev)|ve (m/min) f (mm/rev)|ve (m/min) |f (mm/rev)|ve (m/min) [f (mm/rev)|ve (m/min) f (mm/rev)|ve (m/min) f (mm/rev)|ve (m/min) f (mm/rev)
ACZ150 | 50-200 |0,02-0,10| 50-150 |0,01-0,08| 50-150 |0,01-0,05 70-300 |0,05-0,20| 70-300 |0,05-0,20
AC5015S | 50-200 |0,02-0,15| 50-200 |0,02-0,10| *50-200 [*0,02-0,10 70-300 |0,05-0,20
AC5025S | 50-200 |0,02-0,15| 50-200 |0,02-0,10| *50-200 |*0,02-0,10| 30-100 |0,02-0,10 70-300 |0,05-0,20
AC530U | 50-200 |0,02-0,15| 50-200 |0,02-0,10| *50-200 |*0,02-0,10| 30-100 |0,02-0,10 70-300 |0,05-0,20
AC1030U | 50-200 |0,02-0,15| 50-200 |0,02-0,10| *50-200 [*0,02-0,10 70-300 |0,05-0,20
T1000A | 50-200 |0,02-0,15| 50-200 |0,02-0,10| *50-150 [*0,02-0,10 70-300 |0,05-0,20| 70-300 |0,05-0,20
T1500A | 50-200 |0,02-0,15| 50-200 |0,02-0,10| *50-150 [*0,02-0,10 70-300 |0,05-0,20| 70-300 |0,05-0,20
T1500Z | 50-200 |0,02-0,15| 50-200 |0,02-0,10| *50-150 *0,02-0,10 70-300 |0,05-0,20| 70-300 |0,05-0,20
BN1000 120-300 |0,03-0,15
BN2000 50-200 |0,03-0,20
BN7000 50-200 |0,05-0,20
DA1000 70-300 |0,02-0,10| 70-300 |0,02-0,10

* Please use maximal possible C/speed
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Special Mini Holders for Back Facing

SBT35 R1010:

20

LF

J ERE i
BETNEY

(o)
? B Spare Parts
7
B Holders Above figures show right hand tools. & Insert

Dimensions (mm

L 0
25 Cat. No. G
é E Stock el B IF | WF Screw @ Wrench
£8 SBT 35-R 1010 e | 10|10 10 120|75
§ S SBT 35-R 1212 [} 12 | 12 | 12 | 120 | 9,5 BFTX0307N 2,0 TRX10 BTR35_ _
SBT 35-R 1616 ° 16 | 16 | 16 | 120 |13,5
B Inserts [ Coated carbide [——1Uncoated Cermet

e

BTR Stock

Cat. No. § § g Dimensions (mm) ﬁ@%

|| N CDX
- OO O ﬁ:

< < < L |cpx|cw| RE

BTR 3505 o A | O |15]35(2,5/|0,05 *_.- ||“. °

BTR 3515 O |0 | A 0 |[15|35|25/015 l =

Sharp cutting edge @ Surface roughness comparision

with 15° rake angle

BTR 3505 P10 des Wettbeverbs

Work Material: C45
Insert: BTR3505 (ACZ310)

Cutting Data:  vc = 80 m/min, f = 0,04 mm/rev
ap = 3,0 mm, Wet

Wide groove breaker for
smooth chip
evacuation

B Recommended Cutting Data (SBT type)

Work Material Tooling Ve (m/min) | f(mm/rev)
Grooving 0,02-0,05

General steel 50-150 —————
Back facing 0,02-0,10
. Grooving 0,02-0,10

Free-cutting steel 50-150 ——
Back facing 0,02-0,15
Grooving 0,02-0,04

Stainless steel 50-150
Back facing 0,02-0,06

D30 @ = Euro stock Q = Delivery on request & Recommended Tightening Torque (N-m)
O =Japan stock A =To be replaced by new item



Mini Holders for 7° CC_ pos. Inserts

P Type Lever Lock Holders

— M Inserts

P C L C 2\ PCLC RIL0810-K06:
[

Eg.
o @ CCGT 060202 R-FX
! I D) 5 — @ CCMT 097304 N-SU
o RFX  N-SU

WF
O
B

LF 17

-\ O
[T
T * B Spare Parts
=
[ ] Ho|ders Above figures show right hand tools. 'g / Insert
St Stock Dimensions (mm Laver Clamp Side Wrench g %‘1
- R|L| H|HF| B |LF|WF pin screw pin EE]
PCLC R/L 0810 K06 a 8 | 10 |125|10,5 LoL 06 P o7 ° 23
PCLC R/L 1010 K06 ® 0|10 | 10 | 10 |125|10,5 BTT 0407 TH020 % g
PCLC R/L 1212 K09 e o 12|12 | 12 |150|12,5 LeL a9 LP 06
PCLC R/L 1616 K09 ® 16 | 16 | 16 | 150 16,5 BTT 0411 e
S Type Screw Lock Holders
— B Inserts
SCLC| . . <
| 0 = o @ CCGT 060202 R-FX
} S @ CCMT 09T304 N-SU
s L. 0 Q95 LF © CCMT 120408 N-SU
=5 . ‘]—T R-FX N-SU J
I
* B Spare Parts
)
[ ] Ho|derS Above figures show right hand tools. & Insert
Stock Dimensions (mm
Cat. No. m
RIL el B | LF | wF Screw @ Wrench
SCLC R/L 0808 D06 [ N ] 8 8 | 60 | 10
BFTX02506N 15 TRX08 (1]
SCLC R/L 1010 E06 e o 10| 10 | 10 | 70 | 12
SCLC R/L 1212 F09 e | ® 12 (12 |12 |80 | 16
SCLC R/L 1616 H09 O|e| 16 | 16 | 16 | 100 | 20
BFTX0409N 34 TRX15 (2]
SCLC R/L 2020 H09 ® 0|20 |20 |20 |100]| 25
SCLC R/L 2020 K09 ® @ 20 | 20 | 20 |125| 25
SCLC R/L 2020 K12 ® | ® 20 | 20 | 20 |125] 25
BFTX0511N 50 TRX20 (3]
SCLC R/L 2525 M12 ® @ 20|25 |25 150 32
—————\ M Inserts
SCAC| . ~ : N
0 - 6 e @ CCGT 060202 R-FX
DO" 91° LF @ CCMT 09T304 N-SU
=10 0 R-FX N-SU J
£ T =
B Spare Parts
-~ J
. Ho|ders Above figures show right hand tools. & Insert
Stock Dimensions (mm
Cat. No. e
RILI A THE B LF W Screw @ Wrench
SCAC R/L 0808 D06 e |0 8 8 | 60|85
BFTX02506N 15 TRX08 (1]
SCAC R/L 1010 E06 e 0|10 | 10 | 10 | 70 |10,5
SCAC R/L 1212 F09 ® | 01|12 |12 | 12 | 80 |12,5 BFTX0409N 34 TRX15
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Mini Holders for 7° DC_ pos. Inserts

P Type Lever Lock Holders

—— B Inserts
P DJ C " - PDJC R/L0810-K07: Eg.
= O ol
o = @ © DCGT 070202 R-FX
t I RY A/s‘ay LF — R @ DCMT 117304 N-SU
| KON o 17
- O\ R-FX N-SU
& T
B Spare Parts
. H0|ders Above figures show right hand tools. Insert
o 5 : : .
gE Cat. No. Stock Dimensions (mm Leyer Clamp Sl_de Wrench
22 R|L| H |HF| B |LF|WF pin screw pin
=R PDJC R/L 0810 K07 ° 8 8 | 10 |125|10,5
s = LCL 06 LP 04 o
E,g PDJC R/L 1010 KO7 e o 10 | 10 | 10 | 125|10,5 BTT 0407 TH 020
PDJC R/L 1212 M11 e | ® 12 |12 | 12 |150(12,5
LCL 09 LP 07 [2)
PDJC R/L 1616 M11 ® | O| 16 | 16 | 16 | 150|16,5 BTT 0411
S Type Screw Lock Holders
— SDJC RIL spHcRL M Inserts
SDuHC ‘ < S N
w
o §< O ' qﬁ~ @ @ DCGT 070202 R-FX
! N F S @ DCMT 117304 N-SU
o
LILI ‘ - I \_ RFX N-SU J
B Spare Parts
B Holders Above figures show right hand tools. & Insert
Stock Dimensions (mm)
Cat. No. m
RILIH T8 [ LF W Screw @ Wrench
SDJC R/L 0808 D07 e o 8 8 | 8 |60 10
SDJC R/L 1010 EO7 () 10 | 10 | 10 | 70 | 12
SDJC R/L 1212 FO7 e | ® 12|12 |12 | 80 | 16 BFTX02506N 1,5 TRX08 1)
SDJC R/L 1616 HO7 e ® 16 | 16 | 16 | 100 | 20
SDJC R/L 2020 K07 ® | @ 20 | 20 | 20 |125] 25
SDJC R/L 1212 F11 ® | ® 12|12 | 12 | 80 | 16
SDJC R/L 1616 H11 ® | ® 16 | 16 | 16 | 100 | 20
BFTX0409N 34 TRX15 2}
SDJC R/L 2020 K11 ® @ 20 | 20 | 20 |125| 25
SDJC R/L 2525 M11 ® | ® 25|25 |25 |150]| 32
SDHC R/L 1616 H11 ® | ® 16 | 16 | 16 | 100 | 20
SDHC R/L 2020 K11 ® | ® 20 |20 |20 (125 25 BFTX0409N 34 TRX15 2}
SDHC R/L 2525 M11 ® | ® 25|25 |25 (150 | 32
D32 ® = Euro stock Q = Delivery on request @ Recommended Tightening Torque (N-m)
O = Japan stock



Mini Holders for 7° DC_ pos. Inserts

S Type Screw Lock Holders

— M Inserts

[T
o = Eg.
I RN ‘/‘ 91" ® @ @ DCGT 070202 R-FX
; 0 LF @ DCMT 117304 N-SU
- \‘T n w_l—"' - R-FX N-SU

B Spare Parts

-~ J
M Holders Above figures show right hand tools. & Insert
Stock Dimensions (mm g
Cat. No. N, s
RILI A TREl B | Flwr Screw C Wrench § %
SDAC R/L 0808 D07 Qe 8 8 | 60|85 z3
BFTX02506N 15 TRX08 oo
SDAC R/L 1010 EO7 e o 10 | 10 | 10 | 70 |10,5 a%
SDAC R/L 1212 F11 e | ® 12 |12 | 12 | 80 |12,5 BFTX0409N 34 TRX15
—— B Inserts
L L\
SDNC| ¢ . 5 . e R
8
o - ® @ © DCGT 070202 R-FX
62,5
LF @ DCMT 11T304 N-SU
o
\_ RFX N-SU J
w - I
II B Spare Parts
B Holders & Insert

Cat. No. Stock T Dm;enstJFns (Vn\;;n Screw @ Wrench
8 8 8 | 60 |42
10 | 10 | 10 | 70 | 5,2
12 | 12 | 12 | 80 | 6,2 BFTX02506N 1,5 TRX08 (1)
16 | 16 | 16 | 100 | 8,2
20 | 20 | 20 | 125 (10,2
12 | 12 | 12 | 80 | 6,5
16 | 16 | 16 | 100 | 8,5
20 | 20 | 20 | 125 10,5
25 | 25 | 25 |150 | 13

SDNCN 0808 D07
SDNCN 1010 EO7
SDNCN 1212 FO7
SDNCN 1616 HO7
SDNCN 2020 K07
SDNCN 1212 F11
SDNCN 1616 H11
SDNCN 2020 K11
SDNCN 2525 M11

BFTX0409N 34 TRX15 2]

D33



External Holders for 7° RC__ pos. Inserts

P Type Lever Lock Holders

M Inserts
PRDCN 4
L ¥ ® RCOO1003M0 N-RO
| ;I o/ G o © RCOO1204M0 N-RO
L © RCOO1606M0 N-RO
LHY @ RCO02006M0 N-RO
AORy LF
i B Spare Parts
__ L ‘]ﬁ T
s V9,
» ,, [ Holders Insert
25
S @ Dimensions (mm) Lever Clam . —
T = Cat. No. P
= Stk T THE [ B | LF | tH |WF|E1]1C| pin | screw | omm | Shimpin ) Wrench
f=ay 9
L5 PRDC N 2020 M10 ® | 20|20 |20 |150| 22 |15,0|1,0 | 10
e LCL10 | LCS10 | LSR10 | LSP10 | LH020 o
PRDC N 2525 M10 e | 25| 25|25 150 22 |17,5/ 1,0 | 10
PRDC N 2525 M12 ® 25 | 25 |25 (150 | 24 (185 1,2 | 12
LCL12 | LCS12 | LSR12 | LSP10 | LH025
PRDC N 3225 Q12 ® |32 3225|180 24 [185]1,2 | 12
PRDC N 3225 Q16 ® 32 |32 |25 180 | 28 |20,5| 1,5 | 16 LCL16 LCS16 LSR16 LSP16 LH025 (3]
PRDC N 3232 Q20 ® |32 |32|32[180| 32 (26,517 |20 | LCL20 | LCS20 | LSR20 | LSP20 | LH030 o
M Inserts
Eg.
P RG C w o 9 © RCOO 1003M0 N—RO\
2 5 @t @ RCOO 1204M0 N-RO
= f © RCOO 1606M0 N-RO
@ RCOO 2006M0 N-RO
= @ .- LF N-RP -
‘ B Spare Parts
_ L T
& V9
. HOlderS Above figures show right hand tools. Insert
Stock Dimensions (mm) Lever | Clamp ) Shim
Cat. No.
RIL|H[H [ B]LF[wWF][EI]IC] bpin screw | Shim o || A
PRGC R/L 2020 K10 ®| O 20|20 |20 [125] 25|15 10
LCL10 LCS10 LSR10 LSP10 LH020 (1)
PRGC R/L 2525 M10 e @ 25|25 |25(150| 32 | 1,5 10
PRGC R/L 2020 K12 ® 0| 20|20 | 20 [125] 25 | 2,5]| 12
PRGC R/L 2525 M12 o|e| 25| 25|25 (150| 32 | 25| 12 LCL12 LCS12 LSR12 LSP10 LH025 [2)
PRGC R/L 3225 P12 Q| 32|32 |25 |170| 32 |25 | 12
PRGC R/L 2525 M16 ® 0O 25|25 |25 (150| 32 | 3,0 | 16
LCL16 | LCS16 | LSR16 | LSP16 | LHO025
PRGC R/L 3225 P16 ® 0|32 |32|25(170| 32 |3,0]| 16
PRGC RI/L 3232 P20 e | 0| 32|32 (32|170| 40 | 40| 20 | LCL20 | LCS20 | LSR20 | LSP20 | LH030

D34 @ = Euro stock Q = Delivery on request & Recommended Tightening Torque (N-m)



External Holders for 7° RC__ pos. Inserts

S Type Screw Lock Holders

M Inserts

w
A
O
O
=
I+ E1

- RCOO1003M0

1l ";'-I o (o ® @ RCOO10T3MO N-RO
© RCOO1204M0 N-RO

L'j © RCOO1606M0 N-RO
LS (0) - LH L N-RX @ RCOO2006M0 N-RO

B Spare Parts

g T = P
& . Ve
¢ Insert
B Holders \{ LT.. nse =0
[1:]
Cat. No S Dimensions (mm) = i = Wrench | Wrench g3
- - OCl H HF B LF LH | wr E1 IC crew m crew renc renc § g
SRDC N 2020 K10T3 e 20|20 20125 25 15,0| 1,0 | 10 [BFTX03510-5D 28
SRNS 103-6D ° @ 3
SRDCN2525M10T3 | e |25 | 25|25 (150| 25 (175/1,0 10 | 20&
BW 0508F-SD [TRX 151P-35|  LH 035
SRDC N 2525 M12 e | 25|25 25|150| 28 |18,5| 1,2 | 12 [BFTX03512:5D
SRNS 123-8D )
SRDC N 3225 P12 e (3232 25(170| 28 185/ 12| 12| 206
SRDC N 2525 M16 O | 25| 25|25 150| 35 20,5/ 1,5 | 16 |BFTXO517-5D
SRNS 164-5D | BWOSI0F-SD | LT20IP | LHO050 5)
SRDC N 3225 P16 e [32]32|25(170| 35 |205/15| 16 | 506
SRDC N 3232 P20 e |32|32)32[170] 40 |26,0| 1,7 | 20 | FXIBD [spNS 045D | BWO912F-SD | LT251P | LH 060 o
B Inserts
SRSC w I~ Fo- - RCOO1003M0 h
2 5 (@>—s © RCOO10T3MO N-RO
=¥ iu @ RCOO1204M0 N-RO
© RCOO1606M0 N-RO
O\ LF N-RX © RCOO2006MO N-RO )
. B Spare Parts
\—) "I" T T%
& . W
B Holders g Insert
Cat. No Stock Dimensions (mm s Shi s Wi bl wi h
. . RIL H HE B LF | WF E1 IC crew m crew renc renc
SRSC R/L 2020 K10T3 ®|® 202020 12525 |15 10 B0 0
SRSC RI/L 2525 M10T3 e e |25|25|25|150(32 15|10 | 206 °
BW 0508F-3D| TRX151P-35 |  LH 035
SRSC RI/L 2525 M12 ® @25 2525 150 32 25| 12 BFIXOWRSD o0 o
SRSC R/L 3225 P12 | e |32|32|25|170(32 25|12 | 206
SRSC R/L 3225 P16 e e 323225 170| 32 | 3,0 | 16 | ¥IED sRNS 164-5D|BW OB10F-SD| LT20IP | LH050 ©
SRSC RIL 3232 P20 ® e 32 32|32 |170| 40 | 4,0 | 20 | B%E0 [SRNS 204-5D BW0912F-SD| LT251P | LH060 o

D35



Mini Holders for 7° SC_ pos. Inserts

S Type Screw Lock Holders

———— M Inserts

Eg.
m i
0 ® I 3 © SCMT 070202
I @ 75° LF - @® SCMT 097304 N-SU
v © SCMT 120408 N-SU

4__170_ 0 SUMIDIA N-SU
w T
B Spare Parts
— =
B Holders Above figures show right hand tools. & Insert
Lo Stock Dimensions (mm
85 Cat. No. ™ Wrench
S2 RIL| v H [ B [LF[wr Screw © rene
'_é’ § SSBC R/L 1010 EO7 aaj10 |10 |10 |70 | 9 BFTX0307N 2,0 TRX10
§,§ SSBC R/L 1212 F09 Q12|12 |12 |80 | 11
= BFTX0409N 34 TRX15
SSBC R/L 1616 H09 Q|| 16 |16 | 16 {100 13
SSBC R/L 2020 K12 Q0|20 |20 |20 |125| 17
BFTX0511N 5,0 TRX20 (3]
SSBC R/L 2525 M12 A|A| 25|25 |25 150 22
D36 @ = Euro stock Q = Delivery on request & Recommended Tightening Torque (N-m)
A =To be replaced by new item



Mini Holders for 7° TC _ pos. Inserts

S Type Screw Lock Holders

— M Inserts
A

STAC

é o - Eg.
o @) W © TCMT 090202 N-FP
i @® TCMT 110204 N-SU
2 91° LF
0 _ N-FP N-SU
= T
i B Spare Parts

[ ] Ho|ders Above figures show right hand tools. & Insert
Stock Dimensions (mm X
Cat. No. N o
RILI A ThE ! B I LF W Screw C Wrench § %
STAC R/L 0808 D09 ° 8 8 8 | 60 |85 BFTX02205N 11 TRX06 (1) 22
STAC R/L 1212 F11 ° 12 | 12 | 12 | 80 12,5 BFTX02506N 1,5 TRX08 (2] é g
— B Inserts
Eg.
STGC| . . . — y
.= A (= © TCMT 090202 N-FP
0 . @ TCMT 110204 N-SU
0°%° ‘ 91° LF © TCMT 16T308 N-SU
= N-FP N-SU
[ T : E 3
B Spare Parts
-
. H0|derS Above figures show right hand tools. & Insert
Stock Dimensions (mm)
Cat. No. Nm
RILI A TR B LF W Screw C Wrench
STGC R/L 0808 D09 8 8 8 | 60 | 10
BFTX02205N 11 TRX06 (1)
STGC R/L 1010 E09 e e 10| 10 | 10 | 70 | 12
STGC R/L 1212 F11 e o 12|12 |12 |80 | 16
BFTX02506N 1,5 TRX08 (2]
STGC R/L 1616 H11 e @ 16 | 16 | 16 | 100 | 20
STGC R/L 1616 H16 e @ 16 | 16 | 16 | 100 | 20
STGC R/L 2020 K16 ® | ® 20 | 20 | 20 |125| 25 BFTX0409N 34 TRX15 (3]
STGC R/L 2525 M16 aja| 25| 25|25 (150 32

D37



S Type Screw Lock Holders

Mini Holders for 5° VB pos. Inserts

e ) B Inserts
(TR
SVJB| [] - . .
35°% 403 & = . @ VBMT 110202 N-FP
LH = . @ @ @ VBMT 160404 N-SU
N |
o LILI \:,—— II M Spare Parts
. [T el
L
M Holders Above figures show right hand tools. Insert
Stock Dimensions (mm)
Cat. No. St Nut i S
§ g RILI B THET B Tl LH T wr we2 opper u Shim |Wrench| Scew |Wrench
,_? 2 SVJB R/L 1212 F11 ®| ® 12 12 |12 |80 | 25| 16 |45 BFTX02508NV TRX08 °
e § SVJB R/L 1616 H11 e ® 16 |16 | 16 |100| 25 | 20 | 4,5 156
] S
E L SVJB R/L 2020 K16 ® ® 20 |20 | 20 [125] 41 | 25 | 5,0 VP20 BFTX03508
SVJB R/L 2525 M16 ® |  ® 25| 25|25 (150| 41| 32 | 7,0 VP25 CPV33N | SVP32 | LH025 TRX10 (2]
SVJB R/L 3225 P16 ® O 32|32 |25 (170| 41 | 32 |7,0]| VP32 2,06
'SVPB| [ e
. m
2| /o - Eg. \
Rvav s I
45° " 117,5 = - -~ @ VBMT 110202 N-FP
<~ LtH @ @ @ VBMT 160404 N-SU
) LF
NN Lfi II B Spare Parts
e B o P
) [T
S
M Holders Above figures show right hand tools. - Insert
Stock Dimensions (mm) .
Cat. No. St Nut S
RILIH [HE | B F | L | WE W2 opper u Shim |Wrench cew |Wrench
SVPB R/L 1212 F11 ® 0 12|12 |12 |80 | 25| 16 | 4,5 BFTX02508NV TRX08
SVPB R/L 1616 H11 ® | ® 16 | 16 | 16 [100| 25 | 20 | 4,5 1,56 °
SVPB R/L 2020 K16 ® o 20 20|20 |125| 36| 25 |50 VP20 | BFTY03508
SVPB R/L 2525 M16 ®| e 252525150 36 | 32 | 7,0 | VP25 |CPV33N| SVP32 | LH025 TRX10 [2)
SVPB R/L 3225 P16 ® @ | 32|32 |25 (170 36 | 32 | 7,0 | VP32 206
(SVWWB| H¥i= mineers
ﬁ mI Eg.
@ Tr25 = ~_ @ VBMT 110202 N-FP
JH| ‘ F - @ ® VBMT 160404 N-SU
[\ “ILT[ x) B Spare Parts
ST a=la dls
- - [ Fmer 7
- L
M Holders Insert
Dimensions (mm)
Cat. No. i Nut i
Stock HaE | B F | LH | WF Stopper u Shim |Wrench| Scew |Wrench
SVVB M 1212 F11 ° 12 (12 | 12| 80 | - 6 BFTX02508NV
- - - TRX08 (1)
SVVB N 1616 H11 e |16 |16 | 16 |100| - | 8 156
SVVB N 2020 K16 ® [ 20[20 20 125 - | 10 VP20 | -
SVVB N 2525 M16 [} 25 | 25 | 25 150 | - |1255 VP25 CPV33N | SVP32 | LH025 TRX10 (2]
SVVB N 3225 P16 ) 32 (32|25 |170| - |12,5 VP32 206

® = Euro stock

D38

Q0 = Delivery on request

@ Recommended Tightening Torque (N-m)




Mini Holders for 7° VC  pos. Inserts

S Type Screw Lock Holders
— B Inserts
SVLC | [ | ¢ : s
0° o
. e . @ © VCGT 110302 R-FX
N
~ R-FX
o\ = = T
B Spare Parts
=
[ ] H0|ders Above figures show right hand tools. & Insert
Stock Dimensions (mm X
Cat. No. m o
RILI A ThE ! B I LF wr Screw @ Wrench -§ §
SVLC R/L 1010 H11 e o | 10 | 10 | 10 | 100 10,5 22
SVLC R/L 1212 H11 e o 12 | 12 | 12 | 100 12,5 %?‘!
BFTX02508NV 1,5 TRX08 (1) Cd
SVLC R/L 1616 H11 ® o 16 | 16 | 16 | 100 16,5
SVLC R/L 2525 M11 ® 20 | 20 | 20 | 150 (25,5
— B Inserts
w 2 o .
SVPC| [ :/ 1 . .
A B <
o H—Z's‘ - @ © VCGT 110302 R-FX
LF
~ - \_ RFX )
O L
II II M Spare Parts
T
. H0|ders Above figures show right hand tools. & Insert
Stock Dimensions (mm)
Cat. No. m
RIL| H|H | B |LF|LH|WF |wr2| Scorev @ | wrench
SVPC R/L 1010 H11 aja| 10 | 10 | 10 |100| - |14,5| 45
SVPC R/L 1212 H11 ® o 12 | 12 | 12 |100| - [16,5| 4,5 |BFTX02508NV 15 TRX08 (1)
SVPC R/L 1616 H11 ® o | 16 | 16 | 16 |100| - |20,5| 4,5

D39



S

B Features

The Sumitomo polygon shank holders enable an extremely
high stiffness connection between machine and tool.
The conical polygon can take high bending and torque
moments based on the combination of the face contact
to the spindle.

This self-guiding coupling system offers high precision
and a repeatability of £ 2 ym in X, Y and Z axis.

While using this easy and quick coupling system it is pos-
sible to gain higher machine utilization time as the set-up
and tool change times are reduced.

The compact design and the high stiffness connection to
the spindle offer a versatile use e.g. on multi-task machi-
nes, machining centers and turning-milling centers.

B Characteristics

e original SUMITOMO D-type double clamping system

e compact design

e monoblock system - no additional interfaces

e precise positioning; self-guiding with high repeatability

e high stiffness supported by face contact of holder

e carbide shims to prevent holders from damage

e simple tool holder change and low-maintenance operation
e internal coolant supply directly to the cutting edge

e Polygon shank and insert seat hardened for long holder life

Polygon - shank holder - produced according to ISO 26623-1

Positive Insert
Type

Negative Insert
Type

B Classification System for Polygon - Shank Holder

PSC 40 - D C L N R 27 050 - 12
| | T T D | | T

Polygon Size Clamping Holder Feed Direction Size (WF Holder Insert Cutting
Shank || (DCSFMS) | | System Style R:Right Hand | | 5128 WF)| | angn (LF)| | Edge Length
D: Double Clamp L: Left Hand
S: Screw Clamp N: Neutral
Insert Seat Clearance
Shape Angle
N=0°
c=7°
P=11°

D40 ® = Euro stock @& Recommended Tightening Torque (N-m)



Negative Insert Type

General Turning, Copying and Facing

Y
DCLN A1 # Inserts
=
. - 8 CNMG1204_ _ NGE
I (Representative
A example)
T 95
L %a Y I; B Spare Parts
m =0
] — D S /%
= = S A& & £
B Holders Right hand shown. h . ﬁ ® \/ %\\ ,/\
Stock | Dimensions (mm) . . Shim Shim
Cat. No. RIL I LF [WF | DCSEMS Applicable Insert| Clamp Set @ Shim Screw | Wrench | Vrench
PSC40 DCLN R/L 27050-12 ® o 50|27 40
- *)
PSC50 DCLN RIL 35060-12 e o 60|35 50 CNOO 1204 SCP-2 5,0 CNS1204 |BFTX0409N| TRX15 LH040
B B Inserts
=
3 DNMG1506_ _ NGE
(Representative
example)
B Spare Parts
Right hand shown. @ ﬁ\_‘(,.--ﬂ %\\\ /\
B Holders ¢
Cat. No. Stock| Dimensions (mm) |, - able Insert| ClampSet | @ | shim | Shim | Shim |\ o
R|L| LF | WF | DCSFMS Screw | Wrench
PSC40 DDJN R/L 27055-15 ® @ |55 27 40
. *)
PSC50 DDJIN RIL 35060-15 o o 60|35 50 DNOO 1506 SCP-2 5,0 DNS1506 |BFTX0409N| TRX15 LH040
YN
DDHN : e
=
8 DNMG1506__ NGE
| ] (Representative
) example)
B\ B Spare Parts
O
Right hand shown. @ @ é\&?—»”'\' %\\\\\\ /
B Holders
Cat. No. Stock | Dimensions (mm) Applicable Insert| Clamp Set @ Shim Shim Shim Wrench
R | L|LF | WF|DCSFMS Screw | Wrench
PSC40 DDHN R/L 27055-15 ® ®| 55 27 40
- *)
PSC50 DDHN R/L 35060-15 e o/ 60|35 50 DNOO 1506 SCP-2 50 DNS1506 |BFTX0409N| TRX15 LH040
DSBN : e
=
g SNMG1204__ NGE
—1 (Representative
J_I example)
:‘. B Spare Parts
]
L \\ /'
Right hand shown. ﬁ ® @ @ %\\\ /
B Holders
Stock | Dimensions (mm) . . Shim Shim
Cat. No. RTL I LF [WF | DCSEMS Applicable Insert| Clamp Set @ Shim Screw | Wrench Wrench
PSC40 DSBN R/L 22050-12 ® @ 50|22 40
- *)
PSC50 DSBN RIL 27060-12 e ol 60|27 50 SNOO 1204 SCP-2 5,0 SNS1204 |BFTX0409N| TRX15 LH040

(*) ltem is sold separately.

D41



Negative Insert Type

General Turning and Facing

SR
0 B Inserts

~N
DTJ N TNMG1604_ _ NGE
I (Representative
example)
/
B Spare Parts

S S &3
Right hand shown. ﬁ ® @\\\ /@

Applicable Insert| Clamp Set @ Shim SS‘;:TJV Wsrzl:(lh Wrench

DCSFMS

B Holders

Cat. No.

Stock | Dimensions (mm)
R|L|LF|WF | DCSFMS
PSC40 DTJN R/L 27050-16 e @ 50 27 40
PSC50 DTJIN R/L 35060-16 e ® 60|35 50

DW!_N

)

TNOO 1604 SCP-1 5,0 |TNS1604 BFTX0307N| TRX15 ®)| LH040

/50 M Inserts

~
WNMG0804_ _ NSE
/ (Representative
) example)
95 )

DCSFMS

©
-
|

L
N EL ‘ > B Spare Parts
Right hand shown. ﬁ @ @\\\\\ /@
B Holders )
Cat. No Stock | Dimensions (mm) Applicable Insert| Clamp Set C Shi Shim Shim Wi h
. . N-m,
R|L| LF [wr [DcsFms | PPicable inse ? M | Screw | Wrench | ''renc
PSC40 DWLN R/L 27050-06 ® e |50 |27 40
- (*)
PSC50 DWLN RIL 35060-06 olel60l35 50 WNOO 06 SCP-1 5,0 |WNS0604|BFTX0307N| TRX15 LH040
PSC40 DWLN R/L 27050-08 ® @ |50 |27 40
- ()
PSC50 DWLN RIL 35060-08 el o650 35 50 WNDODO 08 SCP-2 5,0 WNS0804 [BFTX0409N| TRX15 LH040

(*) Item is sold separately.

D42 ® = Euro stock @& Recommended Tightening Torque (N-m)



Positive Insert Type

General Turning, Copying and Facing
( ) B |nserts

~N
S C LC CCMTO09T3_ _ NSU
| e (Representative
[} E= example)
. J
% aliT B Spare Parts
b -

2

DCSFMS

WF

4

- ) @ @ & - (
Right hand shown. EJ_O_ = %
B Holders
Stock |Dimensions (mm) ) . Shim Insert Shim
Cat. No. Applicable Insert| Shim Screw | Screw (vm Wrench Wrench

RIL|N| L | f DCSFMS
PSC40 SCLC R/L27050-09 |® | ® 50 | 27 40
PSC50 SCLC R/L 35060-09 |® | ® 60 | 35 50

CCOO 09T3  |CCS09T3|KGBS1111) KSS1111 3,56 LT15K | LHO35K*

=2

B3

SpDJC \O ’ B Inserts %%
/ol E -

~
DCMT11T3_ _ NMU
%) @ (Representative
example)
L93° J
LF B Spare Parts

B Holders
Stock | Dimensions (mm) . . Shim Insert Shim
Cat. No. RTLTNTLF TWF | DCSFMS Applicable Insert| Shim Screw | Screw @ Wrench Wrench
PSC40 SDJC R/L 27050-11 |® |® 50 | 27 40

PSC50 SDJC R/L 35060-11 |® | ® 60 | 35 50

DCOO 1173 |DCS11T3|KGBS1111| KSS1111 3,5 LT15K | LHO35K*

/\O | ¢ B Inserts
a )
. /O H DCMT11T3__ NMU
= @ (Representative
example)
107,5° /
e B Spare Parts
e B r
Right hand shown. @ & & % ’ @gy
B Holders
Stock | Dimensions (mm) ) . Shim Insert Shim
Cat. No. RILINILF [ WF | DCSFMS Applicable Insert| Shim Screw | Screw @ Wrench Wrench
PSC40 SDHC R/L 27050-11 |® | @ 50 | 27 40 .
PSC50 SDHC R/L 35060-11 | ® | ® 60 | 35 50 pDcOOd 1173 DCS11T3|KGBS1111| KSS1111 3,5 LT15K | LHO35K

T
B [nserts

0
SSBC =
T g @ ez

&

DCSFMS

B Spare Parts

E . .

Right hand shown, \@ @ & %::;-ﬁ
B Holders

Cat. No. RStT_CkN Ifli:mevr\;iiogscér:“;g) Applicable Insert| Shim Sschrit:/v ISr::Sr:\:tv @ Wrench WSr Zi:c]:h

gzggg 22:2 : t i?g:gjg : : 28 g gg SCOD 1204  |SCS1204KGBS1221 KSS1221 | 4,5 | LT15K | LHO45K*

(*) ltem is sold separately.

D43



Positive Insert Type

General Turning, Copying and Facing

Y
STJC : p—
" 0 g TCMT16T3__ NSU
() (Representative
93° example)
J
= LF B Spare Parts
= &2 & el
Right hand shown. IS} O — / @ & (@
B Holders
Stock |Dimensions (mm) . . Shim Insert Shim
Cat. No. RILIN|LF | WF | DCSFMS Applicable Insert| Shim Screw | Screw @ Wrench Wrench
PSC40 STJC R/L 27050-16 |® | @ 50 | 27 40 .
PSC50 STJC RIL 35060-16 | | ® 60 | 35 50 TCOO 16T3 TCS16T3|KGBS1111| KSS1111 3,5 LT15K | LHO35K
[
<5
<=
=9
£ 'swiB .
e = : s "’0 VBMT1604_ _ NSU
T © (Representative
_L 93° example)
—r = LF M Spare Parts -
o @fsi
Right hand shown. ~%J_O ) %
B Holders
Stock |Dimensions (mm) . . Shim Insert Shim
Cat. No. RILTNTLF [WF | DCSFMS Applicable Insert| Shim Screw | Screw @ Wrench Wrench
PSC40 SVJB R/L27050-16 |e® | @ 50 | 27 40 .
PSC50 SVJB RIL 35060-16 | e | e 60 | 35 50 VBOO 1604 VCS1604 KGBS1111| KSS1111 35 LT15K | LHO35K
\ 0 . B Inserts
<o g
143 VBMT1604_ _ NSU
72/5° } e ‘0 (Representative
O example)
LF Y,
B Spare Parts
_,_.:_;_ﬁ @ﬁﬂ
Right hand shown. ; ! ) %
B Holders
Stock | Dimensions (mm) ) ) Shim Insert Shim
Cat. No. RILIN|LF | WF | DCSFMS Applicable Insert| Shim Screw | Screw @ Wrench Wrench
PSC40 SVVB N 00050-16 ® | 50 40 .
PSC50 SVVB N 00060-16 ol 60 50 vBOO 1604 VCS1604 KGBS1111| KSS1111 35 LT15K | LHO35K
SVHB P
0 a
= e VBMT1604_ _ NSU
. ©, sentati
(Representative
* 1075° "o example)
s £ B Spare Parts
. J o P =
Right hand shown. @i ) %
B Holders
Stock Dimensions (mm) . . Shim Insert Shim
Cat. No. RILIN|LF | WF | DCSFMS Applicable Insert| Shim Screw | Screw @ Wrench Wrench
PSC40 SVHB R/L 27050-16 |® | ® 50 | 27 40 .
PSC50 SVHB RIL 35060-16 | ® | ® 60 | 35 50 vBOO 1604 VCS1604 KGBS1111| KSS1111 35 LT15K | LHO35K

® = Euro stock

D44

(*) ltem is sold separately.

@ Recommended Tightening Torque (N-m)



Positive Insert Type

General Turning, Copying and Facing

Y
SvJC : —
. 0 g VCMT1604__ NSU
= _g. —— "~
T T = (Representative
J example)
L e 93° )
- o B Spare Parts
A= 7 & & ¢
Right hand shown.
B Holders Nl
Stock | Dimensions (mm) . . Shim Insert Shim
Cat. No. RILINTLF | WF | DCSFMS Applicable Insert| Shim Screw | Screw @ Wrench Wrench
PSC40 SVJC R/L 27050-16 |® | @ 50 | 27 40 .
PSC50 SVJC RIL 35060-16 | ® | ® 60 | 35 50 vcoOd 1604 VCS1604 KGBS1111| KSS1111 3,5 LT15K | LHO35K
- I
S =
@D
BE
Y =
\ ( " B |nserts =Z
= ® o
SWC % VCMT1604__ NSU #3
} O B "w'@ (Representative

example)

T T 24

- (B >

J

B Spare Parts

LF
\ ) / - @”‘
Right hand shown. z ( L— %
B Holders
Stock | Dimensions (mm) . . Shim Insert Shim
Cat. No. RILINTLE [WF [DCsFMs Applicable Insert| Shim Screw | Screw @ Wrench Wrench
PSC40 SVVC N 00050-16 ® | 50 40 .
PSC50 SYWC N 00060-16 o 60 50 vcoo 1604 VCS1604 KGBS1111| KSS1111 3,5 LT15K | LHO35K

f\ B Inserts
SVHC o ) 0 % VCMT1604 NSU\
| ] £ - "‘@- (Reprege_ntative
example)
I _u\k: t 107/5° J
e B Spare Parts
- B Qg;s‘
Right hand shown. ’ %
B Holders
Stock | Dimensions (mm) . . Shim Insert Shim
Cat. No. RILINILF | WF | DCSFMS Applicable Insert| Shim Screw | Screw @ Wrench Wrench
PSC40 SVHC R/L 27050-16 |® | @ 50 | 27 40 .
PSC50 SVHC RIL 35060-16 | | ® 60 | 35 50 vcOOd 1604 VCS1604 KGBS1111| KSS1111 3,5 LT15K | LHO35K

(*) Item is sold separately.
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Selection
ISO
Features

Boring Bars for Negative Insert Type :
CN_
DN

SN_ |
SumiTurn T-Rex
TN

WN

Boring Bars for Positive Insert Type :
X-Bar for CC_ _:
cC

CP

X-Bar for DC__:
DC

SP

TC

X-Bar for TP: _:
TP

X-Bar for VB__:
VB

WB

Very Small Dia. Boring

Boring Bars

E1-E24

Boring Tool Selection Table ...........cccocevieriierienenes E2-4
Boring Tool Identification Table...........c.ccccovvierieinenee E5
Boring Tool Series ... E6-7
D...DCLN / S...PCLN .........c.ccceooiririniririninincin E8
D...DDUN / S...PDUN ...........cccoeorimnimiirinnrincins E9
S PSKN. ..o e E10
S..DTR s E11
D...DTFN / S...PTFN ........cccceiiiiiiiiiiercee E12
D...DWLN / S...WMLN..........ccecooiimirirriirieins E13
B/D...SCLC ..ottt E14
S ..

S/C...

B/D...SDUC / SDQC ..........cccoertiriiiiinieniinireieseeinenns E16-17
S... SDQC/SDUC........cccoimmmiiniiierinineees E16-17
S/C...SSKP......coiiiiiriiceste e E18
S ... STFC......oo e E19
B/D...STUP.......coomiiiiiietc e E20
SIC...STUP ..ot E20
D ... SVUB/SVZB.........ccoootiiniiiniiiiinnienienins E21
S ... SVQB/SVUB/SVZB.........cccocouimniinniininns E22
S/C...SWUB..........coooviiiiiiiec e E23
BXBR...R(=NB)....cooiiiiiriiiiiiiniinieineistiseseseineisieeenseis E24

sieg buuog
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Boring Bars

Boring Tools Selection

According to Applications / Bore Diameter

B BORING TOOLS

Coloured boxes indicate available size.

S Boring Depth
3 (L/D) Applicable . Min. Bore Diameter (mm)
= Type Tooling
% Shank Insert (Min. cutting diameter is shown when not matched in this table.)
<C
Steel Carbideé'ts(:; 21253354145 5|6|7|8|1012/13/14/16/18|2022/25/28/3544|54|70

slexer | St | L=h feloelplo
=
=
<2 |DABB c oMA5 -2 Sumidia brazed =5 e o (o o
=

BSME / 4 Sumiboron brazed %’: oo o000

=>M36-M38
Sumiboron
SEXC / " o mior o |oe

=M36,37,39

E;/%j
BNBB — - Sumiboron brazed ~ o oeoo |o
\ =>M40 ° 35| |45)55/65 |85

3 Sumib
BNB _ . —4 v nsert oo o (o |0
. Trigon iz
S/C-SWUB , AP @ Type G o
2 E23 o~ 5 Pos. V7772 55
o
£|s-sTFC ,_3 o o [0 o o0
o = E19 324050
m
2 |B/D-STUP gy oy Yz oo o o (o |0 |0
2 o E20 6 él‘-= @
n ;!L_‘_-
Triangle crzzz]
S-STUP@E) | -3 Type 00 o (o |@@
=2 E20 5° & 11° Pos.
C-STUP f' . oloje| oeojojee
= E20

Triangle
11° Pos.

D-DTFEN KEQ -3 -6 — | ) 3.2 z) 500
W =
o E12

S-PTFN N T oo
e Sumiboron =5
s N - , 7
BNZ SM33 ° kj insert > I bl I I
S-SCLP - -3 ° o (o o
= E15 H—r
,@ po=
B-SCLP - ) Q| |o] |o
© Stock in Japan 6 80° Diamond %
C-SCLP ! -8 11" Pos. Type ° o |o@
A= o E15
B/D-SCLC -6 oo o (@ |o N0

® E14 L
> . & 1=

S-SCLC _3 I~ o o |0 (o @00
\ o> E14 jo 1= 32|40

Bottom Facing

80 ° Diamond A
= 7° Pos. Type
C-SCLC ( -8 0|0|0|o|o[0|o|0|0] o] o
= Stock in Japan

D-DCLN V -6 @
= E8 o]
) 80 ° Diamond -
S-PCLN ’ o E8 -3 Neg. Type c 30(32|40|50 |63

D-DWLN -6

L0
= E13 w 32|40|50
Trigon
S-MWLN 3 Neg. Type . oole
> E13 324050

212531354 455|6|7|8[10/12]13[14/16]18|20]22|25/28|35|44/54|70

® = Eurostock
O = Japanstock



Boring Tools Selection

B BORING TOOLS

Coloured boxes indicate available size.

sieg buuog

S Boring Depth
T (L/D) Applicable Min. Bore Diameter (mm)
2 Type plp Tooling
<& Shank nsert
Steel|Catide (Xs}eBQS 6 |8]10]12(13|14]16(18|20|22| 25| 28| 32| 34 |35 40 |44| 50| 54| 70
B/D-SDUC W -6 o (o (o (o |o °
= E16
7224,
S-SDUC A -3 tJ o (o (o (o |o °
___cEle _ o
C-SbucC = -8 vll“ ol |o| |o| |o
= Stock in Japan
’ 55 ° Diamond
B/D-SDQC -6 7° Pos. Type ] o |of (o (@ |o °
% E17 o
ol
S-SDQC -3 (2zzZ] o (o |0 (o |@
> 2E17
D-SvUB -6 o |o 0
> 2 E21 +— 7
£ g
2| S-svuB M -3 2, o |o ole
8 = E22 27
S-SVQB - o E2 -3 ° ; N0
{ P
B/C-SVQB 8| 6 . ol |o
EPS> Stockin Japan % TD'am°“d
ype
5°& 7° Pos.
D-SVZB . -6 o |o 0
o E21 27
S-SVZB o |o 0
o E22 27
D-DDUN -6 = ° °
% E9 R 1
S-PDUN -3 55 ° Diamond %t ° ol |® [o
= E9 Neg. Type 63
S-SSKP v -3 (] o o |o|®
\& > E18
o — 55 ° Diamond
£ C-SSKP il -8 Neg_'a{;‘gg o |®
) = E18 S—
g SSKC . -3 8 S?;:;e gﬁ( o| |o] |o o
=2 © Stock in Japan 7° Pos. Y
9 Square
= | CSKP b -3 . 7 Type o| |o
% Stockin Japan w” 11°Pos.
.l"rl' =
S-PSKN - b < o= o | |of |of o
D &G B 5
o - == 5]
GNDI o - ° o |o
% A/FZS C==> %Y,
o) -
7| GNDIS - IE===121 ¢ olo| |o] [o
o = F11/F30
61 811012]13]14]16]18]20]22]2528]32]34]35]40[44]50(54[70




Boring Bars

Boring Tool Series

Bl TOOLING SELECTION

L . . Trough .
Application Stop Boring Bottom Facing Boring Copying
Me Triangle P 80° Diamond Square 55° 55° Diamond 35° Diamond
System 9€ "/ others g T-REX
: 1 1
| & 0 =
T\ = i 0 e B
3 | et S S TS e
& 2 ) e af 777 -
S-STFC =E19 S-SSKP S-SDUC =E16: S-SVUB
S-STUP@)=E20 = E18 S-SDQC =E17 : (35vee) = E22
5 o= |
g ﬂ L7
s | zzA - T
S | £ | BSTUP B-SDUC =E16
S| < SSED B-SDQC =E17
= -
| oG e,
@ | S5 : b g
gj——: b’.- _ e 5/1
5 2 )
£%| Dp-sTUP D-SDUC =E16 : D-SVUB =E21
= E20 D-SDQC =e17 | D-SVZB =E21
7 :
g | =T
8 e _
m H
© | csTUP
(c-sTuB) = E20!
I E
~ — (
[&) - JEA
¥ .| e
s | & |z -
>
3 S-PTFN
= E12
Z
53 H—=
T L@@-
2 8 | ez -
= 5
% £ =S| D-DTFN
S = E12
=3
'_
3 - _
p) ;
o | BNB  BNBB = BNZ BXBR
= g = M41 = M41 = E24
° 18
= )
BSME  SEXC
= M38. = M39




Boring Tools Identification

B Catalogue Classification System For Boring Holders

/ )
l l l i | ‘|
Shank Shank Insert Seat Clearance Insert Cutting Min. Bore
Material Length Shape Angle Edge Length Diameter
Chart 1 Chart 2 Chart 4 Chart 6 (mm) (mm)
Shank Clamping Holder Feed Insert
Diameter System Style Direction Thickness
(mm) Chart 3 Chart 5 Chart 7 (mm)
\_ 3% This code may only be included in some of the catalogue nos. )
@ Chart 1 @ chart2 ® Chart 3
Shank Material Shank Length Clamping System
S | Steel |Symbol] Length (mm) [Symbol] Length (mm) Symbol  System Structure  [Symbol  System Structure
B | Steelvith Antibaton Mecharism F 80 P 170 Zil
Aibout O Hle G 90 |a| 180 Top & Hole
Carbid Top Clam
C|Carbide H| 100 |[R| 200 C | Top Clame M | Clamp Type
D Steel with Anti-vioration Mechanism
with Qil Hole J 110 S 250
E | Carbide with Oil Hole K 125 T 300 Lever Lock
L 140 U 350 Type (Insert is
@ Chart 7 M| 150 |v| 400 D | Double Clamp P | supported by
Feed Direction N 160  |W]| 450 1 face)
Symbol| Feed Direction Pin Lock Type
R | Right Hand Feed E (Insert is s Screw
supported by Clamp Type
L | Left Hand Feed 1 face)
N | Neutral Feed
@ Chart 4 ®) Chart5s ®) Chart6
Insert Shape Holder Style Seat Clearance Angle|
Symbol| Insert Shape |Symbol| Insert Shape Symbol Shape  |Offset|Symbol Shape  |Offset Symbol Relief Angle
A Pa:allellogram M Rhoomb|c A [ Ni | N § Nil Al 3 ‘r
85 86 |+"90; 63i
Parallelogram
B | 9 O | Octagonal O B ﬁ Nil | Q mP With B | 5° K
Di d 75i Offset
c | Jamon P | Pentagonal O . c| 7 *.V
80 D f Nil | R ﬁ With
; 45 75i Offset
> R R rams O D 15 &
E f Nl | S é With
i »
E ?éfmond S | Square ] 60i 45 Offset E 200 No
) ' With f With
90
F ?(;aomond T | Triangular A F E Offset T %o, Offset F | 25° &
Diamond With i With o
H | Hexagonal Olv 35 @ G geoi Offset U i Offset G | 30° . ;
K | Perallelogram /7571w | Trigon With With N| o [
55 J W | ey
93; Offset Offset
L | Rectangular 1 E With ; With P |11 o
. 85j
K1 Offset Y 4 Offset o Special
L wih | With Angle
s Offset (193 Offset

sieg buuog



Boring Bars

E6

Boring Bars

Boring Tool Series

M Features

B General Features

Since being the first in 1976 to introduce indexable
boring bars, Sumitomo Electric has been
continuously developing a comprehensive range
which includes the SEC-Small Hole boring bar
series, high rigidity boring head series, with either
steel / carbide shanks, and the latest anti-vibration
mechanism - SumiTurn X-Bar series coupled with
a wide variety of insert grades and chipbreakers,
cover a whole range of process requirements.

@ Wide selection for various boring operations

@ Minimum bore diameter from @ 5,5 mm onwards
@ New anti-vibration boring bars, SumiTurn X-Bar.
@ High rigidity head-design for small boring bars

@ Wide selection of grades and chipbreakers available for various processes and work materials

m Series SumiTurn X Bar

Good Chip Evacuation
from new head design

Evacuates
long chips

Strong cross
section to withstand
high cutting force

Evacuates
short chips

RYAVE

Ribbed structure for

maximum
rigidity

B Application Guide

@ Carbide shank

-‘.‘r‘. -' : .

@ Anti-Vibration Steel Shank

Low cost solution for long precision bores -
eliminates chatter - improves productivity and

fRig|id ShﬁDKh surface finish
or long hig
g | precision bores
—~ 1+ & &7
) ;
S
| — = i
= 8 SumiTam xf_;
< 5| E Khmr
g : ;
= 4L (X-Bar for pos. inserts) (X-Bar for neg. inserts)
S ; @ Steel shank
< 3 L
& \
o 2t
1L
0

Chatter Killer System
- Eliminates Vibration

Unique structure of X-Bar head

)
<L

Vibration
direction in cut

The damper resists vibration

8 1012

16

20

25

32

Shank size, gd (mm)

40

50

® New negative type "X Bar”
with high performance
double clamping system

SumiTurn
A\ ATTENTION: X Bar

Please keep this area free
to get the effect of
"X Bar” chattering killer system

Min. over hang
length = 3,5 x od




Boring Bars

B Recommended Over Hang Length / Shank Diameter (L/D)

Boring Tool Series

Over hang length (L/D)

Type of boring bar 1 2 3 4 s 6 7 8 9 10
I I I I I I I I I
@ Steel Shank
Rigid head design for low cost hole
boring.
[ Ant|-V|br§t|on Type S.ha.nk (X-Bar for pos. inserts) \_l
Chatter killer system eliminates
vibration - improves productivity - X-Bar for neg. inserts
improves quality { i ) SumiTurn X Bar
@ Carbide Shank
High rigidity shank for high
accuracy hole boring.
B Grades
Process Work Material
Tool Material @ w@ E] 9
High Precision Finish~Light Cut Medium Cut $3| £3| 35|5538 53| &85 &3
85 gm o= :\:§< %w zég S=
ZNNAC8015P © ]
AC8025P ) O
NeW-=ACE035P OO
AC6020M OO
CVD 06‘0 0 /:\ <:\
L AC6030M OO
ZNNENCL070K ©
Coated ZNNACL0715K ©
Carbide | | | L ACL20K /. A
ACZ150 ©| O O
EINNIACE075S O 10]0
VD ZNWFAC50255 O|lO0|0O|0
AC530U © 0|0 |0 O
AC1030U © 0 0|0 O
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, | LAceosom /| O | |
Cermet T7000A 00| 0 O] 0O
Coated T1500A/T 15002 ©0]|0 O
Cermet 730002 ©|O|0
rrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrr [ -
Carbide G10E © O
BN71000 ©)
| BN2000 ©
] BNC2070 O
SumiBoron BNC2020 o
| BN7000 0|0 O
BN7500 @)
N DA1000 O
SumiDia | DA 750 ©
@ Preferred choice C) Suitable
B Recommended Chip Breakers
@ M-Class Finish-Light-Cut @ M-Class Light-Medium-Cut @ G-Class Ground Typ @ G-Class Breaker
=1 = T4l =
3 3 | Nsu NMU 3 3
ks 201 NFK ks 21 ks 2 L/RSD ks 2 NSC
£ NLUW £ NS £ \| £
% % NUS %L/R \! L/RSDW %
o o o LIRW o NFC
1 1 1 1 1 1 L/RFYI 1 1 1
0 0,2 0,4 0 0,2 0,4 0 0,2 0,4 0 0,2 0,4

Feed rate (mm/rev)

Feed rate (mm/rev)

Feed rate (mm/rev)

Feed rate (mm/rev)

sieg buuog
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D..DCLN/S...PCLN Type

T
D-DCLN

Bottorn facing

©

Nz

7
kK

For Negative CN - Inserts (a.=0°)

B Spare Parts

Anti-vibration D type
with oil hole ﬁ @ > =
- & B N
M Holders Above figures show right hand tools. =
Stock Dimensions (mm) .| Clamp ) Shim
gg Cat. No. RIL @Dmin odl bl ¢l el f 7 Insert (eg.) | Clamp | Spring bolt Shim Screw Wrench | Wrench
m 2 D25T - DCLN R/L 1204-32 ® @ | 32|25/23/300|26|17|-12° CNS1203B | BFTX0307N | TRX10¢
g’g D32T - DCLN RI/L 1204-40 ® @ | 40 | 32|30(300|26 |22 |-10°| CNT1120400 SCP-2 CNS12048 BFTX0409N TRX15® LHO040{LH025
g 5 D40U - DCLN R/L 1204-50 ® | ® | 50 |40|37|350|26|27|-10° @34

¥ Note: Wrench (TRX type) for shim screw is not included.

Remarks: Right handed tool holders are applicable with left handed or neutral inserts.
Left handed tool holders are applicable with right handed or neutral inserts.

W Holders
Tool holders (P type) Stock Dimensions (mm)
: Cat. No.
with lever-lock system
RIL|@Dmin| d | h |14 |12 | f | 7Y
S20S -PCLNR/LO9 |® |®| 25 |20 | 18 |250| 29 | 13 |-11° CN 0903
S25T -PCLNR/LO9 |®|® | 30 | 25 | 23 |300| 33 | 17 |-10° - -
S25T -PCLNR/L12 |® |@| 32 | 25| 23 |300| 42 | 17 |-10°
S32U -PCLNR/L12 |®|®| 40 | 32 | 30 (350 49 | 22 |-11° CN__1204__
S40V -PCLNR/L12 |® |®| 50 | 40 | 37 |400| 56 | 27 |-10°
S32U -PCLNR/L16 |® 40 | 3230|350 56 | 22 |-11°
n S40V -PCLNR/L16 |®|®| 50 | 40 | 37 [400| 56 | 27 |-10° CN__1606_ _
S50W-PCLNR/L16 |Q|Q| 63 | 50 | 47 |450| 56 | 35 |-11°
S50W -PCLNR/L19 |Q|Q| 63 | 50 | 47 [450| 63 | 35 |-11° CN__1906_ _
Al figures show right hand tools.
B Applicable Inserts B Spare Parts
Carbides, Cermets
Holder CBN, PCD Lever pin | Clamp bolt Shim Shim pin Wrench
Double sided One sided
ﬂ:'
$-PCLN RIL 1 - m @ (
. &’ 7 &
S.....09 CNMG 0903_ _ NGU LCL3C-SD | LCS3B-SD LH020
S25T...12 |CNMG 1204 _NGU | CNMM 1204 _NMP | CNGA 1204 LCL4C-SD | LCS4B-SD LH025
S32U....12 CNMG 1204__ NGU | CNMM 1204_ _ NMP CNGA 1204_ _ LCL4T-SD |LCS41BS-SD| LSC42SD LSP4SD LH030
S40V.....12 CNMG 1204_ _NGU | CNMM 1204_ _ NMP CNGA 1204_ _ LCL4SD |LCS42BS-SD| LSC42SD LSP4SD LH030
S....16 CNMG 1606__ NGU | CNMM 1606_ _ NMP LCL5SD LCS5B-SD LSC53SD LSP5SD LH030
S...119 CNMG 1906_ _ NGU | CNMM 1906_ _ NMP LCL5C-SD | LCS6B-SD LSC63SD LSP6SD LHO040

@ = Euro stock
Q= Delivery on reque

ES8

st

@ Recommended Tightening Torque (N-m)




Boring Bars

D...DDUN/S...PDUN Type

For Negative DN - Inserts (o =0°)

sumitum_J*

Insert (eg.)

N-GU

B Spare Parts

Anti-vibration D type
with oil hole : 5 A =
Fa S A
M Holders Above figures show right hand tools.
Stock Dimensions (mm) .| Clamp ) Shim
Cat. No.. RIL @Dnmin odl bl ¢ el 5l Insert (eg.) | Clamp | Spring bolt Shim Screw Wrench | Wrench
D32T - DDUN RIL 1104-40 ® | ® | 40 | 32(30/300|26 |22 |-10° DNCTI110400 SCP-1 DNS1104B| BFTX0307N | TRX10¢%
D32T - DDUN R/L 1506-40 ® ® | 40 | 32(30(300|26 |22 |-12° BFTX0409N LH040{LH025
D40U - DDUN RIL 1506-50 ® | ®| 50 | 40|37 [350| 26 | 27 |-120| PNFLI1506CO SCP-2 DNS15068| "534 | TRX15™

% Note: Wrench (TRX type) for shim screw is not included.

Remarks: Right handed tool holders are applicable with left handed or neutral inserts.
Left handed tool holders are applicable with right handed or neutral inserts.

M Holders

Tool holders (P type) Stock Dimensions (mm)
. Cat. No.
with lever-lock system

RI{L[@Dmin| d | h | 14 [ I2 | f | ¥V
S25T -PDUNR/L 11 ® ® 32| 25|23 (300| 35| 17 [-11° DN__1104_ _

S32U-PDUNR/L1504 |® | @| 40 | 32 | 30 |350| 40 | 22 |-11°| DN__1504__
S40V - PDUN RIL 15 ® ® 50 | 40 | 37 |400| 56 | 27 |-11° DN 1506
S50W-PDUNR/L15 |[Q|Q| 63 | 50 | 47 |450| 63 | 35 |-10° T o

All figures show right hand tools.

W Applicable Inserts B Spare Parts
Carbides, Cermets
Holder CBN, PCD Lever pin | Clamp bolt Shim Shim pin Wrench
Double sided One sided

S-PDUN RIL '& @ @ m @ ‘ﬁ

(. J
S25T .11 DNMG 1104_ _ NGU - DNGA 1104_ _ LCL3DB-SD | LCS3DB-SD - - LH020
S32U ...1504 | DNMG 1504_ _NGU | DNMM 1504_ _ NMP DNGA 1504 LCL4D-SD | LCS5DB-SD | LSD42SD LSP4SD LH030
S40V ....15 DNMG 1506_ _ NGU | DNMM 1506_ _ NMP DNGA 1506_ _ LCL4D-SD | LCS5DB-SD | LSD42SD LSP4SD LH030

S50W....15 DNMG 1506_ _ NGU | DNMM 1506_ _ NMP DNGA 1506_ _ LCL4D-SD | LCS5DB-SD | LSD42SD LSP4SD LH030

Jasu| "hau Joy
sieg buuog



Boring Bars For Negative SN -Inserts (o =0°)

S...PSKN Type

M Holders
Tool holders (P type Stock Dimensions (mm T L
; ( yp ) Cat. No. ( ) il I‘\_O/) a1
with lever-lock system l 1
RIL|oDma| d | h [0 | 12| f[7 T e
S25T -PSKNR/L12 |®|®@[32 | 25|23 |300| 42 | 17 |-11°
S32U -PSKNR/L12 |®|®@| 40 | 32 | 30 |350| 45 | 22 |-10°| SN__ 1204 _
S40V -PSKNR/L12 |@|®@] 50 | 40 | 37 |400]| 50 | 27 |-10°

S40V - PSKN R/L 15
S50W - PSKN R/L 15

63 | 40 | 47 |400| 60 | 35 |-10°
63 | 50 | 47 |450| 60 | 35 |-10°

SN__1506__

(]
(]

S50W-PSKNR/IL19 |0|Q|63 | 50 | 47 |450| 60 | 35 | -9° | SN__1906__

All figures show right hand tools.

Boring Bars
for neg. Insert

B Applicable Inserts B Spare Parts
Carbides, Cermets
Holder CBN Lever pin | Clamp bolt Shim Shim pin Wrench
Double sided One sided

P O & @ o

S25T....12 SNMG 0903_ _ NGU - - LCL4C-SD | LCS4B-SD - - LH025
S32U...12 SNMG 1204_ _NGU | SNMM 1204_ _ NMP SNGA 1204_ _ LCLAT-SD |LCS41BS-SD| LSS42SD LSP4SD LHO030
S40V....12 SNMG 1204_ _NGU | SNMM 1204_ _ NMP SNGA 1204_ _ LCL4SD |LCS42BS-SD| LSS42SD LSP4SD LHO030
S...15 SNMG 1506_ _ NGU | SNMM 1506_ _ NMP - LCL5SD LCS5B-SD LSS53SD LSP5SD LH030
S..19 SNMG 1906_ _ NGU | SNMM 1906_ _ NMP - LCL5C-SD | LCS6B-SD LSS63SD LSP6SD LHO040
E1 0 ° = Euro stock Q - Delivery on request _ @ Recommended Tightening Torque (N-m)
O =Japan stock A =To be replaced by new item



RIGIDITY - ECONOMY - PRECISION

Boring Bars

Internal Turning & Copying

"T-REX” Type
sumiturn 1 ~-REXC_

(A ™)
S-DTR
Profiling
P Sy B Spare Parts
- J X < O /’
) D) \ £®
f >0 & /§ /Q
u
. HOlderS Above figures show right hand tools. -
Stock Dimensions (mm) ) )
Cat. No. RIL loDlad] h | ¢ | e Flv]e Clamp | Spring | Screw | Shim | Screw | Wrench | Wrench
min 1 2
S32S-DTR55C R/L-17 ® O| 44 | 32 |30(250|40 |22 |-12°| 7 BFTX0307N )
S40T-DTRS5C RIL17 | 5| 50 | 40|37 300] 40 | 25 |-10° 6,2 | TREP3 |SSP420 BX0S20 [TRWSS0S] 5, TSWO40 [TRXIO

B Advantages

@ T-REX Inserts for Maximum Economy

(%) Note: Wrench (TRX10) for shim is not included.

With 6 cutting edges and a 55 degree included angle - T-Rex is the intelligent alternative to profile turning with a traditional 4

edge DNMG insert.

B Inserts
Coated Carbide 83?3%{
o o o o o = N
= 2588 8 ¢8
Applic. Shape Cat. No. r 12|22 |2 2 &
> TRM 551704-FL 0,4 o o r
o £ -
£o n 551708-FL 08 ) o)
i FL 210,0
‘] ”-*'Fj TRM 551704-LU 0,4 ® o A A A Q
. ol 551708LU | 08 | ® | O | A | A | A o
£ %i LU 551712-LU 1,2 o o A A o
[72]
k= 't i i TRM 551704-SU 0,4 o A e} o 55°
= iy = gl
Iy 11 551708-SU 08 O | A | A o | o
i’ Su 551712-SU 1,2 o A Q
5 " TRM 551704-GU 0,4 o o A A A o
&) .'I Gt ‘
£ ! 551708-GU 08 | 0| O | A | A | A | O Application ~ p  Steel
= GU 551712-GU 1,2 0] 0] A A A M Stainless steel
® Recommended Cutting Conditions I Cutiing speed (m/min)
Grade Coated Carbide Coated Cermet
AC810P AC8025P AC820P AC830P. AC630M T3000Z
Low carbon steel 20 400| 150 350 | 150 350 | 120 300 | 120 300 | 100 400
Work f 1 f 1 F 1 f \ rmm— rem—
materials | Alloy steel 150 300 100 250 | 100 250 |80 200 80 230 100 250
, e [
Stainless steel 50 150 100 160
Finishing @) O O O O @
Apg::‘gon Medium cutting O © @) O @) O
Interrupted cutting O O O O O
© Preferred choice O Suitable

Jasu| "hau Joy
sieg buuog
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Boring Bars

For Negative TN - Inserts (o =0°)

D..DTFN/S...PTFN Type

SumiTurn J X Bar »

D-DTEN
. |
Stop boring ©) Insert (eg.)
=P
< —— T
@ o
Y . N-GU
—6°
\ ) L M Spare Parts
Anti-vibration D type ¢
with oil hole <
AL
M Holders Above figures show right hand tools. -
Stock Dimensions (mm) . Clamp . Shim
gg Cat. No. RIL @Dmin gdlh | ¢ & £ 7 Insert (eg.) | Clamp | Spring bolt Shim Screw Wrench | Wrench
mg D25T - DTFN R/L 1604-32 ® | ® 32 |25(23(300|21[17|-12° TNS1603B
2% | D32T-DTFNRIL 1604-40 ® | ® | 40 |32/30[300|26| 22 |-10° TNTTI160400 SCP-1 B Bg)éogom TRX10%|LHO40|LH025
g g D40U - DTFN R/L 1604-50 ® O | 50 |40|37/350|26|27|-10° '
= ¥ Note: Wrench (TRX type) for shim screw is not included.
H Holders
Tool holders (P type) Stock Dimensions (mm)
. Cat. No.
with lever-lock system
R|L gDmm d h I1 |2 f Y
S20S - PTFN R/L 11 25 20| 18 {250| 30 | 13 |-12° TN__1103_ _
B i 24 ['S25T -PTFNRIL16 |@|®@ |32 | 25 | 23 [300 43,3 17 |-13°
S32U -PTFNR/L16 |@ @ | 40 | 32 | 30 [350|49,6| 27 |-12°
e ] \ - S40V -PTFNR/IL16 | @ 50 | 40 | 37 |400|49,5| 27 |-11° TN_ 1604
Ep- ’ S50W-PTFNR/L16 |[Q|Q| 63 | 50 | 47 [450| 56 | 35 |-10°
) ==
L )
M ' i S40V -PTFNR/L22 |@| @] 50 | 40 | 37 |400| 59 | 27 |-11 N 2204
Iz S50W-PTFNR/L 22 |Q 63 | 50 | 47 |450| 66 | 35 |-10° - -
All figures show right hand tools.
B Applicable Inserts B Spare Parts
Carbides, Cermets
Holder CBN Lever pin | Clamp bolt Shim Shim pin Wrench
Double sided One sided
| GG Y s & L&
J
S..11 - - - LCL3T-SD LCS3B-SD - - LH020
S...16 TNMG 1604__ NGU | TNMM 1604_ _ NMP TNGA 1604_ _ LCL3SD LCS3TB-SD | LST317SD LSP3SD LH025
S...22 TNMG 2204 NGU | TNMM 2204_ _ NMP TNGA 2204 _ LCL4SD |LCS42BS-SD| LST42SD LSP4SD LHO30

® = Euro stock

E12

Q= Delivery on request

@ Recommended Tightening Torque (N-m)



For Negative WN - Inserts (o =0°)

D-DWLN

Bottom facing

Anti-vibration D type

Boring Bars

D...WLN/S...MWLN Type

sumitum_J*

B Spare Parts

Insert (eg.)

with oil hole <
£@ p P
M Holders Above figures show right hand tools.
Stock Dimensions (mm) .| Clamp ) Shim
Cat. No. RIL @Dnmin od| h ¢ lea] £y Insert (eg.) | Clamp | Spring bolt Shim Screw Wrench | Wrench
D25T - DWLN R/L 0804-32 ® | ® | 32 |25(23(300(26(17|-12° WNS0803B| BFTX0307N | TRX10¢%
D32T - DWLN R/L 0804-40 ® | @® 40 |32|30|300|26 |22 |-10°|WNT1080400 SCP-2 BFTX0409N LH040{LH025
o \WNS0804B TRX15¢
D40U - DWLN R/L 0804-50 ® ® | 50 |40|37(350|26 |27 |-10 @34
% Note: Wrench (TRX type) for shim screw is not included.
M Holders
'&'ﬂ'@?:? Tool holders (M type) Cat N Stock Dimensions (mm)
W q at. No.
v‘f"’m with wedge clamp system
éﬂﬁ'ﬂ‘t % RIL|oDma| d | h |14 [ 12| £ | ¥
S - MWLN R/L S25R-MWLNR/L08 |®|®| 32 | 25 | 23 |200| 28 | 17 |-15°
S32S-MWLNR/L08 |® |@| 40 | 32 | 30 |250| 28 | 22 |-14°| WNMG 0804_ _
S40T-MWLNR/LO8 |@® @ | 50 | 40 | 37 [300| 28 | 27 |-12°
All figures show right hand tools.
W Applicable Inserts B Spare Parts
Carbides, Cermets
Holder Clamp Double screw Pin Shim Wrench
Double sided One sided
‘@ -
S - MWLN RIL L.l w Q@f’
? .
S...08 WNMG 0804_ _ NGU | WNMM 0804_ _ NMP HE060011W WB 6-16 HE060011P | HE060011E |LHO025, LH030

Jasu| "hau Joy
sieg buuog
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Boring

Bars

BIDJS...SCLC Type
sumitum_J*

B Type (Fig.1)

B/D'SC LC Min. Bore Dia.

Bottom facing

For Positive CC_ - Inserts (o =7°)

D Type (Fig2)

@Dmin

od

Qil

hole

Insert (ex.)

&

ta
M Holders
Stock Dimensions (mm) )
Steel shank Cat. No. RIL @Dmin gdlhle ] fle Fig. Insert (ex.) Screw Wrench
Anti-vibration BO8H - SCLC R/L 0602-10 ® o | 10 8 7 (100(5,5| 19 |-13° 1 BFTX02505N
B type B10K - SCLC R/L 0602-12 ® | ®| 12 | 10| 9125 6| 21(-12° " |ccOros0200| @11 TRX08
£§ D12M - SCLC R/L 0602-14 ® | ® 14 | 12]11/150| 7|25}-10° |
m = Anti-vibration D16R - SCLC R/L 09T3-18 ® ® 18 | 16| 15|200| 11| 30| -8°
Dy CCLT 09T300
£8 D type D20S - SCLC R/L 09T3-22 ® @ 22 20| 18|250| 13|30 | -7°| 2.
'g 5 with oil hole D25T - SCLC R/L 1204-32 ®  ® | 32 | 25|23|300| 17| 38| -6° BFTX0511N
D32T - SCLC RIL 1204-40 e |e®| 40 |32]30|300] 20| 53] -6° CCLT 120400 | & 5 TRX20
Al figures show right hand tools.
Remarks: Right handed tool holders are applicable with left handed or neutral inserts.
Left handed tool holders are applicable with right handed or neutral inserts.
B Holders
Tool holders (S type) Stock Dimensions (mm)
. Cat. No.
with screw-lock system
RIL|@Dmn| d | h | 14 [ l2 | f |7
S10K-SCLCR/L06 |A|A| 13|10 125/ 9 | 7 |-12°
S12M-SCLCR/L06 |A|A| 16 |12 | 11|150| 11 | 9 |-10° CC__0602__
7 B o S16R-SCLCR/LO6 |® ®| 20 | 16 | 15|200| 15 | 11 | -8°
S16R-SCLCR/L09 |A|A| 20 |16 | 15|200| 15 | 11 | -8° cC 0973
S20S-SCLCR/L09 |A|A| 25|20 |18|250| 20 | 13 |-7° o T
S25T - SCLC RIL 12 A|32(25|23|300(20 |17 |-6°
S32U-SCLCR/L12 |®|®| 40 | 32 | 30 |350| 25 | 22 |-10° CC__1204__
S40V - SCLC R/L 12 ® | 50 | 40 | 37 |400| 25 | 27 | -8°
All figures show right hand tools.
B Applicable Inserts B Spare Parts
Holder Carbides, Cermets Screw @ Wrench
ey ~ \ ]
9 L
$-SCLCRIL W (C @
S....06 CCMT 0602__ NFP CCGW 0602_ BFTX02505N 1,1 TRX08
S16R.....09 CCMT 09T3_ _ NFP CCGW 09T3_ _ BFTX0407N 3,0 TRX15
S20S.....09 CCMT 09T3_ _ NFP CCGW 09T3_ _ BFTX0409N 34 TRX15
S...12 CCMT 1204_ _ NFP CCGW 1204_ _ BFTX0511N 50 TRX20

E14

@ = Euro stock

Q = Delivery on request

A =To be replaced by new item

@ Recommended Tightening Torque (N-m)




For Positive CP _ - Inserts (

(X_

11°)

Boring Bars

S/C...SCLP Type

M Holders
Tool holders (S type) Stock Dimensions (mm)
. Cat. No.
with screw-lock system
R L ﬂDmin d h |1 |2 f y
S10K-SCLPRIL08 @ |®| 12 |10 | 9 125/ 12| 6 |-5°| (b T 0g02
S -SCLPR/L S12M-SCLPR/L08 |® |®| 16 | 12 | 11 [150| 15| 8 |-3° - -
S16R - SCLP R/L 09 ® 20|16 |15[200| 18 | 10 | -3°
Steel shank
eelshan S20S-SCLPRIL09 |® | ®| 25 | 20 | 18 [250] 18 [125] 0 | CT -1 0903 -
S25T-SCLPR/L12 |@|®| 28 | 25 | 22 [300 (17,4 14 | -3° | CP_T 1204 _
F
|2-
+
C10Q-SCLPR/L08 |@|Qa|12[10| 9 [180|15| 6 |-5° CP T 0802
C-SCLPR/L C12R-SCLPR/L08 |[Q|Q|16 |12 | 11]200| 15| 8 |-2° - -
, ! Dmn ed C16S-SCLPR/L09 |@|Q|20 |16 |15(250| 15|10 |-2°| CP_T 0903 _
Carbide shank YA o
All figures show right hand tools.
B Applicable Inserts B Spare Parts
Holder Carbides, Cermets CBN Screw @ Wrench
SIC-SCLP RIL @ ‘C &
S/C 10.....08 CPGT 0802__ NSD CPMW 0802_ BFTX 0305 A TRX 10
S/C 12.....08 CPGT 0802_ _ NSD CPMW 0802_ _ BFTX 0305 A TRX 10
S/C 16.....09 CPGT 0903_ _ NSD CPMW 0903_ _ BFTX 0407 A 34 TRX 15
S 20.....09 CPGT 0903_ _ NSD CPMW 0903_ _ BFTX 0407 A 34 TRX 15
S$25..12 CPGT 1204_ _NSD BFTX 0509 A 5,0 TRX 20

pasuj 'sod 1o}
sieg Buuog
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Boring Bars For Positive DC_ - Inserts (o =7°)

B/DJS...SDUC Type
sumitum_J*

B Type (Fig.1) D Type (Fig2) Insert (ex.)

AR
B/D-SDUC Min. Bore Dia.
Copying i @D mn ad Oil hole @

B Spare Parts

&

Fig. Insert (ex.) Screw Wrench

M Holders

Stock Dimensions (mm)
Steel shank Cat. No. 2Dnmin gdlhle | flely

Anti-vibration

e B10M - SDUC RIL 0702-13 o|e| 13|10 9ls0| 7|25]-8°| 1. S TX02506
s D12M - SDUC RIL 0702-16 e |e| 16 | 12| 11]150] 9|35|-8° DCLIT 070200 15 | RX08
@E | .o | DI6R-SDUCRIL 0702-20 e |e| 20 |16] 15(200] 11| 40| -6°
o, | Anw-vibraton o Tt T T ST 0 T T T T T T T T e
24 D type D20S - SDUC RIL 11T3-25 e |e| 25 [ 20| 18|250| 13| 45|-6°| 2.
S5 | withoihole | D25S-SDUCRIL1173-32 o e 32 |25 22250 17| 7,0|-6° DCLIT 117300 BFTX%“Z?QC’% TRX15
D32T - SDUC RIL 11T3-40 e |e| 40 [32]30|300] 22| 80]-6° 4

Al figures show right hand tools.

Remarks: Right handed tool holders are applicable with left handed or neutral inserts.
Left handed tool holders are applicable with right handed or neutral inserts.

M Holders

Tool holders (S type) Stock Dimensions (mm)
: Cat. No.
with screw-lock system

mn| d | h | 11| f | e |y
13110 | 9 |125| 7 |25]-8°
16 | 12| 11 |150| 9 |3,5]|-8° DC__0702__
20 |16 | 15|200| 11 | 4 | -6°

S10K - SDUC R/L 07
S12M - SDUC R/L 07
S16R - SDUC R/L 07

® e e T
® 0 o

S20S - SDUC R/L 11 25|20 | 18 |250| 13 |45 | -6°
S25T - SDUC R/L 11 32125 |22|300| 17 |75 -6° DC__M1T3__
S32U-SDUCR/L11 |®|®| 40 | 32 | 30 |350| 22 | 11 | -6°

All figures show right hand tools.

B Applicable Inserts B Spare Parts
Holder Carbides, Cermets CBN, PCD Screw (Nm) Wrench
S - SDUC RIL = o )L L . =)
S -SDQC RIL = - f
S10K...07 | DCMT0702__NFP | DCMT0702__NSK | DCGW0702__  [BFTX02506N 1,5 TRX08
S12M...07 | DCMT0702__NFP | DCMT0702__NSK | DCGWO0702__  |BFTX02506N 15 TRX08
S16R...07 | DCMT0702__NFP | DCMT0702__NSK | DCGW0702__  [BFTX02506N 15 TRX08
.1 DCMT 11T3__NFP | DCMT 11T3__NSK | DCGW 11T3__ | BFTX0409N 34 TRX15

E1 6 ® = Euro stock @ Recommended Tightening Torque (N-m)



For Positive DC_ - Inserts (a.=7°)

SumiTurn a X Bar

fe———

B/D-SDQC

Copying

B Type (Fig.1)

Min. Bore Dia.

D Type (Fig

Boring Bars

B/D/S...SDQC Type

2)

Qil hole

Insert (ex.)

B Spare Parts

&

pasuj 'sod 1o}
sieg Buuog

B Holders
Stock Dimensions (mm) .
Steel shank Cat. No. RIL @Dmin od| h ¢ ] flely Fig. Insert (ex.) Screw Wrench
Antivibration | 5400 SpQC RIL 0702-13 o e 13|10 9l150 7|25]-8°| 1.
B type pcrT 070200 |BFTXOZ08N) - 1ry0g
D12M - SDQC R/L 0702-16 ® O 16 | 12| 11|150| 9] 3,5|-8° 1,5 @
Anti-vibration D16R - SDQC RIL 0702-20 ® & 20|16 15/200| 11140(-6°| |
D type D20S - SDQC R/L 11T3-25 ® | @ 25 | 20| 18|250| 13|4,5|-6°| 2.
withoilhole |  D25S - SDQC RIL 1173-32 o || 32 |25]22|250] 17| 7,0| -6° DCOT 117300 BFTXg‘:O%“ TRX15
D32T - SDQC R/L 11T3-40 ® | ® | 40 | 32| 30|300| 22| 7,0|-10° s
All figures show right hand tools.
Remarks: Right handed tool holders are applicable with left handed or neutral inserts.
Left handed tool holders are applicable with right handed or neutral inserts.
B Holders
Tool holders (S type) Stock Dimensions (mm)
i Cat. No.
with screw-lock system
R{L|@Dwin| d | h |11 | f | e |V
S10K -SDQCR/L-07 |® |®| 13 | 10| 9 [125| 7 |25 -8°
S12M -SDQCR/L-07 |® |®@| 16 | 12 | 11 |150| 9 |3,5| -8° DC__0702__
S16R-SDQCR/L-07 |® |®| 20 | 16 | 15 |200| 11| 4 | -6°
T $20S-SDQCRIL-11_|®|®] 25 20 | 18 (250| 13 [45|-6"| v 4474
+ S25T-SDQCR/L-11 |@® |@| 32| 25|22 |300|17 | 7 |-6° T -
wat I
I ;
Siris
All figures show right hand tools.
B Applicable Inserts B Spare Parts
Holder Carbides, Cermets CBN, PCD Screw @ Wrench
S - SDUC RIL = o W)L L)
S -SDQC RIL >~ g
S10K.....07 DCMT 0702_ _NFP | DCMT 0702_ _ NSK DCGW 0702_ | BFTX02506N 15
S12M.....07 DCMT 0702_ _ NFP | DCMT 0702_ _ NSK DCGW 0702_ _ BFTX02506N 1,5
S16R.....07 DCMT 0702__ NFP | DCMT 0702__ NSK DCGW 0702_ _ BFTX02506N 1,5
S..11 DCMT 11T3_ _NFP | DCMT 11T3_ _ NSK DCGW 11T3_ _ BFTX0409N 3,4

E17



Boring Bars For Positive SP - Inserts (o =11°)

S/C...SSKP Type

B Holders

Tool holders (S type) Stock Dimensions (mm) a
. Cat. No.
with screw-lock system !

Boring Bars
for pos. Insert

R| L |[@Dmn| d h|lqy |l f Y
S12M - SSKP R/L 09 ® 16 | 12|11 [150| 9 | 8 | -6°
S - SSKP R/L S16R-SSKPR/L09 |®|®|20 | 16 | 15 [200|6,8 | 10 | -4° SP T 0803
Stool shank S20S-SSKPR/IL0O9 |@|Q| 25|20 18 [250]8,5 [12,5] -2° - -=
S25T-SSKPR/IL09 | @ 28 | 25|22 (3001 5 (14| 0
-
C12R-SSKPR/L09 |®@ 16 | 12 | 11 |200| 25 | 8 | -6°
C - SSKP R/L - ° 4°
C16S - SSKP R/L 09 20 | 16 | 15 (250| 30 | 10 | -4 SP_T 0003
. & 0 in @
Carbide shank ,.-‘_ —_—

All figures show right hand tools.

Remarks:  Right handed tool holders are applicable with left handed or neutral inserts.
Left handed tool holders are applicable with right handed or neutral inserts.
SPGT figure shows left hand tool.

B Applicable Inserts B Spare Parts
Holder Carbides, Cermets CBN Screw @ Wrench
) ~
SIC-SSKP RIL _/’ = @
-
S/C 12....09
SIC1E....09 SPGT 0903__L/R-SD SPGW 0903 BFTX 0307 A 2,0 TRX 10
S 20.....09 - -
S25....09
E1 8 ® = Euro stock @ Recommended Tightening Torque (N-m)
Q= Delivery on request



For Positive TC - Inserts (a.=7°)

Boring Bars

S...STFC Type

pasuj 'sod 1o}
sieg Buuog

M Holders
Tool holders (S type) Stock Dimensions (mm)
. Cat. No.
with screw-lock system
R|L|eDmn| d [ h | 11 | 12| f
S10K-STFCR/L09 |@|®| 13 | 10 125| - |10,5|-12° TC__0902_ _
S -STFC RI/L
S12M-STFCR/L11 |@ | @] 16 | 12 | 11 |150| 10 | 9 |-10°
S16R-STFCR/L11 |@|®| 20 | 16 | 15 |200| 12 | 11 | -6° TC__1102__
S20S-STFCR/IL 11 |@|®| 25 |20 | 18 |250| 14 | 13 | -3°
e
S25T-STFCR/L16 |@|Q| 32 | 25|23 |300| 18 | 17 | -6°
S32U-STFCR/L16 | @ 40 | 32 | 30 |350| 20 | 22 |-10° TC__16T3__
S40V-STFCR/L16 |Q 50 | 40 | 37 |400| 25 | 27 | -8°
All figures show right hand tools.
B Applicable Inserts B Spare Parts
Holder Carbides, Cermets CBN, PCD Screw @ Wrench
Vi 4
S -STFCRIL \‘"\"

S....09 TCMT 0902_ _ NFP TCGW 0902_ _ BFTX02205N 0,5 TRX06

S.. 11 TCMT 1102_ _NFP | TCMT 1102_ _ NSK TCGW 1102_ _ BFTX02506N 15 TRX08

S...16 TCMT 16T3__NFP | TCMT 16T3_ _ NSK TCGW 16T3_ _ BFTX0409N 3,4 TRX15

E19



Boring Bars For Positive TB/ TP__- Inserts (.= 5, 11°)

BIDISIC...STUP@) Type
sumitum_J*

( \ B Type (Fig.1) D Type (Fig2) Insert (ex.)
BID-STU P Min. Bore Dia.
a D min W
Stop boring 0D od o
<] < % h
?b’ A [ ~
S, Vs - —
\ ) A &
M Holders N
Stock Dimensions (mm) )
Steel shank Cat. No. RIL @Diin 2dlh | flea] v Fig. Insert (ex.) Screw Wrench
Anti-vibration BO8H - STUP R/L 0802-10 ® e 10| 8| 7|100| 5|13|-10° 1 LTPLIT.080200) |BFTX0204A €05 TRX06
B type B10K - STUP R/L 1103-12 o|(o| 12 10| 9(125| 6|15|-8°|
D12M - STUP R/L 1103-14 oo 14 [ 1211150 7[17]-7 BFCT:X%%A
% | mivibraion | D16R-STUPRIL 1103-18 o|e| 18 | 16| 15(200| 9| 18| 4 TPOT 10300 ) 20 TRX10
"3,5 D type D20S - STUP R/L 1103-22 ® @& 22 120|18/250 1111837 2. | | BFTX030TA €20] ..
£8 | withoilhole D25T - STUP RIL 1604-28 e e | 28 |25|22(300] 14| 18] -2 BFTX0410A
S5 D32T - STUP RIL 1604-40 e |e| 40 |32]30(300| 20| 13]-2° TPUT 160400 | "¢ 54 TRX15

All figures show right hand tools.

Remarks: Right handed tool holders are applicable with left handed or neutral inserts.
Left handed tool holders are applicable with right handed or neutral inserts.

M Holders

Tool holders (S type) Stock Dimensions (mm) .
: Cat. No. M
with screw-lock system

.:: RIL|@Dmn| d [ h | 14 | l2 ]| f |V

S08H-STUBR/L06-01 |®@ (@ 8 | 8 | 7 [100| 30 | 4 |-12° TB_ T 0601__

S -STUPB R/L S08H-STUPR/L08-02 | @ @ |10 | 8 | 7 [100| 13 | 5 |-10° TP_T 0802__
S10K-STUPR/L 1103 | @ (@ 12 |10 | 9 [125| 15| 6 |-8°

Steel shank
S12M-STUPR/L11-03 | @ | @ | 16 | 12 | 11 |150| 17 | 8 | -6° TP_T 1103__
S16R-STUPR/L11-03 (@ | @ | 20 | 16 | 15 |200| 18 | 10 | -2°
S20S - STUP R/L 16 ® ® 25 20| 18 |250| 18 |12,5| -3° TP T 1604
S25T - STUP R/L 16 ® @ 23 | 25| 22|300| 18 | 14 | -2° - -

C08M-STUBR/L06 |®
C08M-STUPR/L08 |®
C10Q-STUPRIL11 |@®
C12R - STUP R/L 11
C16S-STUPR/IL11 | @

8 | 8 | 7 |150| 50 | 4 |-12° TB_T 0601__
10| 8 | 7 |150| 18 | 5 |-10°| TP_T 0802__
6
8

C -STUP/B R/L
Carbide shank

12 /10| 9 |180| 19 -8°
16 | 12 | 11 ({200 25 -6° TP_T 1103__
20 | 16 | 15 |250| 30 | 10 | -4°

e e e e

B Applicable Inserts B Spare Parts
Holder Carbides, Cermets CBN, PCD Screw @ Wrench
SIC-STU_ RIL \ @
S/C 08.....06-01 TBGT 0601_ _L/R-W - BFTX 0204 A 0,5 TRX 06
S/C 08.....08-02 | TPGT0802_ L/RW| TPMW 0802 BFTX 0204 A 05 TRX 06
S/C 10.....11-03 TPGT 1103_ _L/R-W TPGW 1103_ _ BFTX 0306 A 2,0 TRX 10
IS/C 12/16.....11-03[ TPGT 1103_ _L/R-W TPGW 1103_ _ BFTX 0307 A 2,0 TRX 10
S 20/25.....16 TPGT 1604_ _L/R-W TPGW 1604_ _ BFTX 0410 A 3,4 TRX 15
EZO ® = Euro stock @ Recommended Tightening Torque (N-m)
Q= Delivery on request



For Positive VB - Inserts (o =5°)

Boring Bars

Anti-vibration D type
with oil hole

D-SVUB

Cop ingI

Fig.1

od Qil hole

SumiTurn J X Bar

QOil hole

B Spare Parts

D...SVUB / SVZB Type

Insert (ex.)

D | £

=
M Holders Above figures show right hand tools.
Cat. No. SRtOCIE @Drmin od Dr:me;;smn?(mz) v Fig. | Insert (ex.) Pin ?c?_;nvs Shim | Screw |Wrench | Wrench
D16R - SVUB RIL 1103-22 e e 22[16]15/200] 13|57
D20S - SVUB R/L 1103-27 @ ®| 27 120/18!250] 15 | 5 | -5° 1. | vBOO 110300 _ _ _ |BFTX02506) TRX08 _
D25T - SVUB RIL 1604-35 ® e 35|25/233000205/ 975 | | | | | BFTX03508| — o
D32T-SVUBRIL 160440 | @ | @ | 40 [32|30|300| 22 | 9 |75 % | VBLL8MO0 1ypann lriossod svpsz2 | €20 | TR¥10 [ oo

Remarks: Right handed tool holders are applicable with left handed or neutral inserts.
Left handed tool holders are applicable with right handed or neutral inserts.

SumiTurn J X Bar

Anti-vibration D type

Fig.1

Qil hole

Qil hole

pasuj 'sod 1o}
sieg buuog

with oil hole |
T ) ) —
D - SVZB Insert (ex.)
Copying -
=
B Spare Parts
— D | £3
\ £® -0
M Holders Above figures show right hand tools. ¢
Stock Dimensions (mm) ; . Clamp .
Cat. No. i Fig. | Insert (ex. Pin Shim | Screw | Wrench | Wrench
RIL |°Pmrlgalh ¢ | £ el v] 9 (ex.) screw
D16R - SVZB R/L 1103-22 ® | ® 22 (16/15|200| 13 |5| -7
D20S - SVZB R/L 1103-27 ® | ® 27 2018|250\ 15 |5 | -5 1 VBDDWBOO - - - BFTXOZSOGTRXOS -
D25T - SVZB R/L 1604-35 ® | ® 35 (25/23(300/20,5/ 9 |-7,5 BETX03508
2' VBDD 160400 ................................. TRX10 ...........
D32T - SVZB R/L 1604-40 ® ® 40 (32|30(300|22 |9 |-7,5 VP32B |BH03504| SVP32 | @20 LH020
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Boring Bars For Positive VB - Inserts (o = 5°)

S...5VQB / SVUB, SVZB Type

B Holders

S -SVQ@B R/L

Tool holders (S type) Stock Dimensions (mm) I Al
with screw-lock system Cat. No. T /@gy‘" ;‘!.@.

RIL|@Dm| d | h |4+ ]| f |7V |e

S16R-SVQBR/L 11 |®|®| 22 | 16 | 15 |200| 13 |-6,5°
S20S-SVQBR/L11 |®@|®@| 27 | 20 | 18 |250| 15 |-6,5°

VB__1102__

S25T-SVQBR/L16 |®|®| 35 | 25 | 23 [300(20,5)-6,5°
S32U-SVQBRIL16 |®|®| 40 | 32 | 30 |350] 22 |-6,5° VB__ 1604

i‘_ S40V-SVQBR/L 16 |Q|Q| 50 | 40 | 37 |400] 27 |-6,5°
S16R-SVUBR/L11 |®@|®@]22 | 16 | 15|200] 13 |-7,5° VB 1102
S -SVUB R/L S20S-SVUBR/L11 |®@|®@| 27 | 20 | 18 [250] 15 |-7,5° -= -

S25T-SVUBR/L 16 |®|®| 35 | 25| 23 [300(20,5/-7,5°
S32U-SVUBRIL16 |®|®|40 | 32 | 30 |350] 22 |-7,5° VB__1604__
S40V-SVUBR/L16 |Q|Q|50 | 40 | 37 [400] 27 |-7,5°

Boring Bars
for pos. Insert

S16R-SVZBRIL11 [®[®@[22 [ 16 | 15 [200| 13 |7,5° 5
$-8VZB RIL O e +d  |S20S-SVZBR/IL11 |®|®@) 27 |20 | 18 |250| 15 |-7,57 5

VB__1102__

S25T-SVZBRIL16 |® @35 | 25| 23 [300(20,5/-7,5° 9
S32U-SVZBR/IL16 |®|®|40 | 32 |30 [350] 22 [-7,5° 9 VB__ 1604 _
S40V - SVZB RIL 16 al 50 | 40 | 37 [400] 27 [-7,5°] 10

All figures show right hand tools.

B Applicable Inserts B Spare Parts

Holder Carbides, Cermets CBN Pin Clamp bolt Shim Screw Wrench Wrench

< e e (B 8= g

S16R VBMT 1102__ NFP | VBMT 1102__ NSK - - - - BFTX02506N | TRX08
$208 VBMT 1102__NFP | VBMT 1102_ _ NSK - - - - @15 TRX08
S25T VBMT 1604 NFP | VBMT 1604 _ NSK VBGW 1604 - - - TRX10
S32U VBMT 1604__ NFP | VBMT 1604__ NSK VBGW 1604_ _ VP32B BH03504 SVP32 822%3508 TRX10 LH020
S40V VBMT 1604__ NFP | VBMT 1604__ NSK VBGW 1604_ _ VP40B BH03504 SVP32 TRX10 LH020
E22 ° f Eur_o stock @ Recommended Tightening Torque (N-m)
Q= Delivery on request



For Positive WB - Inserts (o = 5°)

Boring Bars

S/C...SWUB Type

=

M Holders
Tool holders (S type) Cat N Stock Dimensions (mm) @ 4
. at. No.
with screw-lock system L& 0 =l
R|L|@Dmo| d | h | 11| Iz Y A =
S - SWUB R/L . o S08H - SWUB R/L 06-01|® |®| 55| 8 | 7 [100] 18 -12°|  WBGT 0601_ _
Steel shank ?:'
N 1= v a—
b .,: I ﬁ
¥ n"'f a!—
bt F]
C - SWUB R/L . ) C08K-SWUBR/L06 |®|®@[55] 8 [ 7 [125[30[ 3 [-12°] WBGT0601__
-+ mn 3

Carbide shank

Fadt,
-
o=
Iy o
=

la

Remarks: Right handed tool holders are applicable with left handed or neutral inserts.
Left handed tool holders are applicable with right handed or neutral inserts.

B Applicable Inserts

B Spare Parts

All figures show right hand tools.

Holder Carbides, Cermets CBN Screw @ Wrench
SIC-SWUBRI/L &

S/C08...R06 | WBGT0601__LW BFTX0203N| 05 TRX 06

S/C08...L06 | WBGT0601__RW BFTX0203N| 05 TRX 06

pasuj 'sod 1o}
sieg Buuog
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Solid Carbide Boring Bars

BXBR Type

B Characteristics Sumi Smdﬂl

@ Economical, two-cornered insert.

@® Maximum boring depth 5D (5 times the shank diameter)

@ Usable at any desired overhang.

@ Shank size = min. bore diameter for easy selection.
(Available from g 2 mm to @ 5 mm in 0,5 mm increments.)

@® KBMX Type cutting edge used, no breaker versions also
available in stock.

Small Hole Finishing DMIN . DCON
. 0
'BXBR | il —— )
| ‘ \ N— —
Stop boring 20 &( wl ox m
7, RE
- LF
— LH
o
£ q —————
\ J H a 7
» Figure shows tool with breaker.
& W Solid Carbide Bar
2 Stock Dimensions (mm) )
'E Cat. No. ACZ1501AC530U DMIN DCON H F WF LH CDX E1 RE Applicable Sleeve
@ BXBR 02005 R O 2,0 2,0 1,8 50 0,80 | 6,0 10,0 | 0,20 | 0,05 HBX 2016
02020 R @) 2,0 2,0 1,8 50 0,80 | 6,0 | 10,0 | 0,20 | 0,20 HBX 2016
BXBR 02505 R o) 2,5 2,5 2,2 50 1,05 | 75 | 125 | 0,20 | 0,05 HBX 2516
02520 R o) 2,5 2,5 2,2 50 1,05 | 75 | 125 | 0,20 | 0,20 HBX 2516
BXBR 03005 R o) 3,0 3,0 2,7 50 1,30 | 90 | 150 | 0,25 | 0,05 HBX 3016
g 03020 R 0} 3,0 3,0 2,7 50 1,30 | 9,0 | 150 | 0,25 | 0,20 HBX 3016
g BXBR 03505 R O 3,5 3,5 3,1 60 1,55 | 10,5 | 17,5 | 0,25 | 0,05 HBX 3516
ﬁ 03520 R o) 3,5 815 3,1 60 1,55 | 10,5 | 17,5 | 0,25 | 0,20 HBX 3516
§ BXBR 04005 R o) 4,0 4,0 3,6 60 1,80 | 12,0 | 20,0 | 0,35 | 0,05 HBX 4016
04020 R o) 4,0 4,0 3,6 60 1,80 | 12,0 | 20,0 | 0,35 | 0,20 HBX 4016
BXBR 04505 R O 4,5 4,5 4.1 70 2,05 | 135 | 22,5 | 0,35 | 0,05 HBX 4516
04520 R @) 4,5 4,5 4,1 70 | 205 | 135 | 225 | 0,35 | 0,20 HBX 4516
BXBR 05005 R C 5,0 5,0 4,5 70 | 2,30 | 150 | 250 | 0,40 | 0,05 HBX 5016
05020 R 0] 5,0 5,0 4,5 70 | 2,30 | 150 | 250 | 0,40 | 0,20 HBX 5016
BXBR 02005 R-NB ] 2,0 2,0 1,8 50 0,80 6,0 10,0 | 0,20 | 0,05 HBX 2016
02020 R-NB m) 2,0 2,0 1,8 50 0,80 | 6,0 | 10,0 | 0,20 | 0,20 HBX 2016
BXBR 02505 R-NB o 2,5 2,5 2,2 50 105 | 7,5 12,5 | 0,20 | 0,05 HBX 2516
02520 R-NB O 2,5 2,5 2,2 50 1,05 | 75 | 125 | 0,20 | 0,20 HBX 2516
BXBR 03005 R-NB o] 3,0 3,0 2,7 50 1,30 9,0 15,0 | 0,25 | 0,05 HBX 3016
g 03020 R-NB O 3,0 3,0 2,7 50 1,30 | 90 | 150 | 0,25 | 0,20 HBX 3016
g BXBR 03505 R-NB o 3,5 3,5 3.1 60 1,85 | 10,5 | 17,5 | 0,25 | 0,05 HBX 3516
ﬂg 03520 R-NB O 3,5 315 3,1 60 1,55 | 10,5 | 17,5 | 0,25 | 0,20 HBX 3516
Z | BXBR 04005 R-NB o) 4,0 4,0 3,6 60 1,80 | 12,0 | 20,0 | 0,35 | 0,05 HBX 4016
04020 R-NB O 4,0 4,0 3,6 60 1,80 | 12,0 | 20,0 | 0,35 | 0,20 HBX 4016
BXBR 04505 R-NB O 4,5 4,5 4.1 70 2,05 | 1356 | 22,5 | 0,35 | 0,05 HBX 4516
04520 R-NB O 4,5 4,5 4,1 70 | 2,05 | 135 | 22,5 | 0,35 | 0,20 HBX 4516
BXBR 05005 R-NB o) 5,0 5,0 4,5 70 | 2,30 | 15,0 | 250 | 0,40 | 0,05 HBX 5016
05020 R-NB O 5,0 5,0 4,5 70 | 2,30 | 150 | 25,0 | 0,40 | 0,20 HBX 5016
B Adaptor Sleeve (Optional) B Spare Parts (For sleeve)
Cat. No. Stock OeB Applicable Bar Setting
© (mm) Screw @ — Wrench
S |HBX 2016 O | 2,0 |BXBR02000R(-NB)
HBX 2516 O | 2,5 |BXBR025COR(-NB)
HBX 3016 O | 3,0 |BXBROCORMB) & -w",@
HBX 3516 O | 3,5 |BXBR03500R(-NB) /
— HBX 4016 O | 4,0 |BXBRO040COR(-NB)
| - _ 4 HBX 4516 O | 4,5 [BXBR04500R(-NB) BFTX 0409 N 3,4 BT06035T | TRD 15
HBX 5016 O | 5,0 |BXBRO50COR(-NB)

* BXBR bars can be used with HBB type sleeves. Commercially available sleeves may also be used.

E24 O = Japan stock @ Recommended Tightening Torque (N-m)



GND Type Grooving Tools Selection Guide
External Grooving, (Small Tools)
(Shallow Grooves)

External Multi Purpose Grooving/Internal Coolant
External Deep Grooving and Cut-Off

External Deep Grooving and Cut-Off/Internal Coolant
Internal Grooving

Necking

Face Grooving

ISO-PSC Polygon Modular Grooving System Holders
ISO-PSC Polygon Modular Grooving System Inserts
"SumiTurn B-Groove” Holders

"SumiTurn B-Groove” Inserts

"SumiTurn B-Groove” Inserts

"SumiTurn B-Groove” Inserts

Parting-Off Mini Holders

Sumi-Grip

"Sumi-Grip Jr.” Steel Type
Sumi-Grip Jr. Inserts
"Sumi-Grip” Carbide Blade Type
Sumi-Grip Inserts

Threading Tools Selection Guide
Cutting Conditions

External Threading Holders
Internal Threading Holders

Grooving & Parting-Off

Threading Holders

GNDS

GNDM/GNDMS ...
GNDM UJE ... o

PSC oo e
(el D

GWE / GWES ..o F40
PSC IGWCI ITGABF ..o oo F41
L (cT VI (=) Y F42
(T NV 38 (T =TT F43
103 A Fa44
............................................................................................ F45
STFH 1 STFS RIL oo F46
WCF (NTL oo F47
WCFH / WCFS R/L...oocooeeeeeeeeeseeesseesseeseseessseee

WCF (NTL)
............................................................................................ F53
LTER/ STER .oooooeeeseeeseeeeseessseessseesssess s ssees s F54
1L F55

F20-21

F36/F38
F37/F39

Buipeaiy] 3 40
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Grooving &
Parting-Off

F2

Grooving Tool Holders

GND Type

B Cutting Performance
Eliminates Vibration

Reduces vibration up to 30 % compared to conventional grades
thanks to its high-rigidity design.

Special die steel

Single-piece construction

B Characteristics

® Wide range of application processes
Applicable for grooving, turning, copying, facing,
boring and cut-off.

® Achieving stable tool life
An array of chipbreakers improves the efficiency
in chip control in various applications and prevents
unexpected damages caused by chip blockade.

® Achieving smooth cutting and high efficiency machining
Holders utilizing one-piece body construction made of
special steel, reduce vibration by 30 % during machining
as compared to conventional types.

® Achieving high precision grooving widths with moulded inserts
Grooving insert width tolerance of £0,03 mm over the
entire range

Ensures both, high rigidity and good chip evacuation

Internal

Wide pocket improves
chip evacuation

Special steel
Single-piece construction
@ Oil hole

Improved chip evacuation

@ Oil hole
Coolant is directed onto rake
face of cutting edge

5 é Stable, Reduced Vibration Unstable Vibration Large Vibration
R R
2 5 | i o
S = ! - 1 . : 10
»n
GND Type Conventional Tool GND Type Comp. B

Work Material: 15CrMo5 Work Material: 15CrMo5

Holder: GNDL R2525M 220 Holder: GNDI R2532 T306

Insert: GCM N2002 GG Insert: GCM N3002 GG

Cutting Conditions:  ve= 100 m/min, f = 0,10 mm/rev, ap = 20 mm, wet Cutting Conditions:  v¢= 100 m/min, f = 0,05 mm/rev, ap = 3,0 mm, wet

B Application Examples

Substantially improved machining efficiency!
High rigidity holder enables high load machining at high feed rate.

Stable and long tool life ensures reliable functionality even
on automatic production lines!
Reduction of chattering prevents unexpected breakage.

Normal Wear

Breakage

Cutting Conditions:  vc= 130 m/min, f = 0,30 mm/rev, wet

GND =

Type f=0,30 mm/rev |

Compet. Z /

Product @I Improved efficiency

by over 300 %
Machining Efficiency GND Type Competitor

Work Material: 42CrMo4 Work Material: C53
Holder: GNDL R2525M 320 Holder: GNDM L2525M 618
Insert: GCM N3002 GG (AC530U) Insert: GCM N6030 RG (AC530U)

Cutting Conditions:  vc= 130 m/min, f = 0,30 mm/rev, wet




Grooving Tool Holders

GND Type

B Internal Coolant Grooving Tool Holder
GNDM-JE Type / GNDL-JE Type

® Newly developed 2-hole coolant design optimizes cooling of the
insert and improves chip removal, extending tool life and allowing
for improved speeds and feeds in production.

® Grooving width range from 2,0 to 6,0 mm.

® Achieves both high efficiency in high speed machining and exten-
sion of tool life due to internal coolant supply to the cutting edge.

® |Improves chip control by applying direct coolant from cutting edge
side.

B Wear Resistance
0,25

Conventional Upper coolant hole improves chip

0,20 control.

015 GNDM-JE

0,10
0,05

. . . Lower coolant hole improves wear
0 20 40 60 80 resistance.

Number of processing grooves (pieces)

Flank Wear Width (mm)

B Chip Control

LR I L

o NP ® o O 9 e

o S o® ° ¢ q

Coolant Pressure: 7 MPA Coolant Pressure: 1 MPA External Coolant

Work Material: Ti-6Al-4V
Holder: GNDM R2525K 312JE
Insert: GCM N3002 GG (AC530U)
Cutting Conditions: Ve =60 m/min, f = 0,1 mm/rev, a, = 5,0 mm, wet

B CF Type Chipbreaker for Cut-Off

® Lead angle of 10°/15° for improved sharpness in cut-off machining.
® Asymmetrical chipbreaker design provides excellent chip control
even in difficult to machine conditions.

10°/15°

§ j & ™ Lo = e s - - ™
. % w W ‘-M.éff‘
& e F s - ’ ¥ L] ¥ £y 1 . m I
b : L]
=T ey o ' w & Q ca o
. ﬂwm
- W - Ly - a ] I[-'\-"”" 4
GCMN20003 CF 10 GCMN20003 CF 15 Competitor
Work Material: St42-3
Holder: GNDM R2525M 220
Insert: GCM N3002 CF-10,15 (AC1030U)
Cutting Conditions: n= 2000 min™, f = 0,08 mm/rev, wet

#0-Buiped
9 Buinool



Grooving &
Parting-Off

Grooving Tool Holders

GND Type

B Inserts - Chipbreaker Series

Achieving stability and longer tool life. A variety of chipbreakers ensures outstanding chip control performance in
many different types of applications.

Non Ferrous

Grooving / Turning Grooving / Cut-Off Cut-Off Profiling  Necking Metals
General Type Low Feed Type General Type Low Feed Type ng;%?g Cut-Off Type ng(‘;\’r;l%igg General Type General Type General Type

MG ML GG GL GF CG RG RN GA

Cross Section of ~ Cross Section of Cross Section of Cross Section of Cross Section of ~ Cross Section of ~ Cross Section of Cross Section of Cross Section of Cross Section of
Cutting Edge Cutting Edge Cutting Edge Cutting Edge Cutting Edge Cutting Edge Cutting Edge Cutting Edge Cutting Edge Cutting Edge

Front Cutting Front Cutting Edge

—+0,10 e 0,05 0,10 —1e-0,10 Edge Angle 57 || Angle 10%/15° e 0,05 He 005
/ 7 // 4 _ / 7 %0 / , / ) A
‘Grooving Width (mm)‘ ‘Grooving Width (mm) ‘Grooving Width (mm) ‘Grooving Width (mm) Erooving Width (mm) ‘Grooving Width (mm) ‘Grooving Width (mm) ‘Grooving Width (mm)‘ ‘Grooving Width (mm) ‘Grooving Width (mm)
[ 2,0 | [ 2,0 | [ 2,0 J1.25] 1,5 ] 20 | [ 2,0 | [ 2,0 | [ 2,0 | [ 2,0 |
[30140]s50030f40]50030]40 50030 40f50030]40]50]30f40 NS00 30] (3014050 030f40]50030]40]50]
(60]70]80]60]70]80060[{70]80060]70]80)60]70]80] (60]70]80]60] [ 60§
\ Grade \ \ Grade \ \ Grade \ \ Grade \ \ Grade \ \ Grade \ \ Grade \ \ Grade \ \ Grade \ \ Grade \
AC830P AC830P AC830P AC830P AC830P AC830P AC830P AC830P
AC520UJAC530UJAC520UJAC530U JAC520U|AC530UJAC520UJAC530URAC520UJAC530UJAC520U|AC530U AC520UJAC530UJAC520UJAC530U
*AC1030U) *AC1030U) AC1030U
H10
Bl stock * Only use with GNDIS
B Recommended Cutting Conditions
Work Material ﬂ Carbon Steel / Alloy Steel @ Stainless Steel m Cast Iron B Exotic Alloy m

Grade AC830P  AC520U | AC530U | T2500A | AC830P AC520U  AC530U | AC425K  AC520U AC530U AC1030U | AC520U AC530U 'AC1030U| H10

C“tm?m‘?ﬁfed 80-200 80-200  50-200  50-200 | 70150  70-150 50150 | 80-200 60-200 50-200 50-200 | 20-80 = 20-60 = 20-60 |150-300

Please see cutting data page F14

B Excellent Chip Control

| Grooving | Turning |

MRS

| @ Q @ g g let
b e &
GND Type Conventional Tool GND Type Conventional Tool

(GG Type Chipbreaker) (ML Type Chipbreaker)
Work Material: 15CrMo5 Work Material: 15CrMo5
Holder: GNDL R2525M 320 Holder: GNDM R2525M 312
Insert: GCM N3002 GG Insert: GCM N3002 ML
Cutting Conditions: v¢=100 m/min, f=0,15 mm/rev, a,=12,0 mm, wet Cutting Conditions: vc=100 m/min, f=0,10 mm/rev, a,=0,5 mm, wet

| Cut-Off | | Profiling |
™ et L A et
- ? i W"'"-m-p. Seaaie L TR
A
e ® » 8 NI A MY (veshaenh ey
B R S Y T
F.':\ bt oy u . # s a @ B
GND Type Conventional Tool GND Type Conventional Tool

(CG Type Chipbreaker) (RG Type Chipbreaker)
Work Material: X5CrMo17122 (& 30 mm) Work Material: 15CrMo5
Holder: GNDL R2525M 220 Holder: GNDM R2525M 312
Insert: GCM R2002 CG 05 Insert: GCM N3015 RG
Cutting Conditions: vc = 100 m/min, f = 0,15 mm/rev, wet Cutting Conditions: vc=100 m/min, f=0,15 mm/rev, a,=0,1 mm, wet

F4



Grooving Tool Holders

B Chipbreaker Selection

GND Ty

pe

Grooving / Turning Grooving Cut-Off
5 |mG GG GG
§ General Feed General Feed General Feed
c
[0
IS
€
o
o
[0)
o
3 Improved Improved - Improved
[— Chip Control Chip Control i
ip Contro Chipping ip Control Sl Good Chip Control Chipping
Prevention Prevention ' Chip Control Prevention
ML GL CG GL
Low Feed General Feed General Feed General Feed
Good Good Good
Chip Control Chip Control Chip Control
g Feed Direction
= Front Cutting
] Edge Angle 5°
©
c
2 .
% Chip Control Chipping Chipping Chip Control Chipping
x Prevention ' Prevention Prevention
ko]
c
S GF CF GF
Low Low Low
Cutting Force Cutting Force Cutting Force
- Feed Direction -
Front Cutting
Edge Angle
10°/15°
Profiling / Radius Grooving Outside Diameter Necking / Radius Grooving For Non Ferrous Metals
Internal Profiling
c
S || IRG RN RN GA
-g General Feed General Feed General Feed General Feed
c
g 1st Recom- 2nd Recom-
I mendation mendation
8 .
b w=2mm
L&

M Grade Selection

M Stainless Steel

(3 Castlron

B Exot

Non Ferrous
Metals

ic Alloy

(P} Steel
[
=l
o
2 | AC530U/AC1030U
£
Q
5]
o | Insufficient Wear Importance of
Kz Resistance Surface Finish
c
& |AC520
3
c
g Insufficient Wear
S Resistance
e}
o
o}
¢ e
o
o
~
CVD Uncoated Cermet

AC530U/
AC1030U

Insufficient Wear
Resistance

AC520U

Insufficient Wear
Resistance

P
ACB830P

CVD

AC425K

AC520

H10

[ Uncoated Carbide

Insufficient Wear
Resistance

AC520
o

Insufficient Wear
Resistance

Insufficient Wear
Resistance

AC530U/
AC1030U

AC530U/
AC1030U

#0-Buiped
9 Buinool
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Grooving &
Parting-Off

Grooving Tool Holders

GND Type

For External Machining (Straight Type)

Turning / Profiling Grooving / Cut-Off
New.2 New
GNDM  (smaiiToots) | [GNDS (shatiow Grooves) | {GNDM GNDM JE GNDL  (smaiiToots) | | GNDL GNDL JE
Straight Type Straight Type Straight Type Straight Type il Straight Type Straight Type Straight Type i
Shank Size H Shank Size i
. Height x Width . — Shank Size Height x Width .
Shank Si Shank Size 20 mm x 20 mm Shank Size Height x Width 20 mm x 20 mm Shank Size —
ank size Height x Width 25 mm x 25 mm Height x Width 10 mm x 10 mm 25 mm x 25 mm Height x Width
Height x Width 20 mm x 20 mm 32 mm x 25 mm 20 mm x 20 mm | 12 mm x 12 mm 32 mm x 25 mm 20mm x 20mm
16 mm x 16 mm 25 mm x 25 mm 32 mmx 32 mm 25 mm x 25 mm 16 mm x 16 mm 32 mmx 32 mm 25mm x 25mm
Grooving Width (mm) Grooving Width (mm) Grooving Width (mm) Grooving Width (mm Grooving Width (mm Grooving Width (mm) Grooving Width (mm)
[ 1,25 | 15 | 2.0 | [ 20 f125] 15 ] 2,0 | [ 20 f125] 15 ] 20 f125] 15 | 20 | [ 2,0 |
[ 30 | 40 ] 50§ 30 ] 40 | 50 § 30 | 40 1] 50 § 30 | [ 30 | 40 | 50 § 30 | 40 | 50 |
[ 6,0 | [ 80 § 60 | | 6,0 | [ 80 § 60 |
I Chipbreaker | Chipbreaker | Chipbreaker I Chipbreaker | Chipbreaker | Chipbreaker | Chipbreaker

Ma[L]GalGL[GFICT[CFIRARNIGA [MeIMLIGG|GLIGF|CGICFIRGIRNIGA] MAMLIGGIGLIGFICGICFRGIRNIGA [MGIMLIGGIGLIGF|CGICFIRGIRNIGA! (MeMLIGG[GLIGFICG[CFIRGIRNIGA MGIMLIGG/GLIGFICG[CFIRGRNIGA! (MGIMLIGG|GLIGF[CGICFRGIRNIGA

B Series for External Machining (Straight Type)
Shank

§ Size | Cutting Width (mm) Sre Max. Grooving Depth (mm) Ref. Applicable Chipbreaker
P | Height! wiah : 5 10 15 20 25 30 Pa9%yaTyi[GG[GL|GF|CG|CFIRG|RN]GA
GNDL pr— ] () @)
10110 GNDL —1 — F16 0|0|0|0|0]|0 0|0
GNDL — O|0|0|0|0]|0|0|0|0|0
GNDL [r— ] O
@ | 1212 GNDL | 125 — F16 O|0/0]0|0]|0O 0|0
2 GNDL ] 12,5 O|0]0|0]|0]|0|0|0|0O|0
= GNDM —T) @]
£ GNDL r— ) 5 O
@ GNDM ——" O
1616 | | GNDM ——————. —F§ |O|O0|0]|0|O0|0O 0|0
GNDL {16 0|0|0|0|0|0 0|0
GNDM pr— ] ) 0|00|0]0|0|0|0|0|0O
GNDL {16 O|0]|0|0|0]|0]|0|0|O]|0
GNDM — ] () — F20 O
GNDL {16 — F24 O
GNDS —— — F18 0|0|0/0]|0|0 0|0
GNDM  ————— — F20 0|0|0|0|0|0 0|0
GNDM-JE ] () — F22 000|000 0|0
GNDL {20 P24 0|0]|0]|0|0|0 0|0
GNDL-JE 120 — F26 0|0|0]|0|0]|0O 0|0
GNDS | § —-F18 O 0|0|0]|0|0|0|0|0|0
GNDM pr— ] —-F20 0|0/0|0]|0|0|0|0|0|0O
GNDM-JE pr— 2 -F2 0|0|0|0]0|0|0|0|0 |0
GNDL {20 -F4 O|0|0|0]|0|0]|0|O0|0O |0
20 20 GNDL-JE 20 -F6 O|O|O0]|O0|0]|O0|0]O0|O|O
25 25 4 GNDS ——L —-F18 0| 0|0|0|0|0O 0|00
@ 4 GNDM {18 —F200|0/0|0]|0|0O 0|00
5 GNDM-JE (18 —-F2 000|000 0|00
= GNDL 25 -F4 000|000 0|00
2 GNDL-JE 125 ~F6 0100|1000 0|00
= GNDS — -F18 00|00 |0 0|00
GNDM 118 —F20 0|0|0|0| 0O 0|00
GNDM-JE 118 —-F2 0|0|0|0|O 0|00
GNDL 25 SF4 OO0 |0 0O 0|00
GNDL-JE {25 Nriielielielielle) Q|00
:J GNDM {18 —-F20 00|00 0O ©)
:J GNDL 125 -F4 00000 ©)
GNDM pr— ) -F200|0|0|0|0|0|0|0|0O|0
GNDL 120 -F4O0|0|0|0]0/0|0|0|0|0
4 GNDM {18 —-F200|0/0|0]|0|0 0|00
32125 4 GNDL 25 -F4O0|0|0|0]|0|0O 0|0|0
3232 6 GNDM {18 —F20 0| 0|O0|0| 0O 0|00
: GNDL { 25 —>F4 O 10|00 |0 0|00
3 GNDM 118 -F200|0|0|0|0 ©)
) GNDL | 25 -4 0|0 0|00 ©)
Il Stock * Make to order item (32x25mm) @ 1st Recommendation O 2nd Recommendation



Turning / Profiling

Grooving Tool Holders

GND Type

For External Machining (L Type)

Grooving / Cut-Off

L Type
Shank Size
Height x Width

20 mm x 20 mm
25 mm x 25 mm

Grooving Width (mm

Chipbreaker

B Series for External Machining (L Type)

L Type

Shank Size

Height x Width

20 mm x 20 mm
25 mm x 25 mm

Grooving Width (mm

Chipbreaker
MaLGGIGLIGFICGICFIRGRNIGA

9 Sgiezlgk Cutting Width (mm) ' Max. Grooving Depth (mm) Ref. Applicable Chipbreaker

S Series Pa New
P | height width 4/5/6/78 5 10 15 20 25 30 |49 yaly |GG GL|GF|CG[CF|RG|RN|GA
GNDLS {16 -F4 |O0|0|0|0|0|O 0|0
GNDMS  feef 10 -F00|0|0]|0|0|0|0|0|0O|0
2020 GNDLS {16 -F4 0000|0000 |0|0
GNDMS  feee 12 -F0 000|000 0|00
GNDMS ] 12 —-F00/0|0]|0|0 0|00
2 GNDLS 118 -f4 10|0]0|0]|0|0O 0|0
= GNDMS  pre] 12 -F00|0|0]|0|0|0]|0|0|0O|0
= GNDLS 118 -4 0|0|0|0|0|0|0]|0 |0 |0
2525 GNDMS {14 -F00|0|0|0|0|0 0|00
GNDLS 123 -F4 0|00 |0|0|O 0|00
GNDMS 114 -F00|0|0]|0 |0 0|00
GNDLS 123 400|000 0|00

B stock © 1st Recommendation (O 2nd Recommendation

B Radial Grooving Cassettes

Cassettes for Radial Machining

Grooving

GNDCM i@

Cassette
Applicable
Holder
SumiPolygon
PSC 00 (Straight)
PSC 90 (L Type)

Grooving Width (mm

Chipbreaker
MelLGelGLIGFICaICFIRGRNIGA

o | Appli- Cutting Width (mm) Max. Grooving Depth (mm) Ref Applicable Chipbreaker

S | cable Series : New

¥ | Holders 3 5 10 15 20 25 30 PadeGIMIIGG|GL|GF|CG|CF RGIRN|GA
© GNDCM | 12 0|0|0|0|0]|0|0|0|0
B | GNDOO GNDCM et 12 ~r5©/0|0|0|0|0|0]|0|0|O
% | GND90 GNDCM 118 0000|000 0|0
o GNDCM {18 00|00 ]|0]|0 ©Jie)

I Stock

© 1st Recommendation

(O 2nd Recommendation

#0-Buiped
% Buinooig
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Grooving Tool Holders

GND Type
~ ForFaeMaching

Grooving / Turning / Profiling

GNDF
Straight Type

Shank Size
Height x Width

20 mm x 20 mm
25 mm x 25 mm

-

Chipbreaker
IngealCL/GFICa[CFIRGIRNIGA

GNDFS
L Type

Shank Size
Height x Width

25 mm x 25 mm
32 mm x 32 mm

Grooving Width (mm)

Chipbreaker

WGWLIGEIGLIGFICGICFRGRNIGA

Grooving &
Parting-Off

B Series for Face Machining

Max. Grooving Depth Bore

2 Shank | Cutting Width (mm) Serios (mm) (mm) Ref. Applicable Chipbreaker
7 it i QR AR s v 8w w0 P29 ENIIGEGNGHOGERRGRNGH
] 12 638 045 0|0|0]|0|0 0|0
e——LT4 040 055 0]0|0]0|0 0|0
prem— 18 o50 870 0|0|0]|0|0 0|0
GNDF e 18 o685 B100 —-F32|0|0|0|O0|O 0|0
prem— 18 o0 9150 0|0|0]|0|0 0|0
pr— 18 o140 5200 ©|0|0]|0 |0 0|0
prme| 18 o180 0300 000|000 0|0
prem— 18 040655 0|0|0]|0|0 0|0
e 23 o50 670 0|0|0]|0|0 0|0
] 28 065 990 0|0|0]|0|0O 0|0
3 GNDF  pmmmmmeey 23 o8 8130 -F32{0]|O0|0|0]|0O 0|0
F 120 20 —— o128 8200 0|0|0|0|0 0O
g prm— 23 o8 8300 0|0|0]|0|0 [@][©)
§ |22 —3 o280 o500 0[0]|0|0[0 0|0
173 pr— 23 050 670 00|00 |0 0|0
= Sngerr 2

] 28 085 0130
GNDF pr— 23 028 e200 ~F2r5lolololo 0|0
prm——— 23 0180 0300 0/0|0]|0|0 0|0
pr— 23 0280 91000 0|0|0]|0|0 0|0
pr— 23 o50 675 0]0|0]|0|0 0|0
prm— 23 o0 9110 ©|0|0]|0|0 0|0
GNDF | 23 o100 6200 -F320]0|0]|0|0O 0|0
| 28 0180 2300 0|0|0]|0|0 0|0
pr— 23 0280 o100 00|00 0O 0|0
e—— 070100 O|0|0|0]0 OO0
pr—— 20 o100 8200 0|0|0]|0|0 0|0
GNDFS | 20 0180 030 |—F34 00000 0|0
pre—— 20 0280 91,000 O|0|0]0]0O OO
g|20 20 i 20 s elleliellelte] 00
P25 25 — A 070 5100 0]|0]0]0|0O 0|0
pr— 20 o100 8200 ©|0|0]|0|0 0|0
GNDFS ] 20 ss———0 | —F34 O] O|O]OO 0|0
pre— 20 0280 91,000 0|0|0]|0|0 0|0
] 20 o450~ | 0Q|0]|0]0|0 0|0
I Stock Make to order item © 1st Recommendation (O 2nd Recommendation



Grooving Tool Holders

GND Type
~ CassefesforFaceMaching

Face Grooving / Turning / Profiling

GNDCF  Z.News=

Cassette
Applicable
Holder
SumiPolygon
PSC 00 (Straight)
PSC 90 (L Type)

rooving Width (mm

[ 30 | 40 ] 50 |
| 6,0 |

[T e b =)

B Face Grooving Cassettes

Type

Cutting Width (mm)

Straight Type

Max. Grooving Depth Bore
Series (mm) (mm)
5 10 15 20 25 30 50 10 150 20 250 01000
pr— 12 040 055
] 15 o50 o5
] 15 065 0100
pr—— 18 090 9150
e 18 o140 6200
pr—— 18 040 555
pr— 18 050 870
pr— 18 065 590
pr—— 18 085 0130
GNDCF R/ ] 18 0125 200
118 0180 2300
pr— 18 o50 670
pr— 18 065490
——L 085 0130
pr— 18 0125 0200
pr—— 18 0180 9300
pr—— 18 50675
prm—— 18 o70 B110
(=]

p—] ] §

9100 2200

pr—] ] §

2180

p—] ] §

2280 o1 .0-'00

Ref.

7%9° |MGIMLIGG| GLIGFCGICF RGIRN/GA|

— F38

Applicable Chipbreaker

0,0/00:0/00/0:00/0;00:00:0/0:0:000
0/0/00/0/0/0/0:0 000000000000

0i0/00{0|000:0 000000000000
0/0/0,0{0|0{0/0/0/0|0/0/0/0/0i0|0:00.0 0
010/0/0/0|0{00!0/0|0;0/0/0/0!0|0:0:0.00

0:00.0:0/0/0:0;0 000000000000
0:0,00:00/0/0,0 000000000000

I Stock

Make to order item

© 1st Recommendation

O

L\S)

nd Recommendation

#0-Buiped
9 Buinool

F9



Grooving Tool Holders

GND Type

B Series for Necking

For Necking

GNDN
Straight Type

Shank Size
Height x Width

20 mm x 20 mm
25 mm x 25 mm

[>F3%
Grooving Width (mm)

2,0
4,0 5,0

Chipbreaker

9
=]

Max. Grooving Depth Applicable Chipbreaker

Straight Type| Type

Sé\iigk Cutting Width (mm) Series (mm) Mi(%%c))re FLqef_
4 6 5 10 15 20 25 30 a9€ IMG|ML|GG|GL | GF|CG|CFIRG|RN|GA
AR [®)
20120 ; \ i O
. & "l — F31 )
& (@)
O

2525 7T ew

Max. Groov. Depth

Grooving &
Parting-Off

I Stock

Tips for Necking

Notes for Undercutting Recommended Chipbreaker: RN

Distance between Workpiece and Necking

Edge Width Depth of Necking |Distance between Workpiece
CW (mm) APMX (mm) and Necking APMX2 (mm)
=z
% y 2 2,0 1,50 0,64
A/
C\\ I 3.0 2,00 0,79
o, N o
% N 4,0 3,00 1,29
VA 5,0 3,50 1,44
o
N < 6,0 4,00 1,59
N\
APMX2

The recommended cutting conditions for necking are the same as grooving with RN type chipbreaker and edge width.
To prevent interference with the work material, do not use the holder for less than the minimum cutting diameter (DMIN) as specified

for GNGN type holders.

Chip Shape

L R
Work Material: 34CrMo4
Holder: GNDN R2020K 325-020
Insert: GCM N3015 RN
Cutting Conditions: vc = 100m/min, f=0,Tmm/rev

Depth of Necking = 1,0mm, wet

F10




Grooving Tool Holders

For Internal Machining (= @J 14 mm ~)

Grooving / Turning / Copying

GNDIS
Straight Type

@12 mm
@16 mm
@20 mm

Grooving Width (mm)

‘5

B Series for Internal Machining (2@ 14 mm ~)

GND Type

For Internal Machining (= @ 32 mm ~ )

Grooving / Turning / Copying

GNDI
Straight Type

Grooving Width (mm)

Chipbreaker

w
[=]

Type

Shank
Size
@Ds(mm)

Straight Type

212

Cutting Width (mm) Series HEES, Gr?:]\r/;r;g el Min. Bore Ref. Applicable Chipbreaker
mm P
5 10 15 20 25 30 (mm) age ML GF
=i 2,6 O
GNDIs [0 5 8
"""""" =i 3,6 O @)
el 3,6 " O
rrrrrrrrrrrr — F30
crors =18 | 5 °
"""""" —i 4,6 @) O
15 [N ——i66 0
GNDIS 66 & o

B Stock

GNDIS type: use smaller GXM type inserts

B Series for Internal Machining (= @ 32 mm ~)

© 1st Recommendation

9 Ssrjiazgk Cutting Width (mm) Series Max. Gr?ncmr)lg Depth Min. Bore Ref. Applicable Chipbreaker

>

) 2 3456 5 10 15 20 25 30 (mm) Page |GMLIGG|GLIGF|CG|CFRGIRNIGA
8| o5 WAL | | —i6 0/Qlo]o 0|0
= i 4 5 —6 00000 0|0
z B | | | | GNDI —i6 ~F28[ |0|0]0]0 0|0
s 3 4 5 i 10 00000 0|0
B | 240 3 4 5 6 — 0lo0l0]|0]0 010

B Stock © 1st Recommendation (O 2nd Recommendation

#0-Buiped
9 Buinool

F11



Grooving &
Parting-Off

F12

Grooving Tool Holders

GND Type

B Holder Selection B Precautions for Groove Expansion
Recommended Chipbreaker: MG, ML, GG, GL, GF

Max. Diameter

Min. Diameter |:>

Select a holder so that the outer diameter of the first groove to
be machined comes within the range of maximum and mini-
mum grooving diameter of the holder.

If the first groove meets the range of the effective grooving
diameter during groove expansion, the grooving diameter will
not be limited for the second and later passes.

B Precautions for Turning Recommended Chipbreaker: MG, ML

Considering the rigidity of the holder, we recommend machining from the outside to the inside.

Cutting Point Cutting Point o .
If machining is performed
toward the outside, the wall
thickness remaining on the
principal force side will be-
come thinner, which reduces
the rigidity of the holder.

L= Principal Force

Principal Force

- If the first groove meets the range of the effective grooving diameter in face turning, the grooving diameter will not be limited for the
second and later passes.

- Select the chipbreaker of the lower limit side of the recommended cutting conditions and straight chips before evacuation.
(In face grooving, broken chips easily get stuck in grooves, which causes problems.)

- When breaking chips, step feed is required.

Key Points for Internal Machining

B Precautions for Internal Machining Recommended Chipbreaker: ML, GL

If the prepared hole diameter is small, use an ML or GL low-feed chipbreaker, each of which reduces chip curl diameter, to ensure adequate
chip evacuation.

GCMN 3004 MG

GCMN 3002 ML GCMN 3002 GG

Work Material: 15CrMo5 (& 25 mm)

Holder: GNDI R2532 T306

Insert: GCM N3000-00

Cutting Conditions: vc=100 m/min, f=0,10 mm/rev, a,=3,0 mm, wet

External Machining

GCMN 3002 GL

Internal achining

Chip shapes differ between internal and external
machining even under the same cutting conditions.

Work Material: 15CrMo5
1 3 - Holder: GNDL R2525M 320
B : T Insert: GCM N3002 GG
GCMN 3002 GG \ GCMN 3002 GG Cutting Conditions: vc=100 m/min, f=0,10 mm/rev, a,=5 mm, wet




Grooving Tool Holders

GND Type

B Notes on how to Attach Inserts
(@ Remove any foreign particles or oil from the insert seat before attaching the insert.
2 Ensure the seat location is clean and free of damage.
@ Slide the insert level over its seat.
@ Push the insert with its opposite end (the holder side) firmly against the insert stop end.
® The recommended tightening torque is 5 N'm. Tightening above the recommended torque may damage
the insert or the holder which could cause injury and other accidents.

‘@ Attach insert on the seat flat. ‘ ‘@ Push insert fully into place. ‘

Torque: 5 N'm

Slide horizontally

B Notes on how to Apply Holders
@ Remove any foreign particles or oil from the tool post before attaching the holder.
@ Ensure the seat location is clean and free of damage.
@ Attach the holder so that the insert is perpendicular to the workpiece.
@ Set holder with shortest possible overhang.
® When grooving or turning, adjust the center height of the cutting edge to as close +0 mm as possible.

(Within £0,1 mm is recommended) o
® Incorrect center height adjustment may cause chattering. (In cut-off applications, adjust the center height §§
of the cutting edge to a value from 0,0 to +0,2 mm). g s
A lower center height will result in larger nip at the center. g‘;
@ Attach at right angle @ Set with short overhang ® Center height adjustment
to workpiece. in cut-off applications

Work Piece 1

H |
R e
% % == Yl
O X

B Notes on Setting Coolant Supply Nozzle B Maximum Depth of Cut
Set the coolant supply nozzle so that coolant can Maximum depth of cut when pulling up with RG
be supplied from the top of the upper clamp unit. chipbreaker

E1

Grooving | Max. Depth of Cut
Width (mm) (mm)
cw E1
3,0 0,15
4,0 0,20
5,0 0,25
6,0 0,30
7,0 0,35
8,0 0,40

F13



Grooving &
Parting-Off

F14

Grooving Tool Holders

GND Type

B Chipbreaker Selection Guide

Groov. Recommended Cutting Conditions Nose
Width Radius Inserts
(mm) Grooving Turning (mm)
1,25 | &3 11 = s o s 0,05 | GCM N125005-GF
S5 } , § 4 ,5 |
©= Feed Rate (mm/rev)
1,5 | &3 £ W= S 0,05 | GCM N150005-GF
©= 'Feed Rate (mrﬁ/rev) ' Y '
40 GCM R/L20002-CF-10
5 ’\GA(LB ‘_ € 0,02 GCM R/L20002-CF-15
g aL £ GCM N2002-ML
g GF 3 GCM N2002-GG
CG 2,0
20 | 2 ¢ 5 0.2 GCM N2002-GL
5 BN £ 10 ML N ! GCM N2002-GF
(CoY IE I N Y A g == GCM R/L2002-CG-05
} } . k : ' 0 01 02 03 0 5 06 07 GCG N2002-GA
Feed Rate (mm/rev) Feed Rate (mm/rev) 10 GCM N2010-RN
GCM R/L30002-CF-10
MG 24 0,02 | GEM RIL30002-CF-15
5 GG £ 30 GCM N3002-ML
2 & = GCM N3002-GG
g aor 3 . 0.2 GCM N3002-GL
30 | 2 &€ < 20 MIl_MG GCM N3002-GF
, £ CF 5 T - RG/RN GCM RJL3002-CG-05
& Eﬁ E 10 GCG.N3002-GA
RN g o= 0a GCM N3004-MG
0 0,1 0,2 0,3 0,4 0,5 0,6 0 0,1 0,2 0,3 0,4 0,5 0,6 0,7 . SSM N%g?g_gg
Feed Rate (mm/rev) Feed Rate (mm/rev) 1,5 GCM N301 S:RN
20 GCM N4002-GG
€ 0.2 GCM N4002-GL
E E 30 ’ GCM N4002-GF
3 5 il GCM R/L4002-CG-05
4 0 fg_ O 20 GCM N4004-ML
’ = _2 18 0,4 GCM N4004-GG
&) *g_ 10 GCG N4004-GA
GA | o G 0,8 GCM N4008-MG
0 0,1 02 03 04 05 06 0 01 02 03 04 05 06 07 GCM N4020-RG
Feed Rate (mm/rev) Feed Rate (mm/rev) 2,0 GCM N4020-RN
0 GCM N5002-GG
5 MG E 0.2 GCM N5002-GL
% GG z 30 ™M G GCM N5002-GF
£ G 3 Lol Tui RG/RN GCM N5004 - ML
50 | £ ¢t 5 éa i I —- 0.4 | GCM N5004-GG
S RN £ 10/ N GCG N5004-GA
GAO 0,1 0,2 03 04 0,5 0,6 e ‘ ‘ ‘ 0’8 GCM N5008-MG
\ \ | : h : 0 01 02 03 04 05 06 07 GCM N5025-RG
Feed Rate (mm/rev) Feed Rate (mm/rev) 2,5 GCM N5025-RN
e w0 — GCM N6002-GG
o € 0,2 GCM N6002-GL
2 ¥ E 30 Ao 6 GCM N6002-GF
2 Gl S0 RG/RN T GCM N6004-ML
6,0 | g S8 = T lea L 0,4 GCM N6004-GG
O RN == £ 10—” GCG N6004-GA
GAO 0,1 0,2 : 03 04 0,5 0,6 8 ‘ ‘ 0‘8 GCM N6008-MG
’ ’ ’ ’ ’ ’ 0 01 02 03 04 05 06 07 GCM N6030-RG
Feed Rate (mm/rev) Feed Rate (mm/rev) 3,0 GCM N6030-RN
4,0 VL i 0,2 GCM N7002-GF
2 MG T 30 : GCM N7004-ML
2 ML £ GCM N7004-GG
S Gl 5 20 0.4
70 | 5 & o GCM N7004-GL
RG 2 10 GCM N7004-GF
0 0,1 0,2 0,3 0.4 0,5 0,6 3 i
Feed Rate (mm/rev) 8 0 0i 02 03 04 05 06 07 0,8 GCM N7008-MG
Feed Rate (mm/rev) 3,5 GCM N7035-RG
4,0 C - ‘\}MG i 0,2 GCM N8002-GF
5 MG [ € | _RG GCM N8004-ML
£ ML \ g 30
$ &6 £ = 04 GCM N8004-GG
80 | £ a 3> N ’ GCM N8004-GL
] = GF | —
S RG [ | o 10 GCM N8004-GF
0 0,1 0,2 03 0.4 0,5 0,6 -
Feed Rate (mm/rev) 8 0 07 02 03 04 05 06 07 0,8 GCM N8008-MG
Feed Rate (mm/rev) 4,0 GCM N8040-RG
B Recommended Cutting Conditions
Work Material (P} Carbon Steel, Alloy Steel (™) Stainless Steel Cast Iron Exotic Alloy
AC530U AC530U AC530U AC530U
Grade AC830P |AC520U AG1030U T2500A |AC830P |AC520U AG1030U AC425K |AC520U AG1030U AC520U AG1030U H10
Cutting Speed (m/min) |80-200 |80-200 |50-200|50-200 |70-150 | 70-150 | 50-150 |80-200 |60-200 [50-200 | 20—-80 | 20-60 | 150-300




Grooving Tool Holders

B Identification Details — Holders

GND Type

? 7 ? S G ?
Series Symbol Holder Design Shank Width / Work Dia| Type Max. Grooving Depth Min. Machining Dia.
GND Chart 3 Chart 5 Internal Grooving Chart 8 (mm)
Application Shank Height / Dia. Shank Length Insert Width Coolant Supply
Chart 2 Chart 4 Chart 6 Chart 7 JE: Internal Coolant
@ Application (® Holder Design | | @ Shank Height/ Diameter| | (&) Shank Width / Work Dia.
Symbol Application Symbol|  Direction Application | Symbol "(iﬁ:r%r;t Application | Symbol m‘rjrt]?
Ext | Multi-P Grooving / Cut Off / .
S xternal Mu I urpose '(I;urnlng / l;’rcoﬁtllrg” R nght Externall 10 10 Externall 10 10
M | External Multi-Purpose Groaving | Cut Of L | Left Face | 12 | 12 | |Face 12 | 12
L | External Grooving Grooving / Cut Off Grrc:ovll(ng 16 16 Grr(])ovll(ng 16 16
Extornal LStvied (Si (Shan 20 | 20 | |(Shan 20 | 20
MS xtelrna -Styled (Side Cut) Grooving / Turning / Height) 25 5 Width) 25 25
Multi-Purpose Profiling
I(r;terngl 25 25 I(r;terngl 32 32
Ext | L-Styled (Side Cut rooving rooving
LS | Dep Grooving | ons (Shank |32 | 32 | |(Shank 40 | 40
Diameter) | 40 40 Diameter) 50 50
N | Necking Necking
| |Internal Grooving S{g{,’,}’,’%g ! T“mfng !
IS | Internal Grooving S{gfi’,}’r‘%g /Turing /
F | Face Grooving S{gf‘l’,]’r;gg /Turning / ® Shank Length Insert Width ®  Max. Grooving Depth
; Grooving / Turning / .
FS | L-Shaped Tools for Facing Profiing Turning Symbol |Length (mm)| |Symbol| Groov. Width (mm) | |Symbol Gri%'n[ie)pth Symbol Gr‘mgﬁpth
CM | Cassette for Polygon Holder | Radial Grooving JX 120 1,25 1,25 06 | 6,0 | 20 20,0
CF | Cassette for Polygon Holder | Face Grooving K 125 1,5 1,5 08 | 80 | 23 | 23,0
M 150 2 2,0 10 | 10,0| 25 | 25,0
P 170 3 3,0 1 | 11,0
4 4,0 12 | 12,0
5 5,0 12,51 12,5
6 6,0 14 | 14,0
7 7,0 16 | 16,0
8 8,0 18 | 18,0

#0-buiped
% Buinooig

To ensure maximum rigidity, use the multi-purpose type holder to machine the maximum grooving depth.

B |dentification Details — Inserts

G

CMN

30

02

(S)

G

G

(05)

? 7 ? ?
Series Symbol Tolerance Insert Width. Nose Radius A%péilgi?le Chipbreaker I|E: éggt ACnUC;Ite
Grooving G Class Symbol Gm?r‘r’in\{‘)"d‘h Symbol| R (mm) | %™ Holder | |Symbol Application PSI
M Class 125 1,25 005 | 0,05 || S| GNDIS || MG |Multi-Purpose: General Feed 05:5°
_ 150 1,5 02 0,2 ML | Multi-Purpose: Low Feed 10:10°
FFORLSS"ef Insert Design 20 2,0 04 | 04 GG | Grooving: General Feed 15:15°
C:7 Symbol | Direction 30 3,0 08 | 0,8 GL | Grooving: Low Feed
. : , , Grooving: Low Cutting Forces
X: Special N I 40 4,0 15 1,5 GF
: e 150 | 50 20 | 2,0 CG | Cutoff
L Le?t Hand 60 6,0 25 2,5 CF | Cut-Off: Low Cutting Forces
70 7,0 30 3,0 RG | Copying: General Feed
80 8,0 RN | Multi-Purpose: General Feed
GA | Multi-Purpose: General Feed

F15



Grooving Tool Holders

GNDM /GNDL Type

External Multi-Purpose Small Tools Type (Grooving, Turning, Profiling)

Grooving &

= N\
"GNDM | 55 :
External Grooving (Small Tools) E ' LF
LH
L
4
© T *
O] ) B Spare Parts
Use the multi-purpose profiling insert Above figures show right hand tools.
for turning (wide grooves). g
B Holders
: Max.
Stock Dimensions (mm) Gwmf:g GDrO(m Ve i
Cat. No. (mm) (rﬁ?n) CU[t)ti-aOff Applicable Cap @ Span-
(mm) Insert Screw ner
R | L |H /| B |LF|WF| HF|LH|WF2] CW | CDX
GNDM R/L 1616 JX 1.2508 ® ©® 16|16 (120|(16)| 16 | 26 | O 1,25 8,0 16 | GCM N125005 GF
GNDM R/L 1616 JX 1.510 O | O |16 |16 |120|(16)| 16 | 26 | O | 1,50 | 10,0 20 | GCM N150005 GF BX0515 | 40 | LHO40
GNDM R/L 1616 JX 212 O | O |16 |16 |120|(16)| 16 | 30 | O | 2,00 | 12,0 24 | GCM 02000-00 ’
GNDM RIL 1616 JX 312 O] o|16]16120/(16)| 16 |30 | 0 | 300 | 120 | 24 |GCM O3000-00
Select holders and inserts with the same grooving width (CW).
- External Grooving / Cut-Off Small Tools
OE” Fig. 1 Fig. 2
s W Ziwt = S
= CDX CDX 112
s | GNDL | i 2k « 5570 @
o External Grooving (Small Tools) N ===
N LF N LF
= =
| G u -
©) & T L T
) i
LH2 =]
Above figures show right hand tools. [ | Spare Parts
BFTX0412N LT15-10
& P
B Holders Q
BX0515 LH040
- Groovng ety | Max,
ot No. Stock Dimensions (mm) (m) | DeBl CUkOf | Appiicable | Cap | (G | Span-
(mm) Insert Screw ner
R|L|H|B|LF|WF|HF HBH LH|LH2WF2 CW | CDX
GNDL R/L 1010 JX 1.2510 ® | @ 10|10 (120/(10), 10 |2,0| 18 {183 0 | 1,25 | 10,0 | 20 GCM N125005 GF
GNDL R/L 1010 JX 1.510 ® | ® 10|10 |120((10)| 10 |2,0| 18 [183| O | 1,50 | 10,0 | 20 1 GCM N150005 GF BETXOM2N| 3.0 |LT15-10
GNDL R/L 1010 JX 210 ® | @ 10|10 (120/(10), 10 |2,0| 22 {22,3| O | 2,00 | 10,0 | 20 GCM d2000-00 ’
GNDL R/L 1010 JX 310 ® | @ 10|10 (120/(10) 10 |2,0| 22 |22,3| 0 | 3,00 | 10,0 | 20 GCM O3000-00
GNDL R/L 1212 JX 1.2512 ® | ® | 12|12 (120((12)| 12 {2,0| 19 (193] 0 | 1,25 | 120 | 24 GCM N125005 GF
GNDL R/L 1212 JX 1.512 ® | ® | 12|12 |120((12)| 12 {2,0| 19 [193| 0 | 1,50 | 12,0 | 24 1 GCM N150005 GF BETXO42N| 3.0 |LT15-10
GNDL R/L 1212 JX 212.5 ® | O 12|12 (120/(12)| 12 12,0 22 {223| 0 | 2,00 | 125 | 25 GCM 02000-00 ’
GNDL R/L 1212 JX 312.5 ® | ® | 12|12 |120((12)| 12 |2,0| 22 [223]| 0 | 3,00 | 125 | 25 GCM 03000-00
GNDL R/L 1616 JX 1.2512.5 ® | @ 16|16 [120((16) 16 28 01]125]125| 20 GCM N125005 GF
GNDL R/L 1616 JX 1.512.5 ® | ® 16|16 |120((16)| 16 28 0] 150|125 | 25 GCM N150005 GF BFTX0515 4,0 |LHO40
GNDL R/L 1616 JX 216 ® | ® 16| 16 (120((16) 16 32 0| 200 16,0 | 32 |2|GCMJ2000-00
GNDL R/L 1616 JX 316 ® | @ 16|16 |120/(16)| 16 32 0 | 3,00 | 16,0 | 32 GCM O03000-00
Select holders and inserts with the same grooving width (CW).
F1 6 @ = Euro stock @ Recommended Tightening Torque (N-m)
O = Japan stock



Grooving Tool Holders

GNDM / GNDL Type

B Inserts for GNDM (Small Tools) / GNGL (Small Tools)

_5 Coated Carbide  |Cermet|Carbide Dimensions (mm)
§ Shape Type Cat. No. % § § § <gt o cw
oy 813 8| 8| &| T |Cutting Tolerance RE L S
< < | < | < | < | F Width
> o 4RE General |GCMN3004MG__| ® | ® | O | ® 30 [+0,03| 04 | 211 38
£ £ g[% Purpose
85 L Low Feed GCM N2002 ML o ° 2,0 |#0,03| 0,2 | 21,1 | 3,6
67| QT oy | MowFee N3002 ML e/ e |/o|e]|o0 3,0 |%0,03] 02 | 21,1 | 38
General GCM N2002 GG (] [ ] (] 2,0 |£0,03| 0,2 | 21,1 | 3,6
= Purpose 'N3002GG | @ o| e 3,0 |#0,03| 02 | 21,1 | 38
< ARE N3004 GG ) Q ) 3,0 |#0,03| 0,2 | 21,1 | 3,8
o ;Z!E:I* Low Feed GCM N2002 GL ( o (] 2,0 |#0,03| 0,2 | 21,1 | 3,6
o © L M3002 GL [ ] Q (J 3,0 |#0,03| 0,2 | 21,1 | 3,8
; m ‘ﬂ Low GCM N125005 GF ( 1,25 |£0,03| 0,05 | 17,4 | 3,2
g Cutting 'N150005 GF ° 1,5 |0,03| 0,05 | 17,4 | 3,7
o Force N2002 GF () o 2,0 |#0,03| 0,2 | 21,1 | 3,6
N3002 GF [ ] [ (J o 3,0 |#0,03| 0,2 | 21,1 | 3,8
o 2RE GCMN3015RG | ® | @ | O | ® | O 3,0 |#0,03] 15 | 211 | 38
£ %@ General
S L Purpose
o | U«
o 2-RE GCM N2010 RN o e} 2,0 |£0,03| 1,0 | 21,7 | 3,6
8 S %gi%:%ﬁ General 'N3015RN | 0 | o | o | o 30 |£0,03| 1,5 | 224 | 38
© |
T % D : — Purpose
g 4-RE GCG N2002 GA o 2,0 [£0,025 0,2 , 3,6
A —— General 'N3002 GA O | 30 10,025 02 | 21,1 38
L2 Purpose
2 B et
_E Coated Carbide Dimensions (mm)
8 Shape Type Cat. No. AC830P|AC520U|AC530U |AC1030U CW
2 RIL|R|L|R|L|R|L|R|L Width Tolerance
g |Figures show right hand tools. GCM R/L2002 CG 05|0|Q|0|0|@|@® 5° | 2,0 |+0,03| 0,2 | 21,1 | 3,6
o] General 'RIL3002 CG 05/@|0|0|0|e@|® 5° | 30 |#0,03| 02 | 21,3 | 3,8
g - Purpose R/L4002 CG 05|00 |00 @ | @ 5° | 4,0 [(+0,04| 0,2 | 26,7 | 4,0
= D — Low NewZGCM R/L20003 CF 10 o0 10°| 2,0 |+0,08| 0,03 | 224 | 3,6
s | QT = el R/L30003 CF 10 0 10°| 3,0 |£0,08| 0,03 | 224 | 338
8 Forceg R/L20003 CF 15 [} 15°| 2,0 |£0,08| 0,03 | 22,4 | 3,6
R/L30003 CF 15 (I 15°| 3,0 |#0,08| 0,03 | 224 | 3,8

Select holders and inserts with the same grooving width (CW).

#0-buiped
% Buinooig
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GNDS Type

External Multi-Purpose Shallow Grooves Type (Grooving, Turning, Profiling)

Grooving &
Parting-Off

F18

Grooving Tool Holders

CDX

' GNDS | s ) .

External Grooving J LF

S LH
Lig |
o |
< T

_ ) B Spare Parts
Use the multi-purpose profiling insert Above figures show right hand tools.

for turning (wide grooves). »

g (wide grooves) (
B Holders
Grooving | Max. Groov.
Stock Dimensions (mm) Width Depth Appli c
pplicable ap
Cat. No. (mm) (mm) Insert Screw @ Spanner
R L H B | LF | WF | HF | LH Ccw CDX

GNDS R/L 2020 K 206 O | O | 20|20 |125| 20 | 20 | 30 2,0 6 GCM 0J2000-00

GNDS R/L 2020 K 306 O | O | 20| 20 |125| 20 | 20 | 30 3,0 6 GCM 03000-00

GNDS R/L 2020 K 410 O | O |20 |20 |125] 20 | 20 | 34 4,0 10 GCM 04000-00

GNDS R/L 2020 K 510 O | O | 20| 20 |125| 20 | 20 | 34 5,0 10 GCM N5000-00

GNDS R/L 2020 K 610 O | O | 20|20 |125| 20 | 20 | 34 6,0 10 GCM N600O-00

GNDS R/L 2525 M 206 O | O | 25|25 |150| 25 | 25 | 30 2,0 6 GCM 02000-00 BX0520 | 5,0 | LH040
GNDS R/L 2525 M 306 O | O | 25|25 |150| 25 | 25 | 30 3,0 6 GCM 03000-00

GNDS R/L 2525 M 410 O | O | 25|25 |150| 25 | 25 | 34 4,0 10 GCM 04000-00

GNDS R/L 2525 M 510 O | O | 25|25 |150| 25 | 25 | 34 5,0 10 GCM N5000-00

GNDS R/L 2525 M 610 O | O | 25|25 |150| 25 | 25 | 34 6,0 10 GCM N6000O-00

Select holders and inserts with the same grooving width (CW).

® = Euro stock
O = Japan stock

@ Recommended Tightening Torque (N-m)




Grooving Tool Holders

M Inserts for GNDS

GNDS Type

IS Coated Carbide  |Cermet|Carbide Dimensions (mm)
8 Shape Cat. No. % § § § <gc o Ccw RE .
g 13|18 | 8| & | T |Cultingreance S
< < | < | < | < | F Width
GCM N3004 MG e e |0 e 30 [+0,03] 04 [211] 38
= N4008 MG R 40 |+0,03] 0,8 | 264 | 4,0
I N5008 MG e o O | o 50 |+0,03| 0,8 | 26,4 | 4,1
= > 4RE N6008 MG e o 0O | @ 6,0 |+0,03| 08 | 264 | 45
> ozE 3 :r GCM N2002 ML ol e 2,0 [+0,03] 0,2 [21,1] 36
£ | R 'N3002 ML e e | O | @@ O 3,0 [£0,03| 02 | 21,1 | 3,8
8 N4004 ML e e |/O0 @O 40 |+0,03] 04 | 264 | 4,0
) N5004 ML e o 0O |0 50 |+0,03| 04 | 264 | 4,1
Low Feed N6004 ML e o 0 | o 6,0 |+0,03| 04 | 264 | 45
GG GCM N2002 GG ° o | o 2,0 [+0,03] 0,2 [211] 36
N3002 GG ° o| e 3,0 |+0,03| 0,2 | 21,1 | 38
N4002 GG ° o| e 40 |+0,03| 02 | 264 | 4,0
N5002 GG o) o| e 50 |+0,03| 0,2 | 26,4 | 4,1
N6002 GG o) o | e 6,0 |+0,03| 0,2 | 26,4 | 4,5
GCM N3004 GG ° ol e 30 [+0,03| 04 [ 211 38
. N4004 GG ° o| e 4,0 |+0,03| 04 | 264 | 4,0
Q ARE General N5004 GG o) o| e 50 |+0,03| 04 | 264 | 4,1
3 2 :r Purpose N6004 GG o) ol e 6,0 |+0,03| 04 | 264 | 45
> L.L GL GCM N2002 GL ° ol e 2,0 [+0,03] 0,2 [21,1] 36
A R 7)) N3002 GL ° o| e 3,0 |#0,03| 0,2 | 21,1 | 3.8
o N4002 GL ° o| e 40 |+0,03] 02 | 264 | 4,0
o N5002 GL o} o| e 50 [+0,03| 0,2 | 26,4 | 4,1
Low Feed N6002 GL o o e 6,0 |+0,03| 02 | 264 | 45
GF GCM N2002 GF e | O 2,0 |£0,03] 0,2 [ 21,1 36
N3002 GF ° e o O 3,0 |+0,03| 0,2 | 21,1 | 38
N4002 GF ° e o O 40 |+0,03| 02 | 264 | 4,0
ow N5002 GF o) e o 50 |+0,03| 0,2 | 26,4 | 4,1
Force N6002 GF o) o | o 6,0 |+0,03| 02 | 264 | 45
o 2RE |RG GCM N3015 RG e e/ O0|e]oO 3,0 [+0,03] 1,5 [21,1] 38
£ %@ N4020 RG o|le|o|e]|o 4,0 [£0,03| 2,0 | 264 | 4,0
3 = B enoral N5025 RG e o O o 50 |40,03| 2,5 | 272 | 4,1
o | Tt Purpose N6030ORG | O | ® | O | @ 6,0 |£0,03| 3,0 | 275 | 45
,re |RN GCM N2010 RN o] o 2,0 |£0,03] 1,0 | 21,7 | 36
; g) %@ N3015 RN o o o o 3,0 [+0,03| 1,5 | 224 | 3,8
SS L N4020 RN o|lo|0o]|o 40 |+0,03| 2,0 | 28,0 | 4,0
e A e General N5025 RN o|lo|olo 50 |+0,03| 2,5 | 28,1 | 4,1
Purpose N6030 RN o|lo]olo 6,0 |+0,03| 3,0 | 281 | 45
@ e | GA j GCG N2002 GA O | 2,0 0,025 02 | 21,1 36
R e 'N3002 GA O | 30 0,025 02 | 21,1 | 38
o2 © N4004 GA O | 4,0 [£0,025| 0,4 | 26,4 | 4,0
s O 7o General N5004 GA O | 50 *0,025 04 | 264 | 4,1
z Purpose N6004 GA O | 6,0 +0,025 04 | 264 | 45
IS Coated Carbide Dimensions (mm)
E Shape Type Cat. No. ACB30P|AC520U | AC530U AC1030 cw
2 RIL|R|L|R|L|R|L|R|L Width Tolerance
o | Fiaures showright hand oo CG GCM R/L2002 CG 05 |0|0|0|0|e|e 5° | 2,0 |+0,03| 0,2 | 21,1 | 36
o R/L3002CG 05 @0/ 0|0/ @@ 5° | 3,0 |+0,03| 0,2 | 213 | 38
3 = Rencral "RIL4002CG 05 |O|0|0|O|@|® 5° | 4,0 |+0,03| 0,2 | 26,7 | 4,0
"% Purpose
= —————= | CFzRens<g GCM RIL20003 CF 10 oo 10° | 2,0 [+0,08] 0,03 | 224 | 3,6
s R Tw < R/L30003 CF 10 0 10° | 3,0 [+0,08| 0,03 | 224 | 38
3 o R/L20003 CF 15 0 15° | 2,0 |+0,08| 0,03 | 22,4 | 3,6
Force R/L30003 CF 15 oo 15° | 3,0 |#0,08| 0,03 | 224 | 3,8

Select holders and inserts with the same grooving width (CW).

#0-buiped
% Buinooig
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Grooving Tool Holders

GNDM / GNDMS Type

External Multi-Purpose Type (Grooving, Turning, Profiling)

Grooving &

'GNDM | Fiff
n w CDX o
External Grooving = 1O
= LF
(&}
LA %H@ LH
-3 B
© Use for multi-purpose or profiling T T . Spare Parts
N /insert for turning (wide grooves).
Above figures show right hand tools. %
B Holders Q
Grooving| Max.
. Groov. Max.
Stock Dimensions (mm Width | Bepty” | Cutt-Off i .
Cat. No. (mm) (mm) (mﬁw) s Applicable Cap @ Span
Insert Screw ner
R L H B | LF |WF | HF | LH | Cw | CDX | (mm)
GNDM R/L 2020 K 1.2510 [ ® | 20 | 20 [125| 20 | 20 | 340|125 | 10 20 | GCM N125005 GF
GNDM R/L 2020 K 1.510 () ® | 20 | 20 [125| 20 | 20 | 34,0 | 1,50 | 10 20 |GCM N150005 GF
GNDM R/L 2020 K 210 O | O | 20| 20 [125| 20 | 20 | 33,6 | 2,00 | 10 20 | GCM d2000-00
GNDM R/L 2020 K 312 O | O | 20| 20 [125| 20 | 20 | 36,6 | 3,00 | 12 24 | GCM O3000-00
GNDM R/L 2020 K 418 O | O | 20| 20 [125| 20 | 20 | 450 | 4,00 | 18 36 | GCM 04000-00
GNDM R/L 2020 K 518 ® | O | 20 | 20 |125| 20 | 20 | 45,0 | 5,00 | 18 36 | GCM N5000-00
GNDM R/L 2020 K 618 O | O | 20| 20 [ 125| 20 | 20 | 450 | 6,00 | 18 36 | GCM N600O-00
GNDM R/L 2525 M 1.2510 [ ) ® | 25| 25 (150 | 25 | 25 | 36,0 | 1,25 | 10 20 | GCM N125005 GF
GNDM R/L 2525 M 1.510 [ ® | 25|25 150 | 25 | 25 | 36,0 | 1,25 | 10 20 |GCMN150005 GF | BX0520 | 5,0 | LH040
GNDM R/L 2525 M 210 O | O | 25| 25 150 | 25 | 25 | 33,6 | 2,00 | 10 20 |GCM N200O-00O
e GNDM R/L 2525 M 312 O | O | 25|25 |150| 25 | 25 | 36,6 | 3,00 | 12 24 | GCM O3000-00
Q GNDM R/L 2525 M 418 O | O | 25| 25 [150| 25 | 25 | 450 | 4,00 | 18 36 |GCM O4000-00
= GNDM R/L 2525 M 518 O | O | 25| 25 |150| 25 | 25 | 450 5,00 | 18 36 | GCM N5000-00
'g GNDM R/L 2525 M 618 ® | O | 25 | 25 | 150 | 25 | 25 | 45,0 | 6,00 | 18 36 | GCM N600O-00
o GNDM R/L 3225 P 312 32 | 25 [170 | 25 | 32 | 36,6 | 3,00 | 12 24 | GCM O3000-00
GNDM R/L 3225 P 418 32 | 25 [ 170 | 25 | 32 | 45,0 | 4,00 | 18 36 |GCM O4000-00
GNDM R/L 3225 P 518 32 | 25 | 170 | 25 | 32 | 450 | 5,00 | 18 36 | GCM N5000-00
GNDM R/L 3225 P 618 32 | 25 [ 170 | 25 | 32 | 450 | 6,00 | 18 36 |GCMNe0OO-OO0 | 7
GNDM R/L 3225 P 718 32 | 25 [170 | 25 | 32 | 50,0 | 7,00 | 18 36 |GCM N7000-00
GNDM R/L 3225 P 818 32 | 25 | 170 | 25 | 32 | 50,0 | 8,00 | 18 36 | GCM N800 O-00 BX0620 | 60 | LHOS0
GNDM R/L 3232 P 312 [ ® | 32|32 (170 | 32 | 32 | 36,6 | 3,00 | 12 24 | GCM O3000-00
GNDM R/L 3232 P 418 [ ) ® | 32| 32 [170 | 32 | 32 | 450 | 4,00 | 18 36 | GCM 04000-00
GNDM R/L 3232 P 518 [ ® | 32|32 (170 | 32 | 32 | 450 | 5,00 | 18 36 | GCM N5000-00 BX0620 | 60 | LHO50
GNDM R/L 3232 P 618 [ ) ® | 32| 32 170 | 32 | 32 | 450 | 6,00 | 18 36 | GCM N60OO-00 '
GNDM R/L 3232 P 718 [ ® | 32|32 (170 | 32 | 32 | 50,0 | 7,00 | 18 36 | GCM N7000-00
GNDM R/L 3232 P 818 [ ® | 32 | 32 |170 | 32 | 32 | 50,0 | 8,00 | 18 36 | GCM N800 O-00
Select holders and inserts with the same grooving width (CW).
External L-Styled (Side Cut) Multi-Purpose Type (Grooving, Turning, Profiling)
GNDMS IS o
External Grooving = =
HF cw
o LF
~y LH
\ || ) B Spare Parts
Use for multi-purpose or profiling * S
i i i . M)
insert for turning (wide grooves) Above figures show right hand tools. (
B Holders
Grooving [Max. Groov.
Stock Dimensions (mm) Width Depth Applicabl c Span-
pplicable ap Nm | Span
CETG N ) (mm) Insert Screw C ner
R L H B | LF | WF | HF | LH Ccw CDX
GNDMS R/L 2020 K 310 ® | @ | 20 | 20 |125| 32 | 20 | 25 3,0 10 GCM 03000-00
GNDMS R/L 2020 K 412 ® | @ | 20 | 20 |125| 34 | 20 | 25 4,0 12 GCM 04000-00
GNDMS R/L 2020 K 512 ® | @ | 20 | 20 | 125 | 34 | 20 | 25 5,0 12 GCM N5000-00
GNDMS R/L 2525 M 312 ® | @ | 25 | 25 |150 | 39 | 25 | 25 3,0 12 GCM 03000-00 | BX0520 | 5,0 | LHO040
GNDMS R/L 2525 M 414 ® | @ | 25 | 25 |150 | 41 | 25 | 25 4,0 14 GCM 04000-00
GNDMS R/L 2525 M 514 ® | @ | 25 | 25 150 | 41 | 25 | 25 5,0 14 GCM N5000-00
GNDMS R/L 2525 M 614 ® | @ | 25 | 25 | 150 | 41 | 25 | 25 6,0 14 GCM N600O-00
Select holders and inserts with the same grooving width (CW).
on @ = Euro stock @ Recommended Tightening Torque (N-m)
O = Japan stock




Grooving Tool Holders

GNDM / GNDMS Type

B Inserts for GNDM / GNDMS

5 Coated Carbide  |Cermet|Carbide Dimensions (mm)
© o [ x [ D2
kel Shape Type Cat. No. Q.23 :g( o i cw
g 8138 |8 | K| X [Cuing], RE| L | S
< T 2| |=|F Width | 0%
MG j GCM N3004 MG e @[O0 | @ 3,0 [+0,03] 04 | 21,1 ] 3,8
N4008 MG e | @[O0 | @ 4,0 |+0,03] 08 | 264 | 4,0
> N5008 MG e o O | o 50 |+0,03| 0,8 | 26,4 | 4,1
c N6008 MG e o | O | o 6,0 |+0,03| 08 | 264 | 45
E | R Genera N7008MG | O | @ 'O | ® 7,0 |£0,04| 08 |28,75| 5,5
= O% Purpose N8008 MG e e 0l e 8,0 |+0,04| 0.8 |2875| 6.0
o ML GCM N2002 ML ol e 2,0 [£0,03] 02 [ 21,1 ] 3,6
3 I W W 1 N3002ML | e | ®| O | e |0 30 |+003| 0.2 | 211 | 38
8 N4004 ML e e |0 | @ O 4,0 [+0,03] 0,4 | 26,4 | 4,0
5 CW=<dmm N5004 ML e o | O | o 50 |+0,03| 04 | 264 | 41
CW=>5mm 'N6004 ML e o | O | @ 6,0 |+0,03| 04 | 264 | 45
Low N7004 ML e | @e|[O | e@ 7,0 [£0,04| 0,4 |28,75| 55
Feed N8004 ML O|e 0| e 8,0 |+0,04| 0,4 |28,75 6,0
GG GCM N2002 GG N o e 2,0 [+0,03] 02 [ 21,1 ] 3,6
N3002 GG ° ol e 3,0 [+0,03| 02 | 21,1 | 38
N4002 GG ° o | e 4,0 |+0,03| 0,2 | 264 | 4,0
N5002 GG 0 o e 50 |+0,03| 02 | 264 | 41
N6002 GG o) o | e 6,0 [+0,03| 02 | 264 | 45
GCM N3004 GG ° ol e 3,0 [+0,03] 0,4 [ 21,1 ] 3,8
N4004 GG ° o | e 4,0 |+0,03| 04 | 264 | 4,0
N5004 GG o) o e 50 |+0,03| 04 | 264 | 4,1
'N6004 GG o) o | e 6,0 |+0,03| 04 | 264 | 45
General N7004 GG o) ol e 7,0 |+0,04| 04 |2875| 55
Purpose N8004 GG ) o | e 8,0 [+0,04| 04 |2875| 6,0
5 GL GCM N2002 GL ° ol e 2,0 [£0,03] 02 [ 21,1 ] 3,6
< N3002 GL ° o | e 3,0 [+0,03| 02 | 21,1 | 3,8
'$) N4002 GL ° o | e 4,0 |+0,03| 0,2 | 26,4 | 4,0 Ve
> N5002 GL 0 o | e 50 |+0,03| 02 | 264 | 41 5 §
£ RE 'N6002 GL o) o | e 6,0 |£0,03| 02 | 26,4 | 45 5'<
g = Low N7004 GL o) ) 7,0 [£0,04| 0,4 |28,75| 55 <3
3 OEFE:F Fead N8004 GL o ol e 8.0 |%0.04| 04 2875 60 =
89— TJo |OF GCM N125005 GF ° 1,25 [+0,03] 0,05 | 17,4 | 3,2
N150005 GF ° 1,5 |#0,03| 0,05 | 17,4 | 3,7
N2002 GF e | O 2,0 [+0,03] 02 | 21,1 36
N3002 GF ° e e O 3,0 (+0,03| 02 | 211 | 38
N4002 GF ° e o O 4,0 |+0,03| 0,2 | 264 | 4,0
N5002 GF 0 o | o 50 |0,03| 02 | 26,4 | 4,1
N6002 GF 0 o | o 6,0 |+0,03| 02 | 264 | 45
N7002 GF o) ol e 7,0 |+0,04| 0,2 |28,75| 55
§ N8002 GF 0 o | e 8,0 [+0,04| 02 |2875| 6,0
cuting | GCM N7004 GF o ol e 7,0 [£0,04| 0,4 [28,75| 55
Force N8004 GF 0 o | e 8,0 |+0,04| 0,4 |28,75| 6,0
,ac |RG GCM N3015 RG e e [0 | @O 3,0 [+0,03] 15 [ 21,1 ] 3,8
=) = ; N4020 RG oO|le| o | e|oO 4,0 |+0,03| 2,0 | 264 | 4,0
£ O% N5O25RG | ® | ® | O | ® 50 |+003| 25 | 27.2 | 4.1
g 'N6030 RG o|le|o | e 6,0 |+0,03| 30 | 275 | 45
o | Qi General N7035 RG O|le| o] e 7,0 [+0,04| 3,5 [29,05| 55
Purpose N8040 RG O|le 0| e 8,0 [+0,04| 4,0 |29,25| 6,0
> +Re |RN GCM N2010 RN o] o 2,0 [+0,03] 10 | 21,7 | 3,6
32 = N3015 RN o|lo|o|o 3,0 [£0,03| 1,5 | 224 | 3,8
S % o% N4020 RN olo| oo 4,0 |+0,03| 2,0 | 28,0 | 4,0
w2 ) . General N5025 RN oO|o|o|o 50 |0,03| 2,5 | 28,1 | 4,1
Purpose N6030 RN o|lo|o o 6,0 [+0,03| 3,0 | 281 | 45
E 4Re | GA GCG N2002 GA O | 20 [+0,025] 0,2 [ 211 | 3,6
oo ;ﬂ::%—:r 'N3002 GA O | 30 [+0,025 02 | 211 | 38
gl ° L N4004 GA O | 4,0 [x0,025] 0,4 | 26,4 | 4,0
52| A o General N5004 GA O | 50 [+0,025 0,4 | 26,4 | 4,1
Z Purpose N6004 GA O | 6,0 [+0,025 0,4 | 264 | 45
5 Coated Carbide Dimensions (mm)
3 Shape Type Cat. No. AC830P|AC520U |AC530U AC1030U CW
2 RIL|R|L|R|L|R|L|R|L Width Tolerance
4= |Figures show right hand tools. CG GCM R/L2002 CG 05 |O|O|0|O|@|® 5° | 20 |#0,03] 0,2 [ 21,1 | 3,6
Q R/L3002 CG 05 |®|0|0|O|e|e 5° | 3,0 [+0,03| 0,2 | 21,3 | 3,8
3 = Reneral 'R/L4002 CG 05 |0|0|Q|O|@|® 5° | 4,0 |+0,04| 0,2 | 26,7 | 4,0
PSI | 4-RE P
. ﬁ CF Zew GCM R/L20003 CF 10 N0 10°[ 2,0 [#0,08] 0,03 | 22,4 | 3,6
Q W R 7 ' R/L30003 CF 10 0 10°| 3,0 |#0,08| 0,03 | 22,4 | 3,8
3 it R/L20003 CF 15 I0) 15°| 2,0 |+0,08| 0,03 | 22,4 | 3,6
[ JL ]

Force R/L30003 CF 15

Select holders and inserts with the same grooving width (CW).

15°| 3,0 [+0,08] 0,03 | 224 | 3,8

F21



Grooving Tool Holders Holder with Internal Coolant

GNDM-JE Type

External Multi-Purpose Type (Grooving, Turning, Profiling)

Grooving &

o~ —r =Y %
G N DM.J E %ﬁ% Internal w CDX
: Coolant 2y © T
External Grooving =
— %* ‘ LF
i | ER :
Y .
J —
© | Use for multi-purpose or profiling % \ ,,,,,,,,,,,,,,,, . Spare PartS
\ /. insert for turning (wide grooves). . . ‘
Above figures show right hand tools. Q\
B Holders Q
_ _ Grooving Max. | .
S e Stock Dimensions (mm) Width %LOF%- Cutt-Off Applicable Cap C Pal:c? Grub | Span-
- NO- (mm) | (mm) | Dia Insert Screw | U7 Sealin Screw* | ner
RIL|H|B |LF|WF|HF|LH | Cw |cDX | (mm) 9
GNDM R/L2020 X210 JE| ® | ® | 20 | 20 | 100| 20 | 20 | 33,6 | 2,00 | 10 20 | GCO b2000-00
GNDM R/L2020X312JE| ® | ® | 20 | 20 |100| 20 | 20 | 36,6 | 3,00 | 12 24 | GCO O3000-00
GNDMR/L2020 X418 JE| ® | ® | 20 | 20 | 110| 20 | 20 |45,0| 4,00 | 18 36 | GCO O4000-00
GNDM R/L2020 X518 JE| @ | ® | 20 | 20 | 110 | 20 | 20 | 45,0| 5,00 | 18 36 | GCO N5000-00
GNDM R/L2020 X618 JE| ® | ® | 20 | 20 | 110| 20 | 20 |45,0| 6,00 | 18 36 | GCO N60OO-00
GNDM R/L 2525 X210 JE| ® | ® | 25 | 25 [100| 25 | 25 |33,6| 2,00 | 10 20 | GCO b2000-00 BX0520 | 6,0 | XPO2E | BTOSOSE | LHO40
GNDMR/L2525X312JE| ® | ® | 25 | 25 |100| 25 | 25 | 36,6 | 3,00 | 12 24 | GCO O3000-00
GNDMR/L2525 X418 JE| ® | ® | 25 | 25 | 110| 25 | 25 |45,0| 4,00 | 18 36 | GCO O4000-00
GNDMR/L2525 X518 JE| ® | ® | 25 | 25 | 110| 25 | 25 |45,0| 5,00 | 18 36 | GCO N5000-00
GNDM R/L 2525 X618 JE| @ | ® | 25 | 25 | 110 | 25 | 25 |45,0| 6,00 | 18 36 | GCO N60OO-00
= Select holders and inserts with the same grooving width (CW). *Grub screws are sold separately (M5x5)
(@]
>
£
E Fig. 1 Fig. 1 Fig. 2 Fig. 3
SW14 SWid
5] el
24
B Parts (Hose) B Parts (Connector)
L |Screw Stan-|Screw Stan-| . Screw Stan- | Screw Stan- :
Cat. No. Stock (mm) dard dard Fig. Cat. No. Stock dard B Fig.
J-HOSE-G1/8-G1/8-200-E | @ | 200 G1/8 G1/8 1 J-G1/8-G1/8-00-E [ G1/8 G1/8 1
J-HOSE-G1/8-G1/8-300-E | @ | 300 G1/8 G1/8 1 J-G1/8-G1/8F-90-E [ G1/8 G1/8 2
Hoses are sold separately. J-G1/8-G1/8-90-E ® G1/8 G1/8 3
Connectors are sold separately.
B Piping Method for Hoses and Connectors
-9 | .
GNDL-JE QD | QD 1 Machine
T 1 T !
- = 4 U—
1 G1/8 G1/8 1
1 1 R
| -
! ;
P |
Apply sealant such as commercial sealing tape to the piping connection parts.
GNDM-JE type holders have a plug (XP02-E) mounted on the holder back end at shipping. (see fig.1)
When piping from the holder back end, mount a grub screw (BT0505-E) on the bottom of the holder for use. (see fig. 2)
Fig. 1 Piping from bottom. Fig. 2 Piping from back end.
F22 @ = Euro stock @ Recommended Tightening Torque (N-m)
O = Japan stock




Grooving Tool Holders

M Inserts for GNDM-JE

GNDM-JE Type

_5 Coated Carbide  |Cermet|Carbide Dimensions (mm)
§ Shape Cat. No. % § § § <gt =) . cw
o3 ® | < | © | © | ® | T [Cuttin RE L S
oy |0 |0 |Q |« | T 9 Tolerance
< T | < || < |F Width
MG GCM N3004 MG e e |0 e 30 [#0,03] 04 | 21,1 | 38
o N4008 MG e e|[O0 e 4,0 |%0,03]| 0,8 | 264 | 4,0
= N5008 MG e o O | o 50 |+0,03| 0,8 | 264 | 4,1
= > 4RE N6008 MG e o 0O | @ 6,0 |+0,03| 08 | 264 | 45
= O% T :-r ML GCM N2002 ML ol e 2,0 [#0,03] 0,2 | 21,1 | 36
£ | R 'N3002 ML e e | O | @@ O 3,0 [£0,03| 02 | 21,1 | 3,8
8 N4004 ML e e |/O0 @O 4,0 |0,03| 04 | 264 | 4,0
0] CW=<mm oy mm N5004 ML e o | O | o 50 |+0,03| 04 | 264 | 41
Low Feed N6004 ML e o 0 | o 6,0 |0,03| 04 | 264 | 45
GG GCM N2002 GG ° o o 2,0 [#0,03] 0,2 | 21,1 | 36
N3002 GG ° o| e 3,0 [#0,03] 0,2 | 21,1 | 38
N4002 GG ° o e 40 |+0,03| 0,2 | 264 | 40
N5002 GG o) o| e 50 |[+0,03]| 0,2 | 264 | 4.1
N6002 GG o) ol e 6,0 |#0,03] 02 | 264 | 45
GCM N3004 GG ° ol e 30 [#0,03] 04 | 21,1 | 38
= N4004 GG ° o e 40 |0,03| 04 | 264 | 40
Q ARE General N5004 GG o) o| e 50 |+0,03| 0,4 | 26,4 | 4,1
3 g[E :r Purpose N6004 GG o o e 6,0 |+0,03| 04 | 264 | 45
> L GL GCM N2002 GL ° ol e 2,0 [#0,03] 0,2 | 21,1 | 36
A R 7)) N3002 GL ° o| e 3,0 |#0,03| 0,2 | 21,1 | 3.8
o N4002 GL ° o e 40 |+0,03| 02 | 264 | 4,0
[ ) s 5 s 5
o e N5002 GL o) o e 50 |#0,03| 0,2 | 264 | 4.1
ow Feed N6002 GL o o e 6,0 |+0,03] 0,2 | 264 | 45
GF GCM N2002 GF e | O 2,0 [#0,03] 0,2 | 21,1 | 36
N3002 GF ° e e | O 3,0 [#0,03] 0,2 | 21,1 | 38
Y N4002 GF ° e o O 4,0 |+0,03| 0,2 | 264 | 4,0
ow N5002 GF o o o 50 [£0,03| 0,2 | 264 | 4.1
Force N6002 GF o) o | o 6,0 |#0,03]| 0,2 | 264 | 45
o 2RE |RG GCM N3015 RG e|/e O|e@e]|O 3,0 [#0,03] 1,5 | 21,1 | 38
£ %@ N4020 RG o|le|o|e|o0 40 |£0,03| 20 | 264 | 40
g = R cro N5025 RG e o O o 50 |£0,03| 2,5 | 27,2 | 4,1
o | QT Tut Purpose N6O3ORG | O | ® | O | @ 6,0 |+0,03| 30 | 275 | 45
,re |RN GCM N2010 RN oo 2,0 [#0,03] 1,0 | 21,7 | 36
32 3 N3015 RN o|lo|o|o 3,0 (+0,03| 15 | 224 | 3,8
$3 @ N4020 RN o|lo|0o]|o 4,0 |+0,03| 2,0 | 28,0 | 4,0
- o B e 7 General N5025 RN o|lo|o|o 50 |#0,03| 2,5 | 28,1 | 4,1
Purpose N6030 RN olololo 6,0 |+0,03] 3,0 | 28,1 | 45
@ e |GA GCG N2002 GA o | 2,0 0,025 02 [21,1] 36
ol s 'N3002 GA O | 3,0 0,025 02 | 21,1 38
e8| T ] N4004 GA O | 4,0 0,025 0,4 | 264 | 4,0
s O 7o General N5004 GA O | 50 [+0,025 0,4 | 26,4 | 4,1
z Purpose N6004 GA O | 6,0 0,025 04 | 264 | 45
IS Coated Carbide Dimensions (mm)
8 Shape Type Cat. No. ACB30P|AC520U | AC530U AC1030 cw
g R|L|RIL|R[L|R|L|r|0| PO |Cuting], RE| L ]S
< Width olerance
o | Fiaures showright hand oo CG GCM R/L2002 CG 05 |0|0|0[0|@ @ 5° | 20 +0,03| 02 | 211 3,6
o R/L3002 CG 05 |@|0|0|0|e|® 5° | 30 |+0,03| 02 | 213 | 3,8
3 _ el "RIL4002CG 05 |0|0|0|0|@|® 5° | 40 +0,03| 0,2 | 26,7 | 4,0
O%PSI L 4RE Purpose
= ——————= | CFzNers= GCM RIL20003 CF 10 oo 10° | 2,0 [+0,08] 0,03 | 224 | 3,6
s R Tw s R/L30003 CF 10 0 10° | 3,0 |+0,08| 0,03 | 22,4 | 3,8
3 oo R/L20003 CF 15 30 15°| 2,0 |#0,08| 0,03 | 22,4 | 36
Forcs. R/L30003 CF 15 0 15° | 3,0 |#0,08| 0,03 | 224 | 3,8

Select holders and inserts with the same grooving width (CW).

#0-buiped
% Buinooig
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Grooving Tool Holders

GNDL / GNDLS Type

External Deep Grooving and Cut-Off

Grooving &
Parting-Off

F24

AR

GNDL | B2
w CDX °
External Grooving =4 ©
%f LF
| Zn u
? % w - B Spare Parts
1
Above figures show right hand tools. \\\\\\\\
Q)
B Holders
Grooving Gl\fgé\'/ Max.
Cat. No. Stock Dimensions (mm) m’; Deplh CutOff Applicable Cap @ Span-
Insert Screw ner
R| L |H| B /|LF|WF|HF|LH |cCw |cDx| (mm)

GNDL R/L 2020 K 1.2516 (] o 20 | 20 | 125 | 20 | 20 | 38,0 | 1,25 16 32 | GCM N125005 GF
GNDL R/L 2020 K 1.516 (] o 20 | 20 | 125 | 20 | 20 | 38,0 | 1,50 16 32 | GCM N150005 GF
GNDL R/L 2020 K 220 ° (] 20 | 20 | 125 | 20 | 20 | 445 | 2,00 | 20 40 |GCM 02000-00
GNDL R/L 2020 K 320 (] ® 20 | 20 [ 125 | 20 | 20 | 44,5 | 3,00 |20(18)| 40 |GCM O3000-00
GNDL R/L 2020 K 425 (] o 20 | 20 | 125 | 20 | 20 | 50,0 | 4,00 |25(23)| 50 |GCM 04000-00
GNDL R/L 2020 K 525 o (] 20 | 20 [ 125 | 20 | 20 | 50,0 | 5,00 |25(23)| 50 |GCM N5000-00
GNDL R/L 2020 K 625 [ ] [ 20 | 20 | 125 ] 20 | 20 | 50,0 | 6,00 |25(23)| 50 |GCM N60OO-00
GNDL R/L 2525 M 1.2516 (] () 25 | 25 | 150 | 25 | 25 | 40,0 | 1,25 | 16 32 | GCM N125005 GF
GNDL R/L 2525 M 1.516 (] ° 25 | 25 | 150 | 25 | 25 | 40,0 | 1,50 16 32 | GCM N150005 GF BX0520 | 5,0 | LH040
GNDL R/L 2525 M 220 (] (] 25 | 25 | 150 | 25 | 25 | 445 | 2,00 | 20 40 |GCM 02000-00
GNDL R/L 2525 M 320 [ ] [ ] 25 | 25 | 150 | 25 | 25 | 44,5 | 3,00 |20(18)| 40 |GCM O3000-00
GNDL R/L 2525 M 425 (] () 25 | 25 | 150 | 25 | 25 | 50,0 | 4,00 |25(23)| 50 |GCM 04000-00
GNDL R/L 2525 M 525 ° (] 25 | 25 | 150 | 25 | 25 | 50,0 | 5,00 |25(23)| 50 |GCM N5000-00
GNDL R/L 2525 M 625 [ [ 25 | 25 | 150 | 25 | 25 | 50,0 | 6,00 |25(23)| 50 |GCM N60OO-00
GNDL R/L 3225 P 320 32 | 25 | 170 | 25 | 32 | 44,5 | 3,00 |20(18)| 40 |GCM O3000-00
GNDL R/L 3225 P 425 32 | 25 | 170 | 25 | 32 | 50,0 | 4,00 |25(23)| 50 |GCM 04000-00
GNDL R/L 3225 P 525 32 | 25 | 170 | 25 | 32 | 50,0 | 5,00 |25(23)| 50 |GCM N5000-00
GNDL R/L 3225 P 625 32 | 25 |170 | 25 | 32 | 50,0 | 6,00 |25(23)| 50 |GCMNe0oOO-OO | ,
GNDL R/L 3225 P 725 32 | 25 | 170 | 25 | 32 | 50,0 | 7,00 |25(23), 50 |GCM N7000-00 BX0520 | 6.0 | LHO50
GNDL R/L 3225 P 825 32 | 25 170 | 25 | 32 | 50,0 | 8,00 |25(23)] 50 |GCM N80OO-00O '
GNDL R/L 3232 P 320 [ ] [ ) 32 | 32 | 170 | 32 | 32 | 44,5 | 3,00 |20(18)| 40 |GCM O3000-00
GNDL R/L 3232 P 425 () ® |32 | 32 |170 | 32 | 32 | 50,0 | 4,00 |25(23)| 50 |GCM 04000-00
GNDL R/L 3232 P 525 (] (] 32 | 32 | 170 | 32 | 32 | 50,0 | 5,00 |25(23), 50 |GCM N5000-00 BX0620 | 60 | LHO50
GNDL R/L 3232 P 625 (] ° 32 | 32 | 170 | 32 | 32 | 50,0 | 6,00 |25(23)| 50 |GCM N60OO-00 '
GNDL R/L 3232 P 725 [ ] [ ] 32 | 32 | 170 | 32 | 32 | 50,0 | 7,00 |25(23)| 50 |GCM N7000-00
GNDL R/L 3232 P 825 () [ ) 32 | 32 | 170 | 32 | 32 | 50,0 | 8,00 |25(23)] 50 |GCM N800OO-00O

Select holders and inserts with the same grooving width (CW). Dimensions in parentheses are for applications that use copying inserts (RG type breakers).

External L-Styled (Side Cut) Grooving

NNl o P
GNDLS| E'Z H (G -
w
External Grooving = HEI
[&]
HF cw
© LF
} _LH
H B Spare Parts
S — I
Above figures show right hand tools. (
B Holders
Grooving | Max. Groov.
Stock Dimensions (mm) Width Depth Apoli )
pplicable Cap Qm | Span
sy {mm} () Insert Screw @ ner
R L H B | LF | WF | HF | LH Ccw CDX
GNDLS R/L 2020 K 216 ® | ® | 20 | 20 |125| 38 | 20 | 25 2,0 16 GCM 02000-00
GNDLS R/L 2020 K 316 ® | ® | 20 | 20 | 125 | 38 | 20 | 25 3,0 16 GCM 03000-00
GNDLS R/L 2525 M 218 ® | ® | 25| 25 150 | 45 | 25 | 25 2,0 18 GCM 02000-00
GNDLS R/L 2525 M 318 ® | @ | 25 | 25 |150 | 45 | 25 | 25 3,0 18 GCM 03000-00 | BX0520 | 5,0 | LH040
GNDLS R/L 2525 M 423 ® | ® | 25 | 25 | 150 | 50 | 25 | 25 4,0 23 GCM 04000-00
GNDLS R/L 2525 M 523 ® | ® | 25 | 25 150 | 50 | 25 | 25 5,0 23 GCM N5000-00
GNDLS R/L 2525 M 623 ® | ® | 25 | 25 | 150 | 50 | 25 | 25 6,0 23 GCM N6000O-00

Select holders and inserts with the same grooving width (CW).

® = Euro stock
O = Japan stock

@ Recommended Tightening Torque (N-m)




Grooving Tool Holders

GNDL / GNDLS Type

B Inserts for GNDL / GNDLS

5 Coated Carbide  |Cermet|Carbide Dimensions (mm)
© o [ x [ D2
kel Shape Type Cat. No. Q.23 :g( o i cw
g 8138 |8 | K| X [Cuing], RE| L | S
< T 2| |=|F Width | 0%
MG j GCM N3004 MG e @[O0 | @ 3,0 [+0,03] 04 | 21,1 ] 3,8
N4008 MG e | @[O0 | @ 4,0 |+0,03] 08 | 264 | 4,0
> N5008 MG e o O | o 50 |+0,03| 0,8 | 26,4 | 4,1
c N6008 MG e o | O | o 6,0 |+0,03| 08 | 264 | 45
E | R Genera N7008MG | O | @ 'O | ® 7,0 |£0,04| 08 |28,75| 5,5
= O% Purpose N8008 MG e e 0l e 8,0 |+0,04| 0.8 |2875| 6.0
o ML GCM N2002 ML ol e 2,0 [£0,03] 02 [ 21,1 ] 3,6
3 I W W 1 N3002ML | e | ®| O | e |0 30 |+003| 0.2 | 211 | 38
8 N4004 ML e e |0 | @ O 4,0 [+0,03] 0,4 | 26,4 | 4,0
5 CW=<dmm N5004 ML e o | O | o 50 |+0,03| 04 | 264 | 41
CW=>5mm 'N6004 ML e o | O | @ 6,0 |+0,03| 04 | 264 | 45
Low N7004 ML e | @e|[O | e@ 7,0 [£0,04| 0,4 |28,75| 55
Feed N8004 ML O|e 0| e 8,0 |+0,04| 0,4 |28,75 6,0
GG GCM N2002 GG N o e 2,0 [+0,03] 02 [ 21,1 ] 3,6
N3002 GG ° ol e 3,0 [+0,03| 02 | 21,1 | 38
N4002 GG ° o | e 4,0 |+0,03| 0,2 | 264 | 4,0
N5002 GG 0 o e 50 |+0,03| 02 | 264 | 41
N6002 GG o o | e 6,0 [+0,03| 02 | 264 | 45
GCM N3004 GG ° ol e 3,0 [+0,03] 0,4 [ 21,1 ] 3,8
N4004 GG ° o | e 4,0 |+0,03| 04 | 264 | 4,0
N5004 GG o) o e 50 |+0,03| 04 | 264 | 4,1
'N6004 GG o) o | e 6,0 |+0,03| 04 | 264 | 45
General N7004 GG o) ol e 7,0 |+0,04| 04 |2875| 55
Purpose N8004 GG ) o | e 8,0 [+0,04| 04 |2875| 6,0
5 GL GCM N2002 GL ° ol e 2,0 [£0,03] 02 [ 21,1 ] 3,6
< N3002 GL ° o | e 3,0 [+0,03| 02 | 21,1 | 3,8
'$) N4002 GL ° o | e 4,0 |+0,03| 0,2 | 26,4 | 4,0 Ve
> N5002 GL 0 o | e 50 |+0,03| 02 | 264 | 41 5 §
£ RE 'N6002 GL o) o | e 6,0 |£0,03| 02 | 26,4 | 45 5'<
g = Low N7004 GL o) ) 7,0 [£0,04| 0,4 |28,75| 55 <3
3 OEFE:F Fead N8004 GL o ol e 8.0 |%0.04| 04 2875 60 =
89— TJo |OF GCM N125005 GF ° 1,25 [+0,03] 0,05 | 17,4 | 3,2
N150005 GF ° 1,5 |#0,03| 0,05 | 17,4 | 3,7
N2002 GF e | O 2,0 [+0,03] 02 | 21,1 36
N3002 GF ° e e O 3,0 (+0,03| 02 | 211 | 38
N4002 GF ° e o O 4,0 |+0,03| 0,2 | 264 | 4,0
N5002 GF 0 o | o 50 |0,03| 02 | 26,4 | 4,1
N6002 GF 0 o | o 6,0 |+0,03| 02 | 264 | 45
N7002 GF o) ol e 7,0 |+0,04| 0,2 |28,75| 55
§ N8002 GF 0 o | e 8,0 [+0,04| 02 |2875| 6,0
cuting | GCM N7004 GF o ol e 7,0 [£0,04| 0,4 [28,75| 55
Force N8004 GF 0 o | e 8,0 |+0,04| 0,4 |28,75| 6,0
,ac |RG GCM N3015 RG e e [0 | @O 3,0 [+0,03] 15 [ 21,1 ] 3,8
=) = ; N4020 RG oO|le| o | e|oO 4,0 |+0,03| 2,0 | 264 | 4,0
£ O% N5O25RG | ® | ® | O | ® 50 |+003| 25 | 27.2 | 4.1
g 'N6030 RG Ol e |0 e 6,0 |+0,03| 30 | 275 | 45
o | Qi General N7035 RG O|le| o] e 7,0 [+0,04| 3,5 [29,05| 55
Purpose N8040 RG O|le 0| e 8,0 [+0,04| 4,0 |29,25| 6,0
> +Re |RN GCM N2010 RN o] o 2,0 [+0,03] 10 | 21,7 | 3,6
32 = N3015 RN o|lo|o]|o 3,0 [£0,03| 1,5 | 224 | 3,8
S % O% N4020 RN olo| oo 4,0 |+0,03| 2,0 | 28,0 | 4,0
w2 ) . General N5025 RN oO|o|o|o 50 |0,03| 2,5 | 28,1 | 4,1
Purpose N6030 RN o|lo|o o 6,0 [+0,03| 3,0 | 281 | 45
E 4Re | GA GCG N2002 GA O | 20 [+0,025] 0,2 [ 211 | 3,6
oo EQE—:F 'N3002 GA O | 30 [+0,025 02 | 211 | 38
gl ° L N4004 GA O | 4,0 [x0,025] 0,4 | 26,4 | 4,0
52| A o General N5004 GA O | 50 [+0,025 0,4 | 26,4 | 4,1
Z Purpose N6004 GA O | 6,0 [+0,025 0,4 | 264 | 45
5 Coated Carbide Dimensions (mm)
3 Shape Type Cat. No. AC830P|AC520U |AC530U AC1030U CW
2 RIL|R|L|R|L|R|L|R|L Width Tolerance
4= |Figures show right hand tools. CG GCM R/L2002 CG 05 |O|O|0|O|@|® 5° | 20 |#0,03] 0,2 [ 21,1 | 3,6
Q R/L3002 CG 05 |®|0|0|O|e|e 5° | 3,0 [+0,03| 0,2 | 21,3 | 3,8
3 g?.%,:k Reneral 'R/L4002 CG 05 |0|0|Q|O|@|® 5° | 4,0 |+0,04| 0,2 | 26,7 | 4,0
PSI L 4RE Purpose
= CFzfie =l GCM R/L20003 CF 10 N0 10°[ 2,0 [#0,08] 0,03 | 22,4 | 3,6
Q W o R/L30003 CF 10 0 10°| 3,0 |#0,08| 0,03 | 22,4 | 3,8
g it R/L20003 CF 15 I0) 15°| 2,0 |+0,08| 0,03 | 22,4 | 3,6
Force R/L30003 CF 15 00 15°| 3,0 |#0,08| 0,03 | 22,4 | 3,8

Select holders and inserts with the same grooving width (CW).
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Grooving Tool Holders Holder with Internal Coolant

GNDL-JE Type

External Deep Grooving and Cut-Off

Grooving &

o—~n—n 1Y %
G N D L.J E %ﬁ% Internal .1 CDX
- Coolant 2y © e
External Grooving =
= =t LF
3 |
70 :
of [ . B Spare Parts
Above figures show right hand tools. Q\‘
B Holders Q
Grooving| Max.
Cat. N Stock Dimensions (mm) Width %anp% C’l\lllti)éjff Applicable Cap Pluc? Grub | Span-
B INe: (mm) | (mm) | " Dig Insert Screw @ S::Iin Screw* | ner
RIL|H|B |LF|WF|HF|LH | Cw |cDX | (mm) 9
GNDLR/L2020X210JE |® | ® | 20 | 20 | 110| 20 | 20 |44,5| 2,00 | 20 20 | GCO b2000-00
GNDLR/L2020X312JE |® | ® | 20 | 20 | 110| 20 | 20 |44,5| 3,00 | 20 24 | GCO O3000-00
GNDLR/L2020X418JE |® | ® | 20 | 20 | 115| 20 | 20 | 50,0 | 4,00 | 25 36 | GCO O4000-00
GNDLR/L2020 X518 JE | ® | ® | 20 | 20 | 115| 20 | 20 | 50,0 | 5,00 | 25 36 | GCO N5000-00
GNDLR/L2020 X618 JE |® | ® | 20 | 20 | 115| 20 | 20 | 50,0 | 6,00 | 25 36 | GCO N60OO-00
GNDLR/L2525X210JE |® | ® | 25 | 25 |110| 25 | 25 |44,5| 2,00 | 20 20 | GCO b2000-00 BX0520 | 6,0 | XPO2E | BTOSOSE | LHO40
GNDLR/L2525X312JE |® | ® | 25 | 25 |110| 25 | 25 |44,5| 3,00 | 20 24 | GCO O3000-00
GNDLR/L2525X418JE | ® | ® | 25 | 25 |115| 25 | 25 | 50,0 | 4,00 | 25 36 | GCO O4000-00
GNDLR/L2525X518JE | ® | ® | 25 | 25 |115| 25 | 25 | 50,0 | 5,00 | 25 36 | GCO N5000-00
GNDLR/L2525 X618 JE | ® | ® | 25 | 25 |115| 25 | 25 | 50,0 | 6,00 | 25 36 | GCO N60OO-00
= Select holders and inserts with the same grooving width (CW). *Grub screws are sold separately (M5x5)
(@]
>
£
E Fig. 1 Fig. 1 Fig. 2 Fig. 3
SW14 SWid
5] el
24
B Parts (Hose) B Parts (Connector)
L |Screw Stan-|Screw Stan-| . Screw Stan- | Screw Stan- :
Cat. No. Stock (mm) dard dard Fig. Cat. No. Stock dard B Fig.
J-HOSE-G1/8-G1/8-200-E | @ | 200 G1/8 G1/8 1 J-G1/8-G1/8-00-E [ G1/8 G1/8 1
J-HOSE-G1/8-G1/8-300-E | @ | 300 G1/8 G1/8 1 J-G1/8-G1/8F-90-E [ G1/8 G1/8 2
Hoses are sold separately. J-G1/8-G1/8-90-E ® G1/8 G1/8 3
Connectors are sold separately.
B Piping Method for Hoses and Connectors
-9 | .
GNDL-JE QD | QD 1 Machine
T 1 T !
= e i -
1 G1/8 G1/8 1
1 1 R
| -
! ;
P |
Apply sealant such as commercial sealing tape to the piping connection parts.
GNDL-JE type holders have a plug (XP02-E) mounted on the holder back end at shipping. (see fig.1)
When piping from the holder back end, mount a grub screw (BT0505-E) on the bottom of the holder for use. (see fig. 2)
Fig. 1 Piping from bottom. Fig. 2 Piping from back end.
F26 @ = Euro stock @ Recommended Tightening Torque (N-m)
O = Japan stock




Grooving Tool Holders

M Inserts for GNDL-JE

GNDL-JE Type

_5 Coated Carbide  |Cermet|Carbide Dimensions (mm)
S Shape Cat. No. S § 2|3 g o cw
S 813|868 | 8| & | T |Cuting Tolerance RE L S
< < | < | < | < | F Width
GCM N3004 MG e e |0 e 3,0 |+0,03] 04 | 21,1 38
= N4008 MG e | e 0O e 40 |+0,03] 0,8 | 264 | 4,0
€ N5008 MG e o O e 50 |+0,03| 0,8 | 26,4 | 4,1
= > 4RE N6008 MG e o | 0O | o 6,0 |+0,03| 0,8 | 26,4 | 4,5
= O% 3 :r GCM N2002 ML ol e 2,0 [+0,03] 0,2 [21,1] 36
£ ot R 'N3002 ML e e | O | @@ O 3,0 [£0,03| 02 | 21,1 | 3,8
8 N4004 ML e e/ 0 @O 40 [+0,03| 04 | 264 | 4,0
) N5004 ML e o O | @ 50 [+0,03| 04 | 26,4 | 4,1
Low Feed N6004 ML e o O | e 6,0 |+0,03| 04 | 26,4 | 4,5
GG GCM N2002 GG ° o | o 2,0 [0,03] 02 [ 21,1 ] 36
N3002 GG ° ol e 3,0 |+0,03| 0,2 | 21,1 | 3,8
N4002 GG ° o| e 40 |+0,03| 02 | 264 | 4,0
N5002 GG o) ol e 50 |+0,03| 0,2 | 26,4 | 4,1
N6002 GG o) o | e 6,0 |+0,03| 0,2 | 264 | 45
GCM N3004 GG ° ol e 3,0 |+0,03] 04 | 21,1 38
. N4004 GG ° o| e 40 |+0,03| 04 | 264 | 4,0
Q ARE General N5004 GG o) ol e 50 [+0,03| 04 | 264 | 4,1
3 2 :r Purpose N6004 GG o) o | e 6,0 |0,03| 04 | 264 | 45
> L.L GL GCM N2002 GL ° ol e 2,0 [£0,03] 02 [ 21,1 ] 36
£ | QT o N3002 GL ° o| e 3,0 |#0,03| 0,2 | 21,1 | 3.8
o N4002 GL ° ol e 40 |+0,03]| 02 | 264 | 4,0
o N5002 GL o} o| e 50 [%0,03| 0,2 | 26,4 | 4,1
Low Feed N6002 GL 0 o e 6,0 |+0,03| 02 | 264 | 45
GF GCM N2002 GF e | O 2,0 |£0,03] 0,2 [ 21,1 36
N3002 GF ° e o O 3,0 |+0,03| 0,2 | 21,1 | 38
N4002 GF ° e | o | O 4,0 [+0,03| 02 | 26,4 | 4,0
ow N5002 GF o) o | o 50 |+0,03| 0,2 | 26,4 | 4,1
Force N6002 GF o) o | o 6,0 |+0,03| 02 | 264 | 45
o 2RE |RG GCM N3015 RG e e[0|e@ O 3,0 [+0,03] 1,5 [ 21,1 ] 3,8
£ %@ N4020 RG o|le|o|e]|o 4,0 [£0,03| 2,0 | 264 | 4,0
s = B enoral N5025 RG o o O o 50 |40,03| 2,5 | 272 | 4,1
o | Tt Purpose N6030 RG cle|o| e 6,0 |£0,03| 3,0 | 275 | 45
,re |RN GCM N2010 RN o] o 2,0 |+0,03] 1,0 | 21,7 | 36
; g %@ N3015 RN o o o o 3,0 [+0,03| 1,5 | 224 | 3,8
SS L N4020 RN o|lo|o]|o 4,0 [+0,03| 2,0 | 28,0 | 4,0
L2 BT e General N5025 RN o|lo|o|o 50 |+0,03| 2,5 | 28,1 | 4,1
Purpose N6030 RN o|lolo]o 6,0 |+0,03| 3,0 | 281 | 45
0 wre |GA GCG N2002 GA o | 20 [£0,025 02 [21,1] 3,6
% A 'N3002 GA O | 3,0 [#0,025 0,2 | 21,1 | 3,8
il N4004 GA O | 4,0 [x0,025 0,4 | 264 | 4,0
s O 7o General N5004 GA O | 50 *0,025 04 | 264 | 4,1
z Purpose N6004 GA O | 6,0 +0,025 04 | 264 | 45
IS Coated Carbide Dimensions (mm)
E Shape Type Cat. No. ACB30P| AC520U | AC530U AC1030U cw
s PSI Cutting RE| L | S
2 RIL|R|L|R|L|R|L|R|L Width Tolerance
| Fiaures show gt hand oo CG GCM R/L2002 CG 05 |0|0|0|0|e|e 5° | 2,0 |+0,03| 0,2 | 21,1 | 36
o R/L3002CG 05 |@|0|0|0 e|e 5° | 3,0 [+0,03]| 02 | 21,3 | 3,8
3 = Boncral "RIL4002CG 05 |O|0|0 |0 |@|® 5° | 4,0 |+0,03| 0,2 | 26,7 | 4,0
"% Purpose
« ——————= | CFzfensZg GCM RIL20003 CF 10 oo 10° | 2,0 [+0,08| 0,03 ] 22,4 | 3,6
SR I 7 < RIL30003 CF 10 0 10° | 3,0 |£0,08| 0,03 | 22,4 | 3,8
3 o R/L20003 CF 15 0 15° | 2,0 |+0,08| 0,03 | 22,4 | 3,6
Forcs R/L30003 CF 15 oo 15° | 3,0 |#0,08| 0,03 | 224 | 38

Select holders and inserts with the same grooving width (CW).

#0-buied
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Grooving Tool Holders

GNDI Type

Internal Grooving

/m\ L DMIN Min. Bore DCON

|l
5

Internal Grooving Internal

L

o

B Spare Parts

Use for multi-purpose or profiling

insert for turning (wide grooves). Above figures show right hand tools. @

B Holders

: Groov. |Max. Groov.
. . Min. Bore h
Stock Dimensions (mm) Width Depth Applicable Cap
Cat. No. (mm) | (mm) (mm) plzsert Screw @ Spanner
R L [DCON| H LF | WF | DMIN Cw CDX

GNDI R/L 2532 T 206 ( ® | 25 | 23 | 200 | 16 32 2,0 6 GCM N2000-00 BH0516 | 5,0 | LHO30
GNDIR/L 3240 T 210 (J ® | 32 | 30 | 250 | 26 40 2,0 10 GCM N2000-00 BH0616 | 6,0 | LH040
GNDI R/L 2532 T 306 [ ® | 25 | 23 | 200 | 16 32 3,0 6 GCM N3000-00 BH0516 | 5,0 | LHO30
GNDIR/L 3240 T 310 () ® | 32 | 30 | 250 | 26 40 3,0 10 GCM N3000-00
GNDI R/L 4050 T 311 (J ® | 40 | 38 | 300 | 3 50 3,0 1 GCM N3000-00 BHOG16 | 6,0 | LHO40
GNDI R/L 2532 T 406 [ ) ® | 25 | 23 | 200 | 19 32 4,0 6 GCM N4000O-00 BH0516 | 5,0 | LHO30
GNDIR/L 3240 T 410 [ ® | 32 | 30 | 250 | 26 40 4,0 10 GCM N4000-00
GNDI R/L 4050 T 411 (J ® | 40 | 38 | 300 | 3 50 4,0 1 GCM N4000-00 BHOG16 | 6,0 | LHO40
GNDI R/L 2532 T 506 ( ® | 25 | 23 | 200 | 19 32 5,0 6 GCM N5000-00 BH0516 | 5,0 | LHO30
GNDI R/L 3240 T 510 () ® | 32 | 30 | 250 | 26 40 5,0 10 GCM N5000-00
GNDI R/L 4050 T 511 [ ® | 40 | 38 | 300 | 3 50 5,0 1 GCM N5000-00 BHOG16 | 6,0 | LHO40
GNDI R/L 4050 T 611 (J ® | 40 | 38 | 300 | 3 50 6,0 1 GCM N6000O-00 BH0616 | 6,0 | LH040

Grooving &
Parting-Off

Select holders and inserts with the same grooving width (CW).

F28 @ = Euro stock @ Recommended Tightening Torque (N-m)
O = Japan stock



Grooving Tool Holders

GNDI Type

B GNDI Inserts
_5 Coated Carbide  |Cermet|Carbide Dimensions (mm)
§ Shape Cat. No. % i § é <gt =) cw
g 813|838 8& T | Cutiing Tolerance RE . S
< < | < | < | < | F Width
GCM N3004 MG e/ e O e 3,0 |+0,03| 04 | 21,1 ] 38
o N4008 MG e e O | o 4,0 [+0,03] 0,8 | 26,4 | 4,0
€ N5008 MG e e O | o 50 |+0,03| 0,8 | 26,4 | 4,1
2 > 4RE N6008 MG e o | O | o 6,0 |+0,03| 0,8 | 26,4 | 4,5
> ozE 3 :r GCM N2002 ML o] e 2,0 |£0,03| 0,2 | 21,1 | 3,6
£ | R 'N3002 ML e e | O | @@ O 3,0 [£0,03| 02 | 21,1 | 3,8
8 N4004 ML e o O|e | O 4,0 [+0,03| 04 | 264 | 4,0
1) N5004 ML e o O | o 50 |+0,03| 04 | 26,4 | 4,1
Low Feed N6004 ML e e O | o 6,0 |0,03| 0,4 | 26,4 | 45
GG GCM N2002 GG ° o | o 2,0 |£0,03| 0,2 [ 21,1 | 36
N3002 GG ° o| e 3,0 |£0,03| 0,2 | 21,1 | 3,8
N4002 GG ° o | e 4,0 [+0,03| 0,2 | 26,4 | 4,0
N5002 GG o) o| e 50 |+0,03| 0,2 | 26,4 | 4,1
N6002 GG o} o | e 6,0 |+0,03| 0,2 | 26,4 | 45
GCM N3004 GG ° o] e 3,0 [+0,03| 0,4 | 21,1 | 38
- N4004 GG ° o | @ 4,0 [+0,03| 04 | 264 | 4,0
Q ARE General N5004 GG o} o| e 50 |+0,03| 04 | 26,4 | 4,1
3 z :r Purpose N6004 GG o} o | e 6,0 |+0,03| 0,4 | 26,4 | 45
> L.L GL GCM N2002 GL ° o] e 2,0 |£0,03| 0,2 | 21,1 | 36
A R 7)) N3002 GL ° o| e 3,0 |#0,03| 0,2 | 21,1 | 3.8
o N4002 GL ° o | e 4,0 (+0,03| 0,2 | 26,4 | 4,0
O N5002 GL o) o e 50 |+0,03| 02 | 26,4 | 4,1
Low Feed N6002 GL o o e 6,0 |+0,03| 0,2 | 264 | 4,5
GF GCM N2002 GF e | o 2,0 |+0,03| 0,2 [ 21,1 ] 36
N3002 GF ° e o O 3,0 |+0,03| 0,2 | 21,1 | 3.8
N4002 GF ° e o | O 4,0 [+0,03| 0,2 | 26,4 | 4,0
ow N5002 GF o} o | o 50 |+0,03| 0,2 | 26,4 | 4,1
Force N6002 GF o) o | o 6,0 |+0,03| 0,2 | 264 | 45
o 2RE |RG GCM N3015 RG e e  O|e@ ]| O 3,0 |+0,03| 1,5 | 21,1 | 3,8
£ %@ N4020 RG o|le|o|e]|o 4,0 [£0,03| 2,0 | 264 | 4,0
3 = B enoral N5025 RG e o O o 50 |40,03| 2,5 | 272 | 4,1
o | Tt Purpose N6030 RG ole o e 6.0 |+0,03| 3.0 | 275 | 45
,re RN GCM N2010 RN o] o 2,0 |+0,03| 1,0 | 21,7 | 36
; g) %@ N3015 RN o o o o 3,0 [+0,03| 1,5 | 224 | 3,8
$3 L N4020 RN olo|o]|o 4,0 [+0,03| 2,0 | 28,0 | 4,0
- o B e 7 General N5025 RN olo|o|o 50 |+0,03| 2,5 | 28,1 | 4,1
Purpose N6030 RN olo| oo 6,0 |+0,03| 3,0 | 281 | 45
® wre |GA GCG N2002 GA O | 2,0 [+0,025 0,2 | 21,1 | 3,6
S o e 'N3002 GA O | 3,0 [+0,025 0,2 | 21,1 | 3,8
o2 U N4004 GA O | 4,0 [x0,025 0,4 | 26,4 | 4,0
s2| QT e General N5004 GA O | 50 [+0,025 0,4 | 26,4 | 4,1
z Purpose N6004 GA O | 6,0 [+0,025 0,4 | 26,4 | 4,5

Select holders and inserts with the same grooving width (CW).

#0-buiped
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Grooving Tool Holders

GNDIS Type

Internal Grooving

PSR :
GNDIS DMIN Min. Bore DCON
Internal Grooving Internal
[T
N ———
Above figures show right hand tools.
B Spare Parts
LT15
D
$ \/
&
B Holders > o
Min. Groov. Max. Groov.
Stock Dimensions (mm) Bore | Width | Depth Applicable Cap
Cat. No. (mm) | (mm) | (mm) Insert Serew @Spanner
R L [DCON| H LF | LH | WF | DMIN CW CDX
GNDIS R/L 1214 T 1526 o o 12 | 11 | 150 | 30 | 9,0 14 1,5 2,6 GXM N150005S GF
GNDIS R/L 1214 T 1536 o o 12 | 11 [ 150 | 30 |10,0 14 1,5 3,6 GXM N150005S GF BFTX0409N | 3,4| LT15
GNDIS R/L 1616 T 1536 O | 0|16 |15 |160| 35 |11,5| 16 15 36 |GXMN1500058 GF |
GNDIS R/L 1620 T 1546 o o 16 | 15 | 160 | 40 | 14,5 20 1,5 4,6 GXM N150005S GF
GNDIS RIL 2025 T 1566 o | o |20 |19 180 40 [190] 25 15 66 | GXMN1500055 GF | Br 1X051IN |50/ LT20
GNDIS R/L 1214 T 2026 o o 12 | 11 | 150 | 30 | 9,0 14 2,0 2,6 GXM N2002s-00
GNDIS R/L 1214 T 2036 o o 12 | 11 | 150 | 30 | 10,0 14 2,0 3,6 GXM N2002s-00 BFTX0409N | 3,4| LT15
GNDIS R/L 1616 T 2036 o | o 16|15 |160]| 35 |115| 16 2,0 36 |GXMN2002s-00 |
GNDIS R/L 1620 T 2046 o o 16 | 15 | 160 | 40 | 14,5 20 2,0 4,6 GXM N2002S-00
GNDIS R/L 2025 T 2066 o Q | 20 | 19 |180| 40 |19,0 25 2,0 6,6 GXM N2002s-00 BFTX0S1IN| 50 LT20
GNDIS R/L 1214 T 3026 o o 12 | 11 | 150| 30 | 9,0 14 3,0 2,6 GXM N3002s-00
GNDIS R/L 1214 T 3036 o o 12 | 11 | 150 | 30 | 10,0 14 3,0 3,6 GXM N3002s-00 BFTX0409N | 3,4| LT15
GNDIS R/L 1616 T 3036 O | o |16 |15|160| 35 |11,5| 16 30 36 |GXMN3o02s-0O |
GNDIS R/L 1620 T 3046 o o 16 | 15 | 160 | 40 | 14,5 20 3,0 4,6 GXM N3002s-00
GNDIS R/L 2025 T 3066 e) Q | 20 | 19 | 180 | 40 |19,0 25 3,0 6,6 GXM N3002s-00 BFTX051N | 5,0) LT20
Select holders and inserts with the same grooving width (CW). Only GXM inserts can be used.
B GNDIS Inserts
5 Coated Carbide Dimensions (mm)
S Shape Type Cat. No. cw
2 AC520U AC1030U Cutting Tol RE L S
2 Width | Tolerance
> o fe ML = GXM N2002S ML o o 2,0 +0,03 0,2 1M1 3,1
£E gﬂ:%:r ,,,,,,,,,,,, N3002S ML o o 30 | +0,03 | 02 11 | 31
o =
o >
ohF \j @ Low Feed
= le GF - GXM N150005S GF o 1,5 +0,03 0,05 1.1 3,1
E a[;:g:f N2002S GF o o 20 | +0,03 | 02 11,1 3,1
o bow N3002S GF Q ©) 3,0 +0,03 0,2 11,1 31
& | T T e

Select holders and inserts with the same grooving width (CW).

® = Euro stock
O = Japan stock

GCM and GCG inserts are not compatible.

@ Recommended Tightening Torque (N-m)



Grooving Tool Holders

GNDN Type

#0-buiped
% Buinooig

Necking
VPN
GNDN s _
Necking Necking = {© o =
=11 = ~
L %o, o~
LH <
APMX2 >
t| :
Above figures show right hand tools.
9 g B Spare Parts
W
M Holders
Min. | Groov.
Stock Dimensions (mm) Bore | Width Applicable Cap
Cat. No. (mm) | (mm) |APMX|APNX2 o oP | Spanmer
R|L|H| B |LF|WF| HF|LH|WF2 DMIN CwW
GNDN R/L2020 K 215-020 O| O |20|20 (12523 |20 |30 |30 20 2,0 1,5 | 0,64 | GCM N2010 RN
GNDN R/L2020 K 320-020 O| O |20 |20 (12523 |20 |30 |30 20 3,0 2,0 [ 0,79 | GCM N3015 RN
GNDN R/L2020 K 430-030 O | O |20|20 (12524 |20 |32 |4,0 30 4,0 3,0 | 1,29 | GCM N4020 RN BX0520 | 5,0| LH040
GNDN R/L2020 K 535-030 O| O |20 |20 (12525 |20 | 35|50 30 5,0 3,5 | 1,44 | GCM N5025 RN
GNDN R/L2020 K 640-030 OO |20]20|125/25|20|35|5,0 30 6,0 4,0 | 1,59 | GCM N6030 RN
GNDN R/L2525 M 215-020 O| O |25|25|150| 28 | 25| 30 | 3,0 20 2,0 1,5 | 0,64 | GCM N2010 RN
GNDN R/L2525 M 320-020 O| O |25|25(150| 28 | 25|30 | 3,0 20 3,0 2,0 | 0,79 | GCM N3015 RN
GNDN R/L2525 M 430-030 O| O |25|25(150|29 | 25| 32 |4,0 30 4,0 3,0 | 1,29 | GCM N4020 RN BX0520 | 5,0| LH040
GNDN R/L2525 M 535-030 O| O |25|25(150|30 | 25| 35|50 30 5,0 3,5 | 1,44 | GCM N5025 RN
GNDN R/L2525 M 640-030 O | O |25]25|150/30|25|35|5,0 30 6,0 4,0 | 1,59 | GCM N6030 RN
Select holders and inserts with the same grooving width (CW).
B GNDN Inserts
5 Coated Carbide Dimensions (mm)
3 Shape Type Cat. No. % E’ § § Cw
2 8|3 |8 |8 [ Cuting [, RE L S
< < | | < | < | width | 'cerance
,re |RN GCM N2010 RN - - o | O 2,0 +0,03 1,0 21,7 3,6
3 _E’ 21 ¢ N3015 RN OO | O] O 3,0 +0,03 1,5 22,4 3,8
S S 3iC L : N4020 RN oO|lOoO| O] O 4,0 +0,03 2,0 28,0 4,0
o A o | S Y N5025 RN o|o|o|o| 50 | 003 | 25 28,1 4.1
General Purpose N6030 RN Ol O] O] O 6,0 +0,03 3,0 28,1 4,5

Select holders and inserts with the same grooving width (CW).
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GNDF

Face Grooving

G /

Grooving Tool Holders

GNDF Type

cw
=)

HF

DC

LF

T

=] —.
Max. Dia. -
. . [
Min. Dia. /
T Work diameters in the stock indicate

(Work Diameter)

external diameters of face grooving.

B Spare Parts

Use for multi-purpose or profiling )
insert for turning (wide grooves). Above figures show right hand tools. ‘\\\\\\\\
M Holders Q
. |Groov. Max. Cut
Stock Dimensions (mm Work Dia. Width | off Dia. ;
Cat. No. mm) (mm) | (mm) | (mm) Aﬁzlécee:.?le Si?epw @Spannef
RIL|H|B| LF |WFlHF| LH DC | cw | cbx
GNDF RIL2020K 312-035 | ® | ® | 20 | 20 | 125 | 20 | 20 | 356 | 3545 | 30 | 12
GNDFRIL2020K312-040 |® | @ |20 |20 125 | 20 | 20 | 356 | 40-55 | 30 | 12
GNDF RIL2020K 318-050 | ® | ® |20 |20 | 125 | 20 | 20 | 416 | 50-70 | 30 | 18
GNDF RIL2020K 318-065 | ® | ® |20 |20 | 125 | 20| 20 | 416 | 65-100 | 3.0 | 18 |GCMN300O-O0 | BX0520 |50 | LH040
GNDF RIL2020K318-090 | ® | ® |20 |20 | 125 | 20 | 20 | 416 | 90-150 | 30 | 18
GNDFRIL2020K318-140 | ® | @ |20 |20 | 125 | 20 | 20 | 416 | 140-200 | 3,0 | 18
GNDF RIL2020K318-180 | ® | @ | 20 | 20 | 125 | 20 | 20 | 416 | 180-300 | 3,0 | 18
GNDF RIL2020K 418040 | ® | ® | 20 | 20 | 125 | 20 | 20 | 416 | 4055 | 40 | 18
GNDF RIL2020K 423-050 | ® | ® |20 |20 | 125 | 20 | 20 | 466 | 50-70 | 40 | 23
GNDF RIL2020K 423-065 |® | ® |20 |20 | 125 | 20 | 20 | 466 | 6590 | 40 | 23
GNDF RIL2020K 423-085 | ® | ® |20 |20 | 125 | 20 | 20 | 466 @ 85130 | 40 | 23 |GCMN40OO-O0 | BX0520 |50 | LHO40
GNDF RIL2020K 423125 | @ | @ |20 |20 | 125 | 20 | 20 | 466 | 125-200 | 40 | 23
GNDF RIL2020K 423180 | ® | @ | 20 | 20 | 125 | 20 | 20 | 46,6 | 180-300 | 40 | 23
GNDFRIL2020K423-280 | ® | @ | 20 | 20 | 125 | 20 | 20 | 46:6 | 2801000 | 40 | 23
GNDF RIL2020K 523-050 | ® | ® | 20 | 20 | 125 | 20 | 20 | 466 | 5070 | 50 | 23
GNDF RIL2020K 523-065 |® | ® |20 |20 | 125 | 20 | 20 | 466 | 6590 | 50 | 23
GNDF RIL2020K 523-085 | ® | ® |20 |20 | 125 | 20 | 20 | 466 | 85130 | 50 | 23
GNDF RIL2020K523-125 | ® | @ |20 |20 | 125 | 20 | 20 | 466 | 125200 | 50 | 23 | GCMNS00O-UL | BX0520 15,0 | LH040
GNDF RIL2020K 523-180 | ® | ® |20 | 20 | 125 | 20 | 20 | 46,6 | 180-300 | 50 | 23
GNDFRIL2020K523-280 | ® | @ |20 | 20 | 125 | 20 | 20 | 4656 | 2801000 | 50 | 23
GNDF RIL2020 K 623-050 | ® | ® | 20 | 20 | 125 | 20 | 20 | 466 | 50-75 | 60 | 23
GNDF RIL2020K 623-070 | ® | ® |20 |20 | 125 | 20 | 20 | 466 | 70-110 | 60 | 23
GNDF RIL2020K 623100 | ® | ® |20 | 20 | 125 | 20 | 20 | 46,6 | 100-200 | 60 | 23 |GCMNG0OO-O0 | BX0520 |50 | LHO40
GNDFRIL2020K623-180 | ® | @ |20 | 20 | 125 | 20 | 20 | 466 | 180-300 | 6,0 | 23
GNDF RIL2020K 623-280 | ® | @ | 20| 20 | 125 | 20 | 20 | 46,6 | 280-1000 | 6,0 | 23
GNDF RIL2525 M 312-035 | ® | ® | 25 | 25 | 150 | 25 | 25 | 356 | 3545 | 30 | 12
GNDFRIL2525M 312-040 | ® | @ | 25|25 | 150 | 25 | 25 | 356 | 40-55 | 30 | 12
GNDF RIL2525M 318-050 | ® | @ | 25|25 | 150 | 25| 25 | 416 | 50-70 | 30 | 18
GNDF RIL2525M 318-065 | ® | ® | 25 | 25 | 150 | 25 | 25 | 416 | 65-100 | 30 | 18 |GCMN300O-O0 | BX0520 |50 | LHO40
GNDF RIL2525M318-090 | ® | @ | 25|25 | 150 | 25 | 25 | 416 | 90-150 | 30 | 18
GNDF RIL2525M 318-140 | ® | @ | 25 | 25 | 150 | 25 | 25 | 416 | 140-200 | 3,0 | 18
GNDFRIL2525M318-180 | ® | @ | 25 | 25 | 150 | 25 | 25 | 416 | 180-300 | 3.0 | 18
GNDF RIL2525 M 418-040 | ® | ® | 25 | 25 | 150 | 25 | 25 | 416 | 4055 | 40 | 18
GNDF RIL2525M 423-050 | ® | @ | 25|25 | 150 | 25 | 25 | 466 | 50-70 | 40 | 23
GNDF RIL2525M 423-065 | ® | ® | 25 | 25 | 150 | 25 | 25 | 466 | 6590 | 40 | 23
GNDF RIL2525M 423-085 | ® | ® | 25|25 | 150 | 25 | 25 | 466 | 85130 | 40 | 23 |GCMN40OO-O0 | BX0520 |50 | LHO40
GNDF RIL2525M 423-125 | @ | @ | 25 | 25 | 150 | 25 | 25 | 466 | 125-200 | 40 | 23
GNDFRIL2525M 423180 | ® | @ | 25 | 25 | 150 | 25 | 25 | 466 | 180-300 | 40 | 23
GNDF RIL2525M 423-280 | ® | @ | 25 | 25 | 150 | 25 | 25 | 46,6 | 2801000 | 40 | 23
GNDF RIL2525M 523050 | ® | ® | 25 | 25 | 150 | 25 | 25 | 466 | 50-70 | 50 | 23
GNDF RIL2525M 523-065 | ® | @ | 25 | 25 | 150 | 25 | 25 | 466 | 6590 | 50 | 23
GNDF RIL2525M523-085 | ® | ® | 25|25 | 150 | 25 | 25 | 466 | 85130 | 50 | 23
GNDFRIL2525M523-125 | ® | @ | 25|25 | 150 | 25 | 25 | 466 | 125-200 | 50 | 23 | GCMNS0OO-UL | BX0520 |50 | LH040
GNDFRIL2525M523-180 | ® | @ | 25 | 25 | 150 | 25 | 25 | 466 | 180-300 | 50 | 23
GNDF RIL2525M523-280 | ® | @ | 25 | 25 | 150 | 25 | 25 | 46,6 | 280-1000 | 50 | 23
GNDF RIL2525 M 623-050 | ® | ® | 25 | 25| 150 | 25 | 25 | 46,6 | 5075 | 60 | 23
GNDF RIL2525M 623-070 | ® | ® | 25| 25 | 150 | 25 | 25 | 466 | 70-110 | 60 | 23
GNDF RIL2525M 623100 | ® | @ | 25 | 25| 150 | 25 | 25 | 46,6 | 100-200 | 60 | 23 |GCMNG0OO-O0 | BX0520 5,0 | LHO40
GNDF RIL2525M 623-180 | ® | @ | 25 | 25 | 150 | 25 | 25 | 466 | 180-300 | 60 | 23
GNDFRIL2525M623-280 | ® | @ | 25 | 25 | 150 | 25 | 25 | 466 | 280-1000 | 6,0 | 23

Select holders and inserts with the same grooving width (CW).

® = Euro stock
O = Japan stock

& Recommended Tightening Torque (N-m)



Grooving Tool Holders

M Inserts for GNDF

GNDF Type

_s Coated Carbide  |Cermet|Carbide Dimensions (mm)
§ Shape Type Cat. No. % ﬁ’ § % <g( o cw
g 313888 T Cutling Tolerance RE - s
< ||| < |F Width
o MG ,GCMN3004MG e e 0o 3,0 [#0,03| 04 | 211 38
£ N4008 MG e o O e 40 [+0,03] 0,8 | 26,4 | 4,0
5 4RE N5008 MG e o Ol e 5,0 |+0,03| 0,8 | 26,4 | 4,1
': l-_- General Purpose N6008 MG [ () Qo [ 6,0 |£0,03| 0,8 | 264 | 4,5
2 ML ,«"{—GCMWNQQQZNMLW e e |0 e |0 3,0 |+0,03| 0,2 | 21,1 | 38
s | QT w # Na0oaML | e | e o e o 40 2003 04 264 | 40
& o=t e N5004 ML e o O | o 50 |£0,03| 04 | 264 | 4,1
Low Feed N6004 ML [ ] o Qo [ ] 6,0 |[+0,03| 0,4 | 26,4 | 4,5
GG GCM N3002 GG ° ol e 3,0 |+0,03| 0,2 | 21,1 38
N4002 GG ° ol e 40 0,03 02 | 264 | 4,0
N5002 GG o) ol e 50 |+0,03| 0,2 | 26,4 | 4,1
N6002 GG °) o e 6,0 |+0,03| 0,2 | 26,4 | 45
- GCM N3004 GG ° ol e 3,0 |+0,03| 04 | 21,1 38
5 N4004 GG ° ol e 40 [+0,03| 04 | 264 | 4,0
5 RE | pupose N5004 GG o) ol e 50 |+0,03| 04 | 26,4 | 4,1
© %I% N6004 GG | O ol e 6,0 |£0,03| 04 | 264 | 45
2 = GL GCM N3002 GL ° o e 3,0 |£0,03| 0,2 | 21,1 | 38
s | R Tw N4002 GL ° ol e 40 |£0,03| 02 | 264 | 40
8 N5002 GL o ol e 50 |£0,03| 0,2 | 26,4 | 4,1
Low Feed N6002 GL @] o [ ] 6,0 |+0,03| 0,2 | 26,4 | 4,5
GF GCM N3002 GF ° e e |0 3,0 |+0,03] 0,2 | 21,1 38
N4002 GF ° e | e |0 40 |+0,03| 02 | 264 | 4,0
N5002 GF o) o | o 50 |+0,03| 0,2 | 26,4 | 4,1
Low Cutting Force N6002 GF 0] [ ) o 6,0 [+0,03| 0,2 | 26,4 | 45
o 2RE |RN GCM N3015 RN o|lololo 3,0 |£0,03| 1,5 | 22,4 | 38
g < %@ N4020 RN olo oo 4,0 [+0,03| 20 | 280 | 40
88 = N5025 RN olo|o]o 50 |£0,03| 2,5 | 28,1 | 4,1
z mﬁ General Purpose N6030 RN [©) [©) o o 6,0 |+0,03| 3,0 | 28,1 4.5
3 4RE | GA GCG N3002 GA O | 30 %0,025 02 |21,1| 38
ce %I%r N4004 GA O | 40 10,025 0,4 | 264 | 4,0
L2 = N5004 GA O | 50 0,025 04 | 264 | 41
S BT Tl | General purpose N6004 GA o | 6,0 0,025 04 | 264 | 45

Select holders and inserts with the same grooving width (CW).

#0-buiped
% Buinooig
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Grooving Tool Holders

GNDFS Type
- Face Grooving L-Styled (Non-Adjustable Type)

(AL )
GNDFS) 7= . |
| " ¢/ (1L CNUA
Face Groovmg Zﬂji ‘ Max. Dia (Outer)
HE *JFCW LE = Min. Bore (Outer)
@) T — Min. Bore (Inner )
e S LLH
- Y, \
Use the multi-purpose copying F
inserts for turning (wide grooves). | / T
o /
. 1 X bc (Work Diameter) | Spare Parts
Above figures show right hand tools. (
W Holders Q
) ) Work Dia. | Min. Grgov. Max. Grooy
ot No Stock Dimensions (mm) (mm) |Bore @ m:*)‘ ?r:';:'; Applicable Cap R
B Inner Insert Screw @ P
R|L|H|B| LF |[WF HF|LH DC (mm) | CW | CDX
GNDFS R/L2525M 620 070 25 25| 150 |47 | 25| 25 70-100 58 6,0 | 20
GNDFS R/L2525M 620 100 25 | 25| 150 | 47 | 25| 25 | 100-200 88 6,0 | 20
GNDFS R/L2525M 620 180 25 25| 150 | 47 | 25| 25 | 180-300 168 | 6,0 | 20 | GCO N60OO-00O BX0520 | 5,0 | LHO40
GNDFS R/L2525M 620 280 25 | 25| 150 | 47 | 25 | 25 | 280-1000 | 268 | 6,0 | 20
o3 4= GNDFS R/L2525M 620 450 25 125 | 150 |47 | 25| 25 >450 438 | 6,0 | 20
g')o. GNDFS R/L3232P 620 070 32 |32 | 170 | 54 | 32 | 25 70-100 58 6,0 | 20
s g‘ GNDFS R/L3232P 620 100 32|32 | 170 | 54 | 32 | 25 | 100-200 88 6,0 | 20
gg GNDFS R/L3232P 620 180 32 32| 170 | 54 | 32 | 25 | 180-300 168 | 6,0 | 20 | GCO N60OO-00 BX0620 | 6,0 | LHO50
oo GNDFS R/L3232P 620 280 32132 | 170 | 54 | 32 | 25 | 280-1000 | 268 | 6,0 | 20
GNDFS R/L3232P 620 450 32 32| 170 | 54 | 32 | 25 >450 438 | 6,0 | 20
GNDFS R/L2525M 820 070 25 | 25| 150 |47 | 25| 30 70-100 54 8,0 | 20
GNDFS R/L2525M 820 100 25 | 25| 150 | 47 | 25| 30 | 100-200 84 8,0 | 20
GNDFS R/L2525M 820 180 251 25| 150 | 47 | 25| 30 | 180-300 164 | 8,0 | 20 | GCM N80OO-0O0O BX0620 | 6,0 | LHO50
GNDFS R/L2525M 820 280 25 25| 150 | 47 | 25| 30 | 280-1000 | 264 | 8,0 | 20
GNDFS R/L2525M 820 450 2525|150 | 47 | 25| 30 >450 434 | 8,0 | 20
GNDFS R/L3232P 820 070 3232|170 |54 | 32 | 30 70-100 54 | 80| 20
GNDFS R/L3232P 820 100 3232|170 | 54 | 32 | 30 | 100-200 84 |80 | 20
GNDFS R/L3232P 820 180 3232|170 | 54 | 32| 30 | 180-300 164 | 8,0 | 20 | GCM N80OO-00 BX0620 | 6,0 | LHO50
GNDFS R/L3232P 820 280 3232|170 | 54 | 32 | 30 | 280-1000 | 264 | 8,0 | 20
GNDFS R/L3232P 820 450 3232|170 | 54 | 32 | 30 >450 434 | 8,0 | 20
Select holders and inserts with the same grooving width (CW).
B Inserts for GNDFS
5 Coated Carbide  |Cermet|Carbide Dimensions (mm)
§ Shape Type Cat. No. % § § § § o cw
g 8|13 | 8| 8| & | T |Cutting e RE L s
< < | < | < | < | F Width
> o 4RE | MG GCM N6008 MG [ ] ® O | e 6,0 |+0,03| 0,8 | 26,4 | 4,5
ge %EEF General Purpose NBOOSMG | ® | ® | O | ® 80 [£0,04| 0,8 |28,75] 6,0
§ E ML GCM N6004 ML [ ] ® O | @ 6,0 |+0,03| 04 | 26,4 | 45
5 QO Tt | e N8004 ML ole]ole 8,0 |£0,04] 04 |2875| 6,0
“ GG GCM N6002 GG O o | @ 6,0 |+0,03| 0,2 | 26,4 | 4,5
o) N6004 GG @) o | @ 6,0 |£0,03| 0,4 | 26,4 | 4,5
5 s 4RE. | General Purpose N8004 GG ® ol e 8,0 |#0,04| 04 |2875| 6,0
8 OZE L :r GL GCM N6002 GL Q o | @ 6,0 |+0,03| 0,2 | 264 | 4,5
_g tj Z@ Low Feed N8004 GL Q oO| e 8,0 |#0,04| 0,4 |28,75| 6,0
3 GF GCM N6002 GF ®) [ ] [ ] 6,0 |£0,03| 0,2 | 26,4 | 4,5
8 N8002 GF o o | @ 8,0 [+0,04| 0,2 |28,75| 6,0
Low Cutting Force N8004 GF Q ©] [ ] 8,0 |+0,04| 0,4 |28,75| 6,0
o 2-RE |RN GCM N6030 RN Q| O| O | O 6,0 |£0,03| 3,0 | 28,1 | 4,5
839 L
- Z D _ General Purpose
§ " 4RE | GA GCG N6004 GA O | 6,0 0,025 04 | 264 | 45
c
2 Q General Purpose
Select holders and inserts with the same grooving width (CW).
F34 @ = Euro stock @ Recommended Tightening Torque (N-m)
O = Japan stock



Grooving Tool Holders

GND Type

B Application Examples

20CrMo5, Automotive Part, Face Profiling C53, Cam Shaft Grooving / Finishing (Contin. to Heavy Interrupted)
Target: o Target:
- Higher rigidity —t ) L i - Higher rigidity
- Vibration reduction - Vibration reduction
- Chip control - Chip control

- Wear resistance performance - Fracture resistance

Holder: GNDF R2525M 423-125 Holder: GNDM L2525M 618

Insert: GCM N6030 RG

Insert: GCM N4020 RG

Grooving Grooving

width: 4 mm " width: 6 mm

Cutting rh Cutting

conditions: v,= 200 m/min conditions: v,= 130 m/min
f =0,14 mm/rev f =0,36 mm/rev
wet wet

Stable machining free of vibration!
Excellent fracture resistance
Stable chip control

Stable machining free of vibration!
Excellent chip control using the GND type.

C48, Machine Part, Cut-Off 34CrMo4, Crank, Cut-Off
Target: 2 Target:
- Higher rigidity - Higher rigidity g Q
- Vibration reduction - - Vibration reduction 39
- Fracture resistance ~E [ Pk - Chip control 5 2
8 I’* ' s, G =
% o«
Holder: GNDL R2525M 320 I Holder: GNDL R2525M 320 =R @o
Insert: GCM N3002 GG : Insert: GCM N3002 GG
Groovin Groovin
width' 3 mm GND 0,30mmirev width > 3 mm
Cutting X Cutting
Normal Wear Chipping / Large Wear  |conditions: 1 = 1600 min-' Conventional :Io 08mmirev conditions: vg= 115 m/min
GND Conventional Tool Ve= 200 m/min Tool ’ f = 0,30 mm/rev
{5,000 mmirev Feed Rete (mmiren) e
Stable machining free of vibration! Improved efficiency
Excellent fracture resistance Stable machining free of vibration
Stable fracture resistance Stable chip control
X40CrVMo5-1, (45-48HRC), Machine Part, Cut-Off 20Cr4, Gear Shaft, Grooving / Pocketing
Target: ol @ Target:
- Higher rigidity I8 - Higher rigidity
- Vibration reduction (SRS - Vibration reduction
- Chip control - Chip control

HUF

Holder: GNDL R2525M 425 Holder:  GNDM R2020K 518

A Insert: GCM N4002 GG Insert: GCM N5008 MG
«©
§ Grooving l 1. Roughlng l 2. Flnlshlng Grooving
width: 4 mm // width: 5mm
Cutting 3 2 g Cutting
conditions: vg= 50 m/min conditions: v,= 150 m/min
f =0,08 mm/rev f =0,1 mm/rev
wet wet

Stable machining free of vibration!
Excellent chip control using the GND type.
No more unexpected breakage!

Stable machining free of vibration!
Excellent chip control using the GND type.
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ISO-PSC Polygon Modular

GND Grooving System g

GNDCM 7

External Grooving

loT T

o /

B General Features

New grades and chipbreakers have been added to the already established GND grooving system with polygon
shank and a flexible and economical cassette system for inserts. An array of chipbreakers improves the efficiency
in chip control in various applications such as grooving, turning, profiling and cut-off.

B Advantages

® GND inserts for soft grooving from 2,0 - 6,0 mm width

® Expanded grade selection with 9 different chipbreakers for a wide application range
® Provides excellent chip control

@ Achieves stable long tool life

B Cassette
Tightening
Cat. No. R|L e (EID)x Inserts e Torque Spanner
(mm) (mm) Screw (N'm)
B = GNDCM R/L 212 o o 2 GCM J2000-00
=2Q 12 50 @
= GNDCM R/L 312 (K 8] GCM [03000-00 ’
3 1%_, GNDCM R/L 418 e o 4 GCM 04000-00 BX0512 LHO040
g 5 GNDCM R/L 518 [ BN} 5) 18 GCM 05000-00 6,0 &
GNDCM R/L 618 (2K 6 GCM 06000-00
B Holder
PSC__GMO00 PSC__GM90 @ "
(straight) (L-style) ]:[ = Note:
77} ote:
W a 0 L8 The right handed
= ﬁ PSC40/50GM90R
LF holder needs a left
cassette.
— The left handed
o W PSC40/50GM90L
holder needs a right
f @ cassette.
H=1 U
DCSFMS |  WF LF Cap Tightening
Style et N (mm) (mm) (mm) Screw Torque (N-m) S
. PSC40GMO00 R/L e o 40 22
Straight 80*
PSC50GMO00 R/L (2K 50 27
LSyle | PSCA0GMSORL | @ @ 40 | a4z | sp5 | SFIXOSIN | 78E L125
PSC50GM90 R/L (2K 50 47* 55,0
* Dimension when using radial grooving cassettes.
B |dentification Details - Polygon-Toolholder
PSC 40 - G M 00 R
T T T T -T T
Polygonshank Shank Diameter Series Symbol Application Style Holder Design
(DCSFMS) GND External Multi-Purpose 00 = Straight R = Right
90 = L-Style L = Left
B Identification Details - Cassette
GND C M L 3 12
- T T T T T -T
Series Symbol Cassette Application Holder Design Grooving Width Max.
GND External Multi-Purpose R = Right Grooving Depth
L=Left
F36 @ = Euro stock @ Recommended Tightening Torque (N-m)
O = Japan stock



ISO-PSC Polygon Modular
GND Grooving System

M Inserts
§ Cross Coated Carbide  |Cermet|Carbide Dimensions (mm)
® section o | x| oD | <
s Shape Type | of cutting Cat. No. 2 8§ 58 8 8 ¢ CungW rE | L S
53 edge 212129 | 25 Width | olerance
MG 010 GCM N3004MG | ® | ® ° 3,0 |+0,03| 04 | 21,1 38
o - N400SMG | @ | @ | O | @ 4,0 |+0,03| 0,8 | 26,4 | 4,0
= e Y 7 N5008MG | @ | @ | O | @ 5,0 |+0,03| 0,8 | 26,4 | 4,1
P %q: :r Purpose N6OOSMG | ® | ® | O | ® 6,0 |+0,03| 0,8 | 26,4 | 45
> s YT P GCM N2002 ML ol e 2,0 |+0,03] 02 [ 21,1 36
S QT e “ 48 005 'N3002ML | @ | @ | O | ®@ | O 3,0 |£0,03| 0,2 | 21,1 | 38
8 N4OOAML  ® | ® | O | ® | O 40 0,03 04 | 264 | 40
[ o Z N5004ML | @ | @ | O | @ 50 [+0,03| 04 | 264 | 4,1
Foed N6OOAML | @ | ® | O | @ 6,0 [+0,03| 04 | 264 | 4,5
GCM N2002 GG | @ o | o 2,0 (0,03 02 | 21,1 3,6
N3002 GG | @ ol e 3,0 [+0,03| 0,2 | 21,1 | 3,8
N4002 GG | @ o| e 4,0 |+0,03| 0,2 | 264 | 4,0
0,10 N5002 GG | O o| e 5,0 |0,03| 0,2 | 26,4 | 4,1
GG w N6002 GG | O o e 6,0 |+003| 02 | 264 | 45
7z GCM N3004 GG | ® ol e 3,0 |+0,03| 04 | 21,1 38
- N4004 GG | @ ol e 4,0 |+0,03| 04 | 264 | 4,0
Q N 4-RE Sonera N5004 GG | O o e 50 |+0,03| 0,4 | 26,4 | 4,1
3 == | & N6004 GG | O o| e 6.0 |+0,03| 04 | 264 | 45
> 0 Ej' 1 |GL GCM N2002GL | @ ol e 2,0 (0,03 02 | 21,1 3,6
£ 0,10 N3002GL | @ o| e 3,0 [+0,03| 0,2 | 21,1 | 3,8
g 207 N4002GL | ® o| e 4,0 |+0,03| 0,2 | 26,4 | 4,0
o o Z N5002 GL | O o| e 5,0 |0,03| 0,2 | 26,4 | 4,1
Food N6002 GL | O o| e 6,0 |+0,03| 0,2 | 26,4 | 45 )
GF N2002 GF e | o 2,0 [+0,03] 02 21,1 3,6 2 §
N3002 GF | @ e | e | O 3,0 |+0,03| 0,2 | 21,1 | 38 3=
% faoe N4002 GF | @ e | @ | O 4,0 |+0,03| 0,2 | 264 | 4,0 53
o N5002 GF | O o | o 50 [+0,03| 02 | 264 | 4,1 TR o
Fone N6002 GF | O o | o 6,0 [+0,03| 0,2 | 26,4 | 4,5
o 2RE |RG 005 GCMN3015RG | @ | @ | O | ® | O 3,0 0,03 1,5 | 21,1 3,8
£ %@ N4020RG | O | ® | O | ® | O 4,0 |£0,03| 2,0 | 264 | 4,0
g = e N5025RG | ® | @ | O | ® 50 |£003| 25 | 27,2 | 41
SR | e— Purpose N6O30RG | O | ® | O | ® 6,0 |+0,03| 3,0 | 27,5 | 45
»ee |RN GCM N2010 RN oo 2,0 [+0,03] 1,0 [ 21,7 | 36
52 ggE:f 0,05 N3015RN | 0 | 0 | o | o 3,0 |+0,03| 1,5 | 224 | 38
SF | L %ﬂso N4020RN | 0 | 0 | 0 | o 4,0 [+0,03| 2,0 | 28,0 | 4,0
2T e conera g N5025RN | o | o | o | o 50 [+0,03| 2,5 | 281 | 4,1
Purpose N6030 RN (@] o o o 6,0 [+0,03| 3,0 28,1 4.5
9 e | GA GCG N2002 GA O | 2,0 [+0,025 0,2 | 21,1 | 3,6
Bo = 'N3002 GA O | 30 0,025 02 |21,1| 38
R 02% %rzw N4004 GA O | 40 [+0,025 04 | 264 | 4,0
<=0 Sonera =z N5004 GA O | 50 20,025 04 | 264 | 4,1
Z Purpose N6004 GA O | 6,0 0,025 04 | 264 | 45
Select holders and inserts with the same grooving width (CW).
§ Cross Coated Carbide Dimensions (mm)
T section Cat. No. A
g Shape e | o eutting i AC830P |AC520U | AC530U /AC1030U ” Cumncg:w e | L s
53 edge RIL|R|L|R|L|R|L|R|L Width | Toerance
o | shovighthandiods [CG GCM[J2002 CG 05/0|0[0/0|@|@ 5° | 2,0 [+0,03] 02 | 21,1 | 3,6
@ Wsn 3002 CG 05/ @000/ @@ 5° | 3,0 [+0,03| 02 | 21,3 | 3,8
3 g%;% eror (4002 CG 05|0|0|0|0 @ |@ 5° | 40 |+0,03| 02 | 26,7 | 4,0
PSI L 4-RE Purpose
« |0 [T ____J= CFzNeX GCM[J20003 CF 10 o® 10° | 2,0 |£0,08| 0,03 | 22,4 | 3,6
Q Wso 130003 CF 10 o0 10° | 3,0 |£0,08| 0,03 | 22,4 | 3,8
a oo (120003 CF 15 N0 15° | 2,0 |+0,08| 0,03 | 22,4 | 3,6
Forcs [130003 CF 15 00 15° | 3,0 |+0,08| 0,03 | 22,4 | 3,8
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ISO-PSC Polygon Modular

GND Grooving System

o m 1~ o~

GNDCF

Face Grooving

DC Work Diameter

Max. Dia. @
(mm)

- -l@J cox [ J Min. Dia. @
‘ Work diameters in the stock indicate
external diameters of face grooving.
N J % F @ Above figures show right hand tools.
B Cassette
. Tightening
CW |Diameter Range DC CDX Cap
Cat. No. R | L (mm) (mm) (mm) (mm) Inserts SeE 'I;c’)\qur::;e Spanner
GNDCF R/L 312-040 e | o 40-55 12
GNDCF R/L 315-050 e o 50-70 15
GNDCF R/L 315-065 o o 3 40-200 65-100 15 GCO N30oo-00 50 @
GNDCF R/L 318-090 e o 90-150 18
GNDCF R/L 318-140 a | a 140-200 18
GNDCF R/L 418-040 e o 40-55 18
GNDCF R/L 418-050 e o 50-70 18
GNDCF R/L 418-065 e | o 65-90 18
GNDCF R/L 418-085 [ N ] 4 40-300 85-130 18 GCO N4ooo-0
GNDCF R/L 418-125 o, a 125-200 18
GNDCF R/L 418-180 a | a 180-300 18 BX0512 LHO040
GNDCF R/L 518-050 a, a 50-70 18
GNDCF R/L 518-065 a | a 65-90 18 606
o5 = GNDCF R/L 518-085 a, aQa 5 50-300 85-130 18 GCO N5000-00 VR
>0 GNDCF R/L 518-125 a a 125-200 18
§ g': GNDCF R/L 518-180 a|a 180-300 18
SE GNDCF R/L 618-050 a, aQ 50-75 18
5] & GNDCF R/L 618-070 o, a 70-110 18
GNDCF R/L 618-100 a, a 6 50-1000 100-200 18 GCO NeoOO-00
GNDCF R/L 618-180 a, a 180-300 18
GNDCF R/L 618-280 Q| a 280-1000 18
B Holder
PSC__GMO00 PSC__GM90
(straight) Vs ﬂl T 2 (L-style) ﬁ_ R 2
w W H g g Lg, Note:
= L © = w El_ Vﬁ =} The right handed
LF E PSC40/50GM90R
holder needs a left
LF
cassette.
The left handed
—A[[ o PSC40/50GM90L
Fﬁ _Aﬂi Fﬂ holder needs a right
() j: ) j: H cassette.
DCSFMS |  WF LF Cap Tightening
Sl Cat. No. Rk (mm) (mm) (mm) Screw Torque (N-m) Spanner
. PSC40GMO00 R/L [ BN ] 40 22
Straight 81*
PSC50GM00 R/L [ B 50 27
LSyle | PSCAOGMSORL | @ @ 40 | a3 | sp5 | SFPOOIN | 75E LT25
PSC50GM90 R/L [ K 50 48* 55,0
* Dimension when using face grooving cassettes.
B |dentification Details - Polygon-Toolholder
PSC 40 - G M 00 R
T T T T T
Polygonshank Shank Diameter Series Symbol Application Style Holder Design
(DCSFMS) GND External Multi-Purpose 00= Straight R = Right
90 = L-Style L = Left
B [dentification Details - Cassette
GND C F L 3 12
L T 1 T
Series Symbol Cassette Application Holder Design Grooving Width Max.
GND Face Grooving R = Right Grooving Depth
L = Left

® = Euro stock
O = Japan stock

F38
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ISO-PSC Polygon Modular

GND Grooving System

B Inserts
_5 Coated Carbide  |Cermet|Carbide Dimensions (mm)
§ Shape Type Cat. No. % ﬁ’ § % <g( o cw
g 313888 T Cutling Tolerance RE - s
< ||| < |F Width
o MG ,GCMN3004MG e e 0o 3,0 [#0,03| 04 | 211 38
£ N4008 MG e o O e 40 [+0,03] 0,8 | 26,4 | 4,0
5 4RE N5008 MG e o Ol e 5,0 |+0,03| 0,8 | 26,4 | 4,1
': l-_- General Purpose N6008 MG [ () Qo [ 6,0 |£0,03| 0,8 | 264 | 4,5
2 ML ,e'{_GCMWNQQQZNMLW e e |0 e |0 3,0 |+0,03| 0,2 | 21,1 | 38
s | QT w & Na0oaML | e | e o e o 40 2003 04 264 | 40
& o=t e N5004 ML e o O | o 50 |£0,03| 04 | 264 | 4,1
Low Feed N6004 ML [ ] [ J o [ ] 6,0 |[+0,03| 0,4 | 26,4 | 4,5
GG GCM N3002 GG ° ol e 3,0 |+0,03| 0,2 | 21,1 38
N4002 GG ° ol e 40 0,03 02 | 264 | 4,0
N5002 GG o) ol e 50 |+0,03| 0,2 | 26,4 | 4,1
N6002 GG °) o e 6,0 |+0,03| 0,2 | 26,4 | 45
- GCM N3004 GG ° ol e 3,0 |+0,03| 04 | 21,1 38
5 N4004 GG ° ol e 40 [+0,03| 04 | 264 | 4,0
5 RE | pupose N5004 GG o) ol e 50 |+0,03| 04 | 26,4 | 4,1
© %I% N6004 GG | O ol e 6,0 |£0,03| 04 | 264 | 45
2 = GL GCM N3002 GL ° o e 3,0 |£0,03| 0,2 | 21,1 | 38
s | R Tw N4002 GL ° ol e 40 |£0,03| 02 | 264 | 40
8 N5002 GL o ol e 50 |£0,03| 0,2 | 26,4 | 4,1
Low Feed N6002 GL @] o [ ] 6,0 |+0,03| 0,2 | 26,4 | 4,5
GF GCM N3002 GF ° e e |0 3,0 |+0,03] 0,2 | 21,1 38
N4002 GF ° e | e |0 40 |+0,03| 02 | 264 | 4,0
N5002 GF o) o | o 50 |+0,03| 0,2 | 26,4 | 4,1
Low Cutting Force N6002 GF 0] [ ) o 6,0 [+0,03| 0,2 | 26,4 | 45
o 2RE |RN GCM N3015 RN o|lololo 3,0 |£0,03| 1,5 | 22,4 | 38
g < %@ N4020 RN olo oo 4,0 [+0,03| 20 | 280 | 40
88 = N5025 RN olo|o]o 50 |£0,03| 2,5 | 28,1 | 4,1
z mﬁ General Purpose N6030 RN [©) [©) o o 6,0 |+0,03| 3,0 | 28,1 4.5
3 4RE | GA GCG N3002 GA O | 30 %0,025 02 |21,1| 38
ce %I%r N4004 GA O | 40 10,025 0,4 | 264 | 4,0
L2 = N5004 GA O | 50 0,025 04 | 264 | 41
S BT Tl | General purpose N6004 GA o | 6,0 0,025 04 | 264 | 45

Select holders and inserts with the same grooving width (CW).

#0-buiped
% Buinooig
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SumiTurn B-Groove Insert

TGA-BF Type

B Characteristics
e Qutstanding chip control when grooving
e Excellent chip control when finishing wide grooves using axial feed
e Grooving inserts from 1,5-4,5 mm wide
e Grade AC530U with Super ZX ultra hard coating for steels,

stainless steels and cast iron increases productivity and extends

tool life
EXternaI GrOOVIng Figures show right hand tools.
e Fig. 1 Fig. 2 Fig. 3
iz ol w
sz = 518 5 by 3 @
External Grooving © oo LE ) ir
' * Rake Angle: R LF
Rake Angle: R LF aKeAnge: 17 RakeAngle:R 17
4 /_}50 5
& = T
v | © I¢ N ‘ | i L -
17
The rake angle R varies depending on the insert grade. For details, see the table at the . Spal‘e PartS
o3 ac:) lower part of page F39.
=g Q) e D
=) QB M)
= 1% M Holders Right handed tool holders are applicable with left handed inserts (TGA-L). & ,/ N .«I @
<] . . - . ;
[GY-» Stock Dimensions (mm | Grooving Width| Maximum | Applicable
Cat. No. RIL|H B | LF |WF | HF Fig. CW (mm) D(g-‘r)tt)ﬁm% ) lnser’agroup Screw | @ | Wrench | Clamp | Screw |Wrench
GWC R/L 1010-3 o|O| 10 | 10 |125| 10 | 10 | 2 | 0,33-2,80 0,8-2,5 (1] BFTX
GWC R/L 1212-3 O|0O| 12 |12 |125| 12 | 12 | 2 | 0,33-2,80 0,8-2,5 (1) 0409N 3,4| TRX15 - - -
GWC R/L 1616-3 ® | O| 16 | 16 |125| 16 | 16 | 3 | 0,33-2,80 0,8-2,5 (1]
GWC R/L 2020-3 O|O| 20 | 20 |125| 25 | 20 1 0,33-2,80 0,8-2,5 (1} BFTX 34| TRX15 CCM 6B | WB 6-20 LT20
GWC R/L 2525-3 O|®@| 25 |20 150 | 30 | 25 1 0,33-2,80 0,8-2,5 © |0409N |~ -LIR -T/TL
GWC R/L 2020-15 ® | ® | 20 | 20 125 25 | 20 1 1,25-1,45 2,0 (2}
GWC R/L 2020-25 ® | ® | 20 | 20 |125| 25 | 20 1 1,50-2,30 3,5 (3]
GWC R/L 2020-35 ® @ 20 | 20 |125] 25 | 20 1 2,50-4,80 5,0 (4] BFTX 50| TRX20 CCM 8U | WB 8-22 LT27
GWC R/L 2525-15 ® | ® | 25 | 25 150 | 30 | 25 1 1,25-1,45 2,0 (2] 051N | ™ -LIR -T/TL
GWC R/L 2525-25 ® | ® | 25 | 25 | 150 | 30 | 25 1 1,50-2,30 815 (3]
GWC R/L 2525-35 ® @ 25 | 25 150 ] 30 | 25 1 2,50-4,80 5,0 (4]
PR 5 z
GWCS £ wdningon -
i = The rake angle R varies depending on the insert grade. For details, see
7~ , LgL © @ the table at the lower part of page F39.
External Grooving Ly N
cw L Figures show right hand tools.
Rake Angle: R
N J £ T B Spare Parts
&) e N
VLR SIFIPS)
[ | HOlderS Right handed tool holders are applicable with left handed inserts (TGA-L). @ /0 .~| @
Stock Dimensions (mm) Grooving Width| Maximum | Applicable
Cat. No. RIL| H B | LF | WF | HF | CW (mm) Dgtr)?ﬁmﬁq ) lnser’hgroup Screw | @& | Wrench | Clamp | Screw |Wrench
GWCS R/L 2020-3 20 | 20 | 125 | 256 | 20 | 0,33-2,80 | 0,8-2,5 (1) BFTX 34| TRX15 CCM 6B | WB 6-20 1720
GWCS R/L 2525-3 25 | 25 | 150 | 30 | 25 | 0,33-2,80 | 0,8-2,5 ® |0409N|” -L/IR -T/TL
GWCS R/L 2020-15 O|O| 20 | 20 [ 125 | 27 | 20 | 1,25-1,45 2,0 (2]
GWCS R/L 2020-25 O|O| 20 | 20 [ 125 | 27 | 20 | 1,50-2,30 815 (3]
GWCS R/L 2020-35 O|O| 20 | 20 | 125 | 27 | 20 | 2,50-4,80 5,0 4] BFTX 50| TRX20 CCM 8U | WB 8-22 LT7
GWCS R/L 2525-15 O|O| 25 | 25 | 150 | 32 | 25 | 1,25-1,45 2,0 ® |051IN|™ -LIR -TITL
GWCS R/L 2525-25 O] 25 | 25 | 150 | 32 | 25 | 1,50-2,30 3,5 (3]
GWCS R/L 2525-35 O| O] 25 | 25 | 150 | 32 | 25 | 2,50-4,80 5,0 (4]

F40

® = Euro stock
O = Japan stock

Q= Delivery on request

@ Recommended Tightening Torque (N-m)




ISO-PSC Polygon Modular

SumiTurn B-Groove Holders

GWC/GWCS/GWCI

M Holder
(%] F L Cap
@ Cat. No. R|IL || ) Serew | @ | Spanner
PSC 40 GMO00 R/L e/e@| 40 | 22 | 80,0
PSC 50 GMO00 R/L e ®| 50 | 27 | 800
PSC40GMIOR/L |® | ®| 40 | 42 | 52,5 | BFTX0B1ON 7.5/ LT25
PSC 50 GM90 R/L ®|®| 50 | 47 | 550
B Cassette
Grooving | Grooving et Clam
! 3 p Cap
Cat. No. RIL mﬁf; [()r?l?r?)] Insert Screw Spanner Spring Finger Sorew @ | Spanner
GWCCMR/L25 |@|®| 1,523 39 | TGAO4OOOBF | BFTX0511N
GWCCMR/L35 |@ |®@|2545| 54 | TGAO4OOOBF 506, RX20 SCP4A 80| LHO30
Internal Grooving
4 \ 14° 2° DCON

GWCI

Internal Grooving

[P

=4 )

Figures show right hand tools.

The rake angle R varies depending on the insert grade. For details, see
the table at the lower part of page F39.

Bl Spare Parts

#0-buiped
% Buinooig

/ %
\\\% 5@ 9
M Holders Right handed tool holders are applicable with left handed inserts (TGA-L). \\\\ / N\
Stock Dimensions (mm) Grooving width | Maximum |y iebje insert
Cat. No. R|L|DMIN[DCON| LF | H | HF | WF | CW(mm) | ounins | Gowho sy | @) W
GWCI R/L 325 a|ajl 35 25 100 23 11,5 | 17,5 | 0,33-2,80 0,8-2,0 (1) BFTX0409N |3,4| TRX 15
GWCI R/L 432 a|aj| 40 32 250 30 15,0 | 17,5 | 1,25-4,80 2,0-2,5 OO BFTX0511N |50 TRX20
M Inserts o
Fig 1 yroozs 192 Noice: M Recommended Cutting Conditions Feed drecton
RE RE B2 Please note the cuttin i
g edge
I position E2, for grooving widths L Groovmg l
below 1,85 mm.. Wet condition is recommended.
Work Material General Steel Stainless Steel
(Note 2) Figures show right hand tools.
Coated Di - Tl Cutting speed (m/min) 50-180 50-160
ca N A?;?s%u | CD)'(me”S"’TS (mmz o Ik e | [Groove width (mm) 15-2,3 2,5-3,3 3,545
. pr nts max. .
at. 1o =T e pCeDs; s ;E e”EZ '9: e Feed rate (mm/rev) 0,03-0,12 | 0,04-0,12 | 0,05-0,12
TGARIL 4140BF01| O | O | 140 [25@017)] 01 [0,300] 2 | @ Depth of cut (mm) £ 35 =50 5.0
TGAR/L4150BF | ® | ® | 1,50 0,250 Int. 25
TGAR/L 4165BF Q0| 165 3,9 0,175 2 . £
TGAR/L4175BF | Q| O | 1,75 0,125 ® Axial Feed Feed direction for axial feed <
TGAR/L4185BF | O |0 | 1,85 | External| g5 |0 075 ) o
TGA R/L 4200BF oo 200 |n(t?;|$1)a| Wet condition is recommended.
TGA R/L 4220BF Q0| 220 2,5) 0 1 ) .
TGA R/L 4230BF ool 230 ’ Work Material General Steel Stainless Steel
$gz E;:: :ggggi ; ; ggg Cutting speed (m/min) 50-180 50-160
TGARIL 4270BF olol270 Feed rate (mm/rev) 0,03-0,10 | 0,05-0,10 | 0,07-0,12
TGA R/L 4280BF o|ol 280 Depth of cut (mm) -0,3 -0,5 -0,7
TGA R/L 4300BF ® @ 300 03
TGA R/L 4320BF Q| O] 3,20 ’
TGAR/L4330BF |0 |0 330 | %
ARt (81838 s | 0|1 | |
TOARL 43908F | 0|0 | 390 | Inera W Rake Angle with a Holder Fitted (E)
TGA R/L 4400BF ® O 400 (2,9)
TGAR/L 4410BF olol 410 Grooving AC530U H1 T3000Z | T1500A | BN2000 | DA2200
TGA R/L 4420BF O | 4,20 External o o o o ° o
TGAR/L 4430BF | O | O | 430 04 eMmc, gwes | 10 20 10 5 0 10
TGA R/L 4440BF Q0| 440 Internal 10 1° 1 —4° —9° 10
TGA R/L 4450BF ® O | 450 GMCI

*) Please select applicable inserts for the holders by using matching group numbers.
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SumiTurn Groove Insert

TGA Type

B Inserts

GAN cw 10,025

This figure shows right handed tools.

Grade Cutting Edge GAN
Coated Carbide AC530U Honing 15°
Carbide H1 Sharp 25°
Coated Cermet T3000Z Honing 15°
Cermet T1500A Sharp 10°
SUMIBORON BN2000 K-Land 5°
SUMIDIA DA2200 Sharp 15°

* See page F39 for the rake angle with a holder fitted.

Dimensions (mm)

Cat. No. AC530U] H1 |T3000Z|T1500A|BN2000/DA2200 Max. Groove Depth insert /Hol-
(The part numbers of T1500A ; ; CW CDX RE IC S |der Group
end with E) R:LIR/L|R/L|R|L|R|L|R|L External | Internal No.*
TGA RIL 3033 (E) o o - -|- -los 08 05 10|, .
TGA RIL 3050 (E) oio o — |- — o050 | 1.2 | 08 | 14 | >
TGA RIL 3075 (E) ololo 0,75
RIL 3095 (E) oio 0,95
R/L 3100 (E) oiolo oioloio 1,00
RIL 3110 (E) oio 1,10
RIL 3125 (E) oiolo o 1,25
RIL 3135 (E) o o o 135 | 20 | 15 | 25
RIL 3145 (E) o o 1,45
RIL 3150 (E) oiolo 1,50
RIL 3165 (E) o 1,65 (T10€;(10A 95251 318 | @
°; S R/L 3175 (E) 00 o) 1,75 0.2)
£ RIL 3185 (E) o 1,85
8E |TGA RIL3200 (E) oio|o o o 2,00
o8 RIL 3220 (E) o 2,20
RIL 3230 (E) 2,30
RIL 3250 (E) o o 250 | 25 | 20 | 30
RIL 3265 (E) 2,65
RIL 3270 (E) 2,70
RIL 3280 (E) o 2,80
TGA RIL 4125 (E) o 0 o 1,25
RIL 4145 (E) olo 145 | 20 | W7 25 2
TGA RIL 4150 (E) oloio a 1,50
RIL 4165 (E) 1,65
RIL 4175 (E) 1,75 02
RIL 4185 (E) oloio 185 | 35 | 25 | 39 ©
RIL 4200 (E) oio o o 2,00
RIL 4220 (E) o 2,20
RIL 4230 (E) o0 2,30
TGA RIL 4250 (E) o o o o 2,50
RIL 4265 (E) o o 2,65
RIL 4270 (E) 2,70
RIL 4280 (E) o 280 | % |25 % 1270 | +7°
RIL 4300 (E) oiolo o o 3,00 0.3 ’
RIL 4320 (E) 3,20 "2
RIL 4330 (E) o 3,30
TGA RIL 4350 (E) o 3,50
RIL 4370 (E) 3,70 o
RIL 4390 (E) 3,90
RIL 4400 (E) o o 4,00
RIL 4410 (E) 410
RIL 4420 (E) a20 | >0 | 25 | 54
RIL 4430 (E) 430 04
RIL 4440 (E) 4,40
RIL 4450 (E) o 4,50
RIL 4480 (E) 4,80 5,00

* See the group numbers of GWC, GWCS and GWCI types on page F38 and F39 to find

applicable holders. Inserts and holders that have corresponding group numbers can be

used together.

F42 O = Japan stock

*1: CDX for SUMIBORON and SUMIDIA = 4,4, maximum groove

depth 4,0 (2,5 during internal machining)

*2: RE for SUMIBORON = 0,2, RE for SUMIDIA = 0,1

Q= Delivery on request




B Inserts

GAN cw 0,025

This figure shows right handed tools.

SumiTurn Groove Insert

TGA Type

Grade Cutting Edge GAN
Coated Carbide AC530U Honing 15°
Carbide Sharp 25°
Coated Cermet T3000Z Honing 15°
Cermet T1500A Sharp 10°
SUMIBORON BN2000 K-Land 5°
SUMIDIA DA2200 Sharp 15°

* See page F39 for the rake angle with a holder fitted.

Dimensions (mm)

AC530U| H1 | T3000Z|T1500A BN2000 DA2200 Max. Groove Depth Insert /Hol-
Cat. No. ; ; CwW CDX RE IC S |der Group
R!LIR:L|IR|/L|R|L|R|L|RJ|L External | Internal No.*
TGA R/L4050 R Q0 1,00 2,0 1,7 2,5 0,50 [2)
TGA R/L4075R Q0 1,50 0,75
R/L4100 R Q0 2,00 3.5 2.5 3.9 1,00 1270 | 476 ©
TGA R/L4125R Q: 0 2,50 1,25 ’ ’
RIL 4150 R o o 0 300 | 30 | 25 | 3 [T150 o
R/L 4200 R Qo 4,00 2,00

* See the group numbers of GWC, GWCS and GWCI types on page F38 and F39 to find
applicable holders. Inserts and holders that have corresponding group numbers can be

used together.

B Recommended Cutting Conditions

*1 CDX for SUMIBORON and SUMIDIA = 4,4, maximum groove depth
4,0 (2,5 during internal machining)

Work Material P General Steel M Stainless Steel () Non-Ferrous Metal Hardened Steel
Grade AC530U T3000Z T1500A | AC530U T3000Z T1500A DA2200 BN2000
Cutting Speed (m/min) 50-200 100-180 | 100-180 50-200 80-150 80-120 200-300 | 200-300 80-120
Feed Rate (mm/rev) 0,02-0,10 | 0,05-0,10 | 0,05-0,08 | 0,02-0,10 | 0,05-0,08 | 0,05-0,08 | 0,05-0,15 | 0,05-0,15 | 0,03-0,07

B [nsert Blanks
(Incomplete products. Machine them to meet your edge width,
nose radius and rake angle requirements.)

Fig. 1 Fig. 2
W cw
29
ﬁé IC %*
S N i
This figure shows right handed tools.
Dimensions (mm)
KHO03 H1 EH510 | T1500A .
Cat. No. ; ; CW |CDX| IC | S | Fig.
R:L|R{L|R|L|RJ|L
TGAR/L3T18 1,85((3,4) 1
R/L3T23 O i 0 [235/(3,4)9,525/ 3,18
R/L3T31 | O 3,18 - 2
TGA R/IL4T22 2,20((4.,8) 1
R/L 4 T37 3,75(6,2)|12,70| 4,76
R/IL4T47 | O o 4,76 | — 2

Note: CDX values in parentheses are for reference only.

B Notes for Machining an Insert

Make the cutting edge so that the rake ang-
le, back taper, etc. as shown in fig. 3. When
you have installed an insert into a holder, it
becomes a cutting blade element as shown
in fig. 4.

Suggested Shape

Fig. 3

Cutting blade element during holder installation

Fig. 4

A
2°4, 2°

#0-buiped
% Buinooig
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Parting-Off Mini Holders

SCT Type

T Fig. 1 Fig. 2

SCT
T/ 1 Al oLoa Al °

Parting-Off
Tools

_LH _LH
t @) ®
LILI (AN | I] w | <] B Spare Parts
T
\ ) 18
[y - - ﬁ
Above figures show right hand tools.
B Holders
Di -
Cat. No. Stock H B 'mfgsmn\s/v(::n m) HE | LH | Avplicable inserts Fig. Screw Wrench
SCTR 1010 [ 10 10 | 120 | 10 10 15 CT RO5
SCTR 1212 () 12 12 | 120 | 12 12 15 CTRI2 1
SCTR 1616 ) 16 16 | 120 | 16 16 15 ——= BFTX0410T8L
SCT R 101016 o 10 10 | 120 | 10 10 18 2
SCT R 121216 o} 12 12 | 120 | 12 12 18 CTR16_
SCTR 161616 o 16 16 | 120 | 16 16 18 TRX 08
SCT L1010 () 10 10 | 120 | 10 10 15 CTLO5
SCT L1212 [ 12 12 | 120 | 12 12 15 CTL12 ~~ 1
SCTL 1616 ) 16 16 | 120 | 16 16 15 -——= BETX0410T8R
SCTL 101016 o 10 10 | 120 | 10 10 18 2
SCT L 121216 o 12 12 | 120 | 12 12 18 CTL16 __
SCTL 161616 o 16 16 | 120 | 16 16 18
B Inserts
For Right Handed Holder (SCTR) For Left Handed Holder (SCTL)
CTR__R CTR__N CTR L CTlL R CTL N CTL L
s2 It
o= » O 5
O RE 20 20° RE
Q C = ¥
© O
hEE *&20" :‘E EIEJ‘RE oa‘
£0.9 RE 20
O T
g AV @ LT LT

AC1030U | AC530U | Max Chip | Applicable
CElEhLE RINJL|R|N|[L G CWIRE| L 'S Igreaker  Holder
CTR 050505 R/N/L olofolofolo]| 5 [,]005
050500 R/N/L olo oo 5 |“° 0
CTR 121005 R/N/L olo|lo|o|olo[12 10
121505 R/N/L ® @0 |0|0|0|12[15]005 | - gggg]g
122005 R/N/L [ BN} [ONNe] 12 12,0 Sharp cutting edge
121000RNL |0 |0| |o|o 12 [ 1.0 with | SCTR1616 (RE = 0,05 mm)
121500 R/N/L olo olo 12 (15| 0 Chi ’ ' ,
122000 R/N/L 0|0 o|o 12 12,0 p Dimple location
CTR 161005 R/N/L 16 1,0 Breaker for positive
161505 R/N/L Q|0 Q|0 16 | 1,5 /0,05 clamping
162005 R/N/L ololo ool 16 20 231] 83 SCT R101016
161000 R/N/L 16 [ 1,0 e SCT R121216
161500 R/N/L o]0 o]0 16 (15| 0 SCT R161616
162000 R/N/L olololo|olol 1620 , ,
CTR 050500 R/N/L NB 5 0,5 SCT R1010 Wide groove breaker for smooth chip
CTR 121000 R/N/LNB | O Q 12 11,0 19 | 7 . SCTR1212 evacuation
121500 R/N/LNB | O o) 12 |15 Without
122000 R/N/LNB | O o 12 120 0 Chip | SCTR1616
CTR 161000 R/N/L NB 16 | 1,0 Breaker| SCT R101016
161500 R/N/L NB 16 [ 1,5 23,1/ 8,3 SCT R121216 o ,
162000 R/N/LNB | O °) 16 | 2,0 SCTR161616 | ® Surface Finish Comparison
CTL 050505 R/IN/L oo oo 5 [ 5 [0.05
050500 R/N/L olo 0o 5 1“2 0 very N
CTL 121005 R/IN/L oOlole|o|o]o[12 1,0 \
121505 RIN/L olo|e|o|o|o|12|15(005 4/ 5 ggslglg - /S”‘a" :
122005 R/N/L ole REe) 12 [2,0 - | o
121000 R/N/L oo olo 12 [1.0 with | S 11616 \ -
121500 R/N/L o]0 NS 12 (15| 0 chi - :
122000 R/N/L olo olo 12 [ 2,0 P -
CTL 161005 R/N/L 16 | 1,0 Breaker SCT Competitor’s tool
161505 R/N/L oo 0 16 | 1,5 0,05 :
162005 R/N/L 0|o|o|0|0|0]| 16 [20 231! 8.3 SCT R101016 | | Work Material: X6Cr17 (28 mm)
161000 R/N/L 16 [1,0 e SCT R121216 | | Insert: CTR 121005 R, (b =1,0 mm)
161500 R/N/L o]0 o]0 16 (15| 0 SCT R161616 | | Cutting Data: ve = 45 m/min
162000 R/N/L o]0 o]0 16 | 2,0 f=0,02 mmirev, Wet

=E k
F44 S = Japan stock



Parting-Off Holders

Sumi-Grip

B Characteristics
» Holders available in carbide (SumiGrip) and steel (SumiGrip JR).
» Capable on interrupted machining.
» Can be used for cut-off, grooving and chamfering applications.

[ ] Type * Tool block type
STFH (steel) / WCFH (carbide)
» Shank type
STFS (steel) / WCFS (carbide)

B Features of Design

Holder

Small wedge
angle

High performance

\ \ \
Z / /Z WCFH32

120 insert
€
100
E STFH32
g
@ 80
g WCFH26
a Optimal undercut
:5 60 STFH26 STFS shape
3

GNDL
40 WCl GNDL
GND! GNDM
20
—
0 1 3 5 6 7 8 9

4
Width (mm)

B Twice the Insert Holding Force B Low Vibration B Wear Resistance

E 801 SumiGrip (carbide) —_ Work shape =
3 ° E 0151 {7% £
= o0l — £ Competitor =
. ET SumiGrip Jr. (steel) < Brepaka e
SumiGrip JR 270 - 5 9
& 60 - Compeit S 010 —X SumiGrip Jr. (steel)
s omi itor §
> — -
& %0 — = - @ -®
g 5 0051 SumiGrip (carbide)
Competitor 130 2 40 =
3 mm width A | | | | |
0 0,1 0,2 0,3 0 50 100
l l l Feed Rate (mm/rev) Number of Cutt-Offs
0 100 200 300
: . Work Material: C45 (& 50 mm, 250 HB) Work Material: C45 (hexagonal)
Holding Force of the Insert (N) Q> High Insert: 3 mm width, coated carbide Insert: 3 mm width, coated carbide
Cutting Conditions: vc = 80 m/min, dry Cutting Conditions: ve = 150 m/min, f = 0,15 mm/rev, wet (water soluble)

B GG Type/GF Type/CF Type Chipbreaker, Grade AC1030U

Utilizing grooving tool GND type chipbreaker series for excellent chip
control.

Low cutting force chipbreaker GF type (neutral) or CF type (left or
right handed) inserts, coupled with a carbide blade, enables stable

GG GF CF

machining and prevents chattering even when machining stainless

Neutral

Neutral

L/R handed

steel.
Achieving stable and longer tool life with the new AC1030U grade.

General purpose

Exotic alloy,

Low cutting force

Exotic alloy,
Low cutting force

B Performance (Chipbreaker)

#0-Buiped
% Buinooig

Conventional

-3 i
Control b s, - e ¢ e . °
Capabilit -' ® ! :
p y EYF ﬂh ° !'. ? -]
& =
¢ @ '@ ﬁ-'
GF GG
Work Material: X5CrMo17 12 2 (& 40 mm)
Cutting Conditions: vc =100 m/min, f = 0,1 mm/rev, wet

F45



Parting-Off Holders

Sumi-Grip Jr.

Cut-Off (Steel Holder/Tool Block Type)

Cw
-« B
STFH -
Cut-Off R
[N I
T §‘7—
;\/4 LF2
' 750° B Parts
- = J Above figures show right hand tools.
B Holders %
Dimensions (mm) Max. Cut-| Applicable |Applicable Tool
Cat. No. Stock — B LF HF LF2 | CW | OffDia. Inserts Blocks OLERE
STFH 26-2 [ ] 26 1,6 109 21,4 108 2,0 40 WCF _2
26-3 [ J 26 2,4 109 21,4 108 3,0 70 WCF _3 _ SBN 20-26
26-4 [ ] 26 3,4 109 21,4 108 4,0 70 WCF _4 _ SBU 20-26
26-5 [ ] 26 4,3 109 21,4 108 5,0 70 WCF _5 SL4
STFH 32-2 [ ] 32 1,6 149 25,0 148 2,0 40 WCF _2 _ SBN 20-32
32-3 [ 32 2,4 149 25,0 148 3,0 100 WCF _3 _ SBN 25-32
32-4 [ ] 32 3,4 149 25,0 148 4,0 100 WCF _4 SBU 20-32
32-5 [ ] 32 4,3 149 25,0 148 5,0 100 WCF _5 SBU 25-32
H Tool Blocks M Parts
SBN Type, One piece type Clamp | Screw |Wrench
) Dimensions (mm) Applicable T, -
o2 - CatNo. |90 [ THa | Hb | Ho | L CaideBlades) [ )| &% &
BE | T ‘R T SBN20-26 | ® |45|20/20(10,0/ 80 | STFH 26_ “ool
2@ - T SBN20-32 | ® |50|20]20 13,5100 STFH32 | | BWS30 |WB820 | LH040
< i SBN25-26 | O |48 |25 25 10,0/ 80 | STFH 26_
o E u ] — SBN 25-32 [ 50 | 25| 25(8,5/110| STFH 32_
oa J©
[""""] (sBN20-26)
SBU Type, Separate type Wedge
Dimensions (mm) Applicable | | e E
INI = Cat. No. | Stock | 11 1\ " | Ho | L Carde Blsces| | (s (Eo |
7777777777777 Tz l T SBU20-26 | @ |45][2020[10,0 80 | STFH26_ | |Hchas SmAwas | 3632
- . SBU20-32 | @ |50|20]|20 13,5100 STFH32_ | |-BCS15 | BCS20 | BCS25
AR SBU25-26 | O |48 |25 25 10,0 80 | STFH 26_ Screw | Wrench
I < SBU 25-32 ® |50)|25|25)|8,5|110| STFH 32_ T F.f."i:)
. s
R -
(sBU20-26) BX 0622 | LH 050
*Tool blocks selection guide see page F46
Cut-Off (Steel Holder/Shank Type)
reTre )
STFS sl o
[&]
Cut-Off i F
/'—% Max. Cut-Off Dia
} I rg z B Parts
- -/
LH
B Holders
Stock Dimensions (mm) Max. Cut-{  Applicable
Cat. No. R[L| H B LF | WF | HF LH | LH2 | CW | OffDia.| Inserts Wrench
STFS R/L 1010-2 o 10 10 86 10 10 17 17 2,0 28
R/L 1212-2 [ NN ) 12 12 110 12 12 18 18 2,0 30 WCE 2
R/L 1616-2 (ol Ne} 16 16 110 16 16 - 19 2,0 32 -7 =
R/L 2020-2 ® | O 20 20 125 20 20 - 24 2,0 40
STFS R/L 1616-3 o|e 16 16 110 16 16 20 22 3,0 35
R/L 2012-3 o0 20 12 110 12 20 - 24 3,0 40
RIL20203 |® ®| 20 | 20 | 125 | 20 | 20 - 30 | 30 | 50 | WCF_3_ SL4
R/L 2525-3 [ 2K ) 25 25 150 25 25 - 30 3,0 50
STFS R/L 2020-4 o|e 20 20 125 20 20 - 33 4,0 55 WCF 4
R/L 2525-4 ® | O 25 25 150 25 25 - 38 4,0 65 - =
STFS R/L 2020-5 o]0 20 20 125 20 20 - 35 5,0 60 WCF 5
R/L 2525-5 0|0 25 25 150 25 25 - 40 5,0 70 - =
F46 @ = Euro stock Q= Delivery on request
O = Japan stock



Parting-Off Holders

Sumi-Grip Jr. Inserts

B Inserts
Neutral (N) Right Handed (R) Left Handed (L)
g * 2-REO0.2* 8°
E\.'Z 2-REO0.2 % % ~
=
3 5 g
& & NS
8 2-RE0.2 *WCF_2T: 2_RE=0,15
External Appearance Cat. No. AC830P| AC225 |AC1030U| T1500A | A30 G10E | CW Applicable Holder
WCFN_ GG WCF N2 GG ®) 2,0 STFSR/L _
General purpose ® 3.0
[ ) 4,0
o 5,0
WCF N_ GF S 20 |STFH__2| STFSRL___ 2
Exotic alloy Q 30 |STFH 3| STFSRL ___ 3
Low feed Q 40 |STFH__ 4| STFSRIL__ 4
Q 5,0
WCF __CF o 30 STFS RIL
Exotic alloy @ Q 30 |- -7 T T T
Low feed 4.0
o 40 STFH__ 4| STFSR/IL___ _ 4
WCF _ 2T ° 2,0
Small diameter @ ©) 20 |STFH__2| STFSRIL____2
Low cutting force Q 2,0
WCF _ _ L] 3,0
Without chip ° 3,0 |STFH 3] STFSRIL__ 3
breaker [d 3,0 ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,
General steel [ ) 4,0
@ o) 40 |STFH__ 4| STFSRIL _ 4 - o
° 40 | as
) 5,0 g <.
5,0 |STFH 5| STFSRIL _ 5 bg
Q 5,0 =R Qo
WCF__A [ 2,0 |STFH 2| STFSR/L 2
Exotic alloy ® ® O 3'0
Low feed [ 3,0 |STFH 3| STFSRIL _ 3
[ J 3o} . 0
@ ° o 4,0
() 4,0 |STFH 4| STFSRIL _ 4
[ J 40 ( 0
WCF N5A (] 5,0
R5A o 5,0 |STFH 5| STFSRIL _ 5
L5A 5,0
WCF__ B WCF N3B (] 3,0
Cast iron R3B (] 3,0 |[STFH_ _3| STFSRI/L _ 3
Light alloys L3B [ J 3,0
@ WCF N4B o | 40
Note: R4B 4,0
With the similar chip breaker L4B 4.0
style as for general steel WCF N5B """" o) 50 |
C i ,
Coe prammmtion ™ Smeter R5B 50 |STFH__5| STFSRL____5
L5B 5,0
B Recommended Cutting Conditions
. Cutting Speed (m/min)
Work Material AC830P AC225 AC1030U T1500A A30 G10
General Steel | 80-200 | 80-200 | 50-200 | 80-200 | 50120 | -
Steel SoftSteel | 100-230 | 100-230 | 50-230 | 100-230 | 70150 | -
Die Steel 60-150 60-150 50-150 60-150 50-120 -
Stainless Steel 70-150 70-150 50-150 - 70-130 -
Cast Iron - - 50-200 - - 50-120
Non-Ferrous Metal - - 200-500 - - 200-500
Feed Rate (mm/rev)
Neutral Left or Right Handed
Chip Breaker GG F—}F Without Chip Breaker T . A B Without Chip Breaker CF T : A B
General Exmlg AI!Oy General Emaléma_m. Exotic Alloy | Cast Iron General EXOt'é AII_oy fma"CD'?m- Exotic Alloy | Cast Iron
Purpose ow Cutting Steel ow Cutting Low Feed | Light Alloys Steel ow Cutting | Low Cutting Low Feed | Light Alloys
Force Force Force Force
Groove | 2,0 | 0,05-0,20 | 0,03-0,12 - 0,03-0,10 | 0,03-0,12 - - - 0,03-0,10 - -
Width | 3,0 0,08-0,25 | 0,04-0,15 | 0,08-0,25 - 0,04-0,15 | 0,05-0,15 | 0,08-0,25 | 0,08-0,12 - 0,04-0,15 | 0,05-0,15
w 4,0 | 0,170-0,30 | 0,05-0,18 | 0,10-0,30 - 0,05-0,18 | 0,05-0,18 | 0,10-0,30 | 0,10-0,30 - 0,05-0,18 | 0,05-0,18
(mm) |50/0,10-0,35 | 0,05-0,20 | 0,10-0,30 - 0,05-0,20 | 0,06-0,20 | 0,10-0,20 | 0,10-0,30 - - 0,06-0,20
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Parting-Off Holders

Sumi-Grip Series

Cut-Off (Carbide Holder/Tool Block Type)

( WCFH \ CW: 3 mm CW: 2 mm
4 mm cw ‘ LF 24 20
Cut-Off S mm TB“
B kf@ :
K W Parts
@ LF2 5 20
(WCFH 32-2)
B Holders Above figures show right hand tools.
Dimensions (mm) Max. Cut-| Applicable |Applicable Tool
Cat. No. Stock — B LF HF LF2 | CW | OffDia. | Inserts Blocks OLERE
WCFH 26-2 [ ] 26 1,7 110 21,4 109,0 2,0 40 WCF _2 SL2
26-3 [ J 26 2,4 110 21,4 108,5 3,0 70 WCF _3 _ SBN 20-26
26-4 [ ] 26 3,4 110 21,4 108,5 4,0 70 WCF _4 _ SBU 20-26 SL1
26-5 [ ] 26 4,3 110 21,4 108,5 5,0 70 WCF _5
WCFH 32-2 [ ] 32 1,7 150 25,0 149,0 2,0 40 WCF _2 _ SBN 20-32 SL2
32-3 [ 32 2,4 150 25,0 148,5 3,0 100 WCF _3 _ SBN 25-32
32-4 [ ] 32 3,4 150 25,0 148,5 4,0 100 WCF _4 SBU 20-32 SL1
32-5 [ 32 4,3 150 25,0 148,5 5,0 100 WCF _5 _ SBU 25-32
See F48 for applicable inserts.
H Tool Blocks B Parts
SBN Type, Mono-block Type Clamp | Screw |Wrench
Dimensions (mm) Applicable = s
1 — Cat No. [ S1%K| H [Ha | Hb[Ho | L [carideBeces | [ )| &8 | F*
e | ¢\ ) T SBN20-26 | @ | 452020 10,0 80 |WCFH26_| |-t e o
g’o. T 7520 | 2 SBN 20-32 [ ) 50 | 20 | 20 |13,5/100| WCFH 32_ -
52 vk SBN25-26 | O |48 |25] 25 |10,0/ 80 | WCFH 26_
ot T SBN 25-32 ® |50)|25|25)|8,5|110 WCFH 32_
oa J© 0
[——"""] (sBN20-26)
SBU Type, Separate Type Wedge
Dimensions (mm) Applicable ) | T T | em
] _ Cat. No. |Stock 13 T1ia THo | Ho | L lcarts aiades [f:? C;’__TJ e
7777777777777 z/2| ll‘ £ SBU20-26 | @ |45 /2020 10,0 80 WCFH26_| | SEHeii et e St
C ' 5 SBU 20-32 ® | 50|20/ 20 13,5100 WCFH 32_
Lo20E SBU25-26 | O |48 |25/ 25 /10,00 80 |WCFH26_| | Screw |Wrench
1 ~ SBU 25-32 [ 50| 25| 25|8,5|110| WCFH 32_ T ?ﬁf.f:‘??
A sdls
I -
(sBU20-26) BX 0622 | LH 050
B Tool Block Type Selection Guide
A General Purpose Lathe, etc. B Turret Type Tool Post, etc.

This tool block can be used for the machining tool
post A shown on the right.

Tool Block (Mono-Block Type)

SBU Type

) i

This tool block can be used for the machining tool
posts A and B shown on the right.

Since the clamp is large it has a large scope even
when the holder has a long overhang.

Tool Block (Separate Type)

Tool block

SBN Type, SBU Type SBU Type

Tool post

Tool post

Tool block

Spacer

(Overhead clamp) (Side clamp)

® = Euro stock
O = Japan stock

Q

F48

= Delivery on request




Cut-Off (Carbide Holder/Shank Type)

Parting-Off Holders
Sumi-Grip Series

"WCFS ) 22
Cut-Off sl (Al (=] B ]
o = @l
)
z L T
Max. Cut-Off Dia © LF LF
— 46
4 7 Fig. 3 46 Fig. 4
/ M A
~ ., e
£ 3 s BEE s s
1
LH LH
M Parts
Above figures show right hand tools.
B Holders (
Stock Dimensions (mm) Max. Cut-| Applicable | Applicable |_.
Ca o R|L| H B | LF | WF | HF | LH | CW | OffDia. | Blades Inserts | '9-| Wrench
WCFS R/L1010-2 | ® 10 10 86 10 10 10 2,0 28 - WCF_2_ | 1
Brazed R/IL1212-2 | @ 12 12 110 12 12 18 2,0 30 - WCF_2_ | 1 SL2
Type R/L1616-2 |O|® | 16 16 100 16 16 25 2,0 35 - WCF_2 | 2
R/L 1616-3 16 16 100 16 16 25 3,0 35 - WCF _3 2 SL1
WCFS RI/L 20-3 e e 20 20 125 23 20 46 3,0 50 WCFH17-3 | WCF_3_ | 3
R/L 20-4 ° 20 20 125 24 20 46 4,0 50 WCFH17-4 | WCF _4 _ | 3
Clamp R/L 20-5 e 20 | 20 | 125 | 25 | 20 | . 46 | 50 | 50 WCFH17-5 | WCF _5 3 SL 1
Type | WCFS R/L 25-3 ® O| 25 25 150 28 25 46 3,0 50 WCFH17-3 | WCF _3_ | 4
R/L 25-4 Q| 25 25 150 29 25 46 4,0 50 WCFH17-4 | WCF _4 | 4
R/L 25-5 O] 25 25 150 30 25 46 5,0 50 WCFH17-5 | WCF _ 5 4
See F48 for applicable inserts. Blade included in holder.
B Blades
Or— m
~
W Parts
26,5 N
D
445 g
Cat. No. Stock %\TVGHSIOHS (mén) Applicable Blades Cap Screw | Wrench Applicable Holders
WCFH 17-3 [ 3 2,4 WCFS RI/L 20-3, 25-3
WCFH 17-4 [} 4 34 WCFS R/L 20-4, 25-4 BX0622 LHO50 | All clamp type holders.
WCFH 17-5 [ 5 43 WCFS RI/L 20-5, 25-5

#0-buiped
% Buinooig
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Parting-Off Holders
Sumi-Grip Inserts

M Inserts
Neutral (N) Right Handed (R) Left Handed (L)
~ * 2-RE0.2* 87
?\.'/ 2-RE0.2 & o ~
=
3 5 3
& & &
Py 2-RE0.2* *WCF_2T: 2_RE=0,15
External Appearance Cat. No. AC830P| AC225 AC1030U| T1500A | A30 G10 | CW Applicable Holder
WCFN _ GG WCF N2 GG Q 20 |[WCFH__2|WCFSRL___ 2
General purpose ® 3'0
) 4,0
o 5,0
WCF N _ GF Q 20 |WCFH __2|/WCFSRL ____2
Exotic alloy Q 3,0 YO N oo S IO N Y
Low feed Q 40 |WCFH__4|WCFSRL__4
o 5,0 5
WCF __CF ) 3,0 WCFSRIL____3
Exotic aloy @ o 30 |WOFH-3lwersrL_ 3"
Low feed 4.0
o 40 WCFH __ 4 /WCFSR/IL__4
WCF _ 2T ® 2,0
Small diameter @ O 20 |[WCFH__2|WCFSR/L____2
Low cutting force Q 2,0
WCF __ ° S WCFS RIL 3
Without chip b 3,0 \WCFH__3/\wersriL "3~
breaker ® 3,0 I F
General steel [ ) 4,0
o3 4= @ o 40 |WCFH 4| WCFSRIL 4
=2Q ° 40 |
S g ° 5,0
St 50 |WCFH__5|WCFSRIL__5
Ga 0 5,0
WCF A L) 20 |WCFH __2|WCFSRIL____2
< allo ° () o 3,0
Exotic alloy ’ WCFS R/L 3
Low feed [ ] 3,0 WCFH 3 -
L) 30 | | WCFSR/L——3 ,,,,,,,,,,,,,,,,,,
@ ° ° 4,0
o 40 (WCFH__4|WCFSR/LL__4
[ J 40 |
° 5,0
0] 50 |[WCFH__5|WCFSR/L__5
5,0
° 3,0
WCF__B 2 WCFS R/L 3
Castiron ® | 30 IWCFH__3 \wcrsrL_"3"
Light alloys [ J 3,0 I
@ o |40
Note: 40 (WCFH__4|WCFSR/L__4
With the similar chip breaker 4,0
style as for general steel WCF N5B o) so |
(WCF _ _) but with smaller ’
edge preparation. R5B 50 |WCFH__5|WCFSR/L__5
L5B 5,0
B Recommended Cutting Conditions
. Cutting Speed (m/min)
Work Material AC830P AC225 AC1030U T1500A A30 G10
General Steel | 80-200 | 80-200 | . 50-200 | 80-200 | 50120 | -
Steel SoftSteel | 100-230 | 100-230 | 50-230 | 100-230 | 70150 | =
Die Steel 60-150 60-150 50-150 60-150 50-120 -
Stainless Steel 70-150 70-150 50-150 - 70-130 -
Cast Iron - - 50-200 - - 50-120
Non-Ferrous Metal - - 200-500 - - 200-500
Feed Rate (mm/rev)
Neutral Left or Right Handed
Chip Breaker GG = ?ill Without Chip Breaker < ”TD. A B Without Chip Breaker = f}l;ll < ”TD. A B
Xotic oy mal lam. q Xotic oy ma lam. q
I(Df‘aeneral Low Cutting General Low Cutting Exotic Alloy Qast Iron General Low Cutting | Low Cutting Exotic Alloy Qast Iron
urpose Force Steel Force Low Feed | Light Alloys Steel Force Force Low Feed | Light Alloys
Groove | 2,0 | 0,05-0,20 | 0,03-0,12 - 0,03-0,10 | 0,03-0,12 - - - 0,03-0,10 - -
Width | 3,0 | 0,08-0,25 | 0,04—0,15 | 0,08-0,25 - 0,04-0,15 | 0,05-0,15 | 0,08-0,25 | 0,08-0,12 - 0,04-0,15| 0,05-0,15
w 4,0 0,10-0,30 | 0,05-0,18 | 0,10-0,30 - 0,05-0,18 | 0,05-0,18 | 0,10-0,30 | 0,10-0,30 - 0,05-0,18 | 0,05-0,18
(mm) |5,0/0,10-0,35 | 0,05-0,20 | 0,10-0,30 - 0,05-0,20 | 0,06-0,20 | 0,10-0,20 | 0,10-0,30 - - 0,06-0,20

=E k
F50 S Japan stock



.l.nllh‘m

B General Features

Threading Tools

Sumitomo Electric has developed ,TME* external threading

inserts with pitch ranges of 1,0-3,0 mm

or 10-24 threads/

inch and ,TMI* internal threading inserts with a pitch range of

1,0-3,0 mm.

The superior features of the new sintered threading inserts
include an M-class tolerance and dimple shaped chip breaker.
The M-class tolerance reduces insert cost by eliminating the

need for expensive grinding.

Furthermore, chip control is greatly improved as a result of the
specially designed dimple chip breakers.

B New Series of Indexable Inserts and Holders for Threading

@ For External Threading

For
external
thread

— Whitworth 55°

® For Internal Threading

For
internal
thread

— 1SO-Metric 60°

— |SO-Metric 60°

SI9p|oH
Buipeaiy

I"Q TME
A Pitch (mm)
/NS 10 125 15 175
with flat wiper edge 20 25 30
I"Q TME
{\: Pitch (mm)

1.0-20, 1.5-30

LTER

(9 20, @25 mm)

(Lever lock system)

STER

(@ 12, @ 16 mm)

(Screw on system)

without flat wiper edge
8 & TWE
i Number of
AN threads / inch
without flat wiper edge 14-10, 24-16
K. ™!
Pitch (mm)
N/l 10 125 15 175
with flat wiper edge 20 25 30
K. ™
\// Pitch (mm)
without flat wipe:r edge 1.0-2.0,1.5-3.0

STIR

(@216, @20 mm)

(Screw on system)
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Threading Tools

Threading Insert

B General Features

Indexable inserts ¢ A positive rake angle encourages good chip
TME type for external control and reduces cutting resistance.
threading

e Two tier dimple-style chip breakers evacuate
chip smoothly and easily.

e M-class tolerance reduces insert cost.

New sintered threading insert
with special dimple shaped chip breaker e Four available grades cover a wider range of

applications.

e The LTER type holder is designed for easy
® Comparison of Chip Control clamping and replacement.

TME Insert

Work material: 25 CrMo 4
Cutting speed: 100 m/min

Threading
Holders

Pitch: 1,5 mm
Competitor's ground insert
@ Comparison of Tool Life B Cutting Grades for Threading
W27 x F1.5
980 AC225 . . . Multi layer coating
1000 The AC225 is a carbide insert ™=
. . . FTIN.
with a 2 um multiple-layer coating.  Al2O3
~ - This design results in improved Ti(C,N) |
£ 800 toughness and adhesion ‘Agiéelcia' 1
(@] . . . -
= 680 resistance making this grade AEayer
j‘g 600 suitable for stainless steel and
E i general steel. Very tough base material
5
= 400
o 400}
5
3 240
'_
200}
| Neue
W Cermet-Grade
b T130A
AC225 Cermet grade
TME insert Competitor's ground T130A
with 3 cutting insert with 3 cutting The T130A i - high TiN with
corners comers e T130A is a cermet grade containing high TiN with a
uniform fine-grain microstructure which results in improved
Work Material : X5CrNi1810 (Stainless steel) wear resistance and toughness.
Cutting Conditions: vc = 100 m/min Thus, the T130A produces a goods surface finish.
Pitch: 1,5 mm
7 Passes
Wet
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B Recommended Cutting Conditions

Threading Tools

Cutting Conditions

SI9p|oH
Buipeaiy

® Cutting Speed (m/min.) Work material Grade AC225 T1500A/T130A
Soft steel 150-170 100-150
Carbon steel 100-170 80-130
Alloy steel 90-150 80-120
Stainless steel 70-140 -
@ Depth of Cut  (Wiper Insert)
Cat. No. Pitch Depth of Cut | Pass 1 2 & 4 5 6 7 8 9 10 | 11 12 | 13 | 14
TME 100R 1,00 0,68 5 0,20 | 0,16 | 0,14 | 0,11 | 0,07
TME 125R 1,25 0,82 6 0,20 | 0,18 | 0,15 | 0,12 | 0,10 | 0,07
TME 150R 1,50 0,96 7 0,22 0,18 0,14 | 0,13 | 0,12 | 0,10 | 0,07
§ TME 175R 1,75 1,12 8 0,22 0,19 | 0,16 | 0,14 | 0,13 | 0,12 | 0,09 | 0,07
I3 TME 200R 2,00 1,25 8 0,25|0,21|0,18 | 0,16 | 0,15 | 0,13 | 0,10 | 0,07
i TME 250R 2,50 1,55 10 0,27 | 0,24 | 0,20 | 0,18 | 0,16 | 0,13 | 0,11 | 0,10 | 0,09 | 0,07
ZOQ TME 300R 3,00 1,86 12 0,28 | 0,25 | 0,20 | 0,19 | 0,17 0,15 0,13 | 0,12 | 0,10 | 0,10 | 0,09 | 0,07
'§ TME 350R 3,50 2,25 13 0,30 | 0,27 | 0,24 | 0,22 | 0,20 | 0,18 | 0,16 | 0,15 | 0,14 | 0,12 | 0,11 | 0,09 | 0,07
g TME 400R 4,00 2,57 14 0,3510,32|0,29 | 0,26 | 0,23 | 0,20 | 0,17 | 0,15 | 0,14 | 0,12 | 0,10 | 0,09 | 0,08 | 0,07
8 TMI 100R 1,00 0,63 5 0,18 | 0,16 | 0,12 | 0,10 | 0,07
TMI 125R 1,25 0,77 6 0,18 | 0,16 | 0,14 | 0,12 | 0,10 | 0,07
© TMI 150R 1,50 0,90 7 0,20 | 0,16 | 0,14 | 0,13 | 0,11 | 0,09 | 0,07
g TMI170R 1,75 1,03 8 0,20 | 0,18 | 0,145 | 0,14 | 0,11 | 0,10 | 0,08 | 0,07
£ TMI 200R 2,00 1,18 8 0,22 0,19 0,17 | 0,15 | 0,14 | 0,13 | 0,11 | 0,07
TMI 250R 2,50 1,44 10 0,25|0,22|0,19| 0,16 | 0,14 | 0,12 | 0,10 | 0,10 | 0,07 | 0,07
TMI 300R 3,00 1,70 12 0,27 | 0,24 | 0,20 | 0,17 | 0,14 | 0,12 | 0,10 | 0,10 | 0,10 | 0,09 | 0,06 | 0,07
@ Depth of Cut (Non Wiper Insert)
Cat. No. Radius| Pitch  |Depth of Cut| Pass | 1 2 8 4 5 6 7 8 9 10 | 11 12 | 13 | 14
1,00 0,68 5 ]0,20 0,16 | 0,12 | 0,10 | 0,07
1,25 0,84 6 |020/0,18 | 0,16 | 0,13 | 0,10 | 0,07
TME 1020R 0,13 1,50 1,03 7 |0,22|0,20|0,17 | 0,15 | 0,12 | 0,10 | 0,07
_ 1,75 1,22 8 |0,22|021)0,18 | 0,16 | 0,15 | 0,13 | 0,10 | 0,07
E 2,00 1,41 10 | 0,22 (0,20 | 0,18 | 0,16 | 0,14 | 0,13 | 0,12 | 0,10 | 0,09 | 0,07
% 1,50 0,95 7 022|017 0,14 | 0,13 | 0,12 | 0,10 | 0,07
1,75 1,14 8 (022|018 |0,15|0,14 0,13 |0,12 | 0,09 | 0,07
TME 1530R 0,20 2,00 1,33 9 |025]|0,200,18|0,16 | 0,15|0,13|0,10| 0,09 | 0,07
Zoo 2,50 1,71 12 |0,25|0,22 0,190,147 | 0,15| 0,14 /10,13 |0,12|0,10| 0,09 | 0,08 | 0,07
-§ 3,00 2,09 14 10,25)0,22 0,20 | 0,20 | 0,18 | 0,17 | 0,15 | 0,14 | 0,14 | 0,10 | 0,10 | 0,09 | 0,08 | 0,07
§ 1,00 0,59 6 |06 0,12 0,10 | 0,08 | 0,08 | 0,05
(/OI:\ 1,25 0,75 7 |0,16| 0,14 | 0,12 | 0,10 | 0,10 | 0,08 | 0,05
TMI 1020R 0,06 1,50 0,92 8 |0,180,15|0,14|0,12 | 0,10 | 0,10 | 0,08 | 0,05
_ 1,75 1,08 9 |018]0,16 | 0,14 | 0,13 |0,12| 0,12 | 0,10 | 0,08 | 0,05
g 2,00 1,24 10 | 0,20 0,18 | 0,15|0,14|0,12| 0,12 | 0,10 | 0,10 | 0,08 | 0,05
% 1,50 0,91 8 |0,18|0,14|0,14 | 0,12 |0,10| 0,10 | 0,08 | 0,05
h 1,75 1,07 9 |018]0,16 |0,13| 0,13 |0,12| 0,12 | 0,10 | 0,08 | 0,05
TMI 1530R 0,09 2,00 1,23 10 0,20 |0,18 | 0,14 | 0,14 |0,12| 0,12 | 0,10 | 0,10 | 0,08 | 0,05
2,50 1,56 12 0,200,148 0,16 | 0,16 | 0,15| 0,13 | 0,13 | 0,11 | 0,11 | 0,10 | 0,08 | 0,05
3,00 1,88 14 0,22 0,20 | 0,18 | 0,18 | 0,16 | 0,16 | 0,14 | 0,14 | 0,10 | 0,10 | 0,10 | 0,08 | 0,07 | 0,05

The shorter pitch, the slower speed. In case of non wiper insert or internal threading, passing time should be requested to increase.
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External Threading Holders

LTER / STER Type

Threading
Holders

() g ) (P E——
LTER) | EER G :
xternal Threading xternal Threading
22
LF LF
-10°
I LI" -
These figures show right hand tools. These figures show right hand tools.
B Holders with Lever Lock System B Holders with Screw on System
Dimensions (mm) Dimensions (mm)
Cat. No. Stock m HF B LF WE Cat. No. Stock m HF B LF WE
LTER 2020 [} 20 20 20 | 125 | 25 STER 1212 [J 12 12 12 | 100 | 16
LTER 2525 [} 25 25 25 | 150 | 32 STER 1616 [ ) 16 16 16 | 100 | 20
LTER 2525M22 o 25 25 25 | 150 | 32
LTER 3232P22 o 32 32 32 | 170 | 40
B Inserts
(TMES300R only)
PDX
> ~[T7RE
g ¥
Ic .
e * TME350R,
|__‘: ﬁ TME400R
;38 @ 4,76 . )
’ Cutting edge Cutting edge
S G Ve Pitch Stock Dimensions (mm) Aoplicable Hold
yp N0 (mm) | [reads T coo5 [T1500A T130A| RE | PDX | PDY | IC s ppiicable Holders
TME 100R 1,00 - [ o [} 0,11 0,8 1,2 | 9525 | 3,65 | (1)
TME 125R 1,25 - () o 0,15 | 0,8 1,2 | 9525 | 365 | (1)
TME 150R 1,50 - [} o ° 0,19 | 1,0 1,2 | 9525 | 365 | (1)
TME 175R 1,75 - () o 022 | 1,2 1,2 | 9525 | 365 | (1) SES 2(5)2(5)
60° TME 200R 2,00 - () o O 026 | 1,4 1,2 | 9525 | 365 | (1)
. TME 250R 2,50 - [} o 0,33 | 1,4 1,2 | 9,525 | 365 | (1)
Metric Thread |1\E 300R | 3,00 - ° 040 | 1.8 | 12 | 9525 | 365 | (1) ggslglg
TME 350R 3,50 - 0,47 | 25 1,7 | 12,70 | 4,60 | (1) |LTER 2525M22
TME 400R 4,00 - o o 054 | 2,5 1,7 | 12,70 | 4,60 | (1) |LTER3232P22
TME 1020R |1,00-2,00| 24-12| @ 0,11 1.1 1,2 | 9,525 | 3,65 | (2)
TME 1530R |1,50-3,00| 16-8 [J 0,19 | 1,6 1,0 | 9,525 | 3,65 | (2) | LTER 2020
55° TWE 1410R - 14-10 0,21 1,4 1,2 | 9,525 | 3,65 | (3) | LTER 2525
Whitworth Thread TWE 2416R - 24-16 0,11 1,1 1,2 | 9525 | 3,65 | (3)
Remarks: (1) TME100R-300R (ISO Thread), (2) TME1020R,1530R ISO Thread) without chamfer, (3) TWE1410R, 2416R (Whitworth Thread) without chamfer
B LTER Type Holder Shim Selection
B=3° (ShimLSTE __-2)  B=2° (ShimLSTE __-1)
|
\
A-A Cross Section
401
g
:ng‘o—
g0 B=1°
10k Standard (Shim LSTE _ _ -0)
0 10 20 30 40 5 60
Effective Thread Diameter (mm) Lead angle
B Spare Parts B Spare Parts
Holder Lever Pin | Screw Shim Shim pin | Wrench Holder Screw Wrench
b 9 o S . P
S e
LTER2020,2525 | LCL3S | LCS3TE |LSTE31-0Y LSP3 LHO025 STER BFTX03508 | 2,0 TRX 10
LTER2525M22, 3232P22| LCL4S LCS4 |LSTE42-0) LSP4 LHO30
* Remarks: LTER type has supplement of B =1° shim LSTE 31-0
Shims LSTE 31-1 for B = 2° and LSTE 31-2 for = 3° are option.
F54 @ = Euro stock @ Recommended Tightening Torque (N-m)
O = Japan stock




AR

STIR

Internal Threading

DCON

L

LF

These figures show right hand tools.

B Holders with Screw on System

Dimensions (mm)
Cat. No. Stock '5eON[ H | LF | E1 | WF [DMIN
STIR 316 ® | 16 | 15 [150 |35 | 11 | 20
STIR 320 ® | 20|18 |180 |50 14 | 25
M Inserts

29,525

05

ST
[s2]
a1 Pitch Stock Dimensions (mm)
at-No.. | (mm) |T"eadS| Ac225 T1500A RE | B | PDX | PDY

TMI100R | 1,00 - | ® | O |004| 60 | 0,8 | 1,2
TMI125R | 125 | - | O 0,05 60 | 0,8 | 1,2
TMI150R [ 150 | - | ® 0,07 60 | 1,0 | 1,2
TMI175R | 1,75 | - 0,09 60 | 1,2 | 1,2 |(1)
TMI200R [200| - | ® 0,10 60 | 1,4 | 1,2
TMI250R [ 250 | - | ® 0,14 | 60 | 1,4 | 1,2
TMI300R | 300 - | ® 0,18 60 | 1,8 | 1,2
TMI 1020R [1,00-2,00] 24-12 0041760 [ 10 [127,
TMI 1530R [1,50-300 16-8 | @ 0,07 60 | 1,5 | 12

Remarks: (1) TME1

00R-300R

B Spare Parts

(ISO Thread)
(2) TME1020R,1530R (ISO Thread) without chamfer

Holder Screw Wrench
A S
@
STIR BFTX03508 | 2,0 TRX 10

Internal Threading Holders

STIR Type

SI9p|oH
Buipeaiy

FS55
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Milling Cutters

Face Mill and Shoulder Mill
Selection Guide

Application Work Material
Approach PP P KN SH
c Cutter Series Insert Angle Cutter o) 3 S |5 318
S : = g2 =< = S
5 Type Type Max. Depth Diameter| @ = oo 2 BE .52 3
= (mm) <l o S= =0l o =02 x .
o OfCut(mm) =| & < < 3 o= =8l T %
3 . 5= |9 5= 8235 9<&g5 &
< 2 g |e g5 P30 e wd
o L§c}; -—-.q_’--c(l)\t:d:u)
Approach Angle E‘g@gg-g_\gag"ﬁ;ﬁg$g£'afg
©| & = == = =5l =5 =
I@g? EEEEEEERR LB EE &
‘ S| Tn o eoaaadenddze
SNM/EUQ13T6.. SNMU
f] 6 mm 45° 40-250
DGC (-M/F) 5]
13000RS | ONMEU 05T6. oy © @) 0|0|0|0|0|0|O G8
g' 3 m,45° 42,9-52,9
SEE/MT;ET
WGX (-M/F) = | g m _
e ‘Ol = 40-250 |0|O O olo|o|ole|o|o| |G10
g 134 |
= SEE/MT0903.. (IC/1=9,525)
% WGC 2888 Sg SEEMT13T3.. (IC/1=134) 4 m 32-100
(&) )
ks WGC (-MIF) 1 = 0|0 @) ©0/0|0|0|0|0|0| |G12
L 6 m,45°| 40-200
4000 RS e [ LA
UFO (-F) SFKNR12TI., SFN1SOA... | T 450 o
4000RS |~ 7 olo| | o olo|ololololo] |64
UFO 5000RS | “\J% |1Tm 45°| so-315 il
12,70
SNMT 1205..
DNX (-F i
( 1)2000RS f v {8mm765 80-250 | 0|0 @) @) G16
RSX (-F) RDET10T3.. S mm 40-52
o RSX 10000RS | rpeT1204..
= "y R h000RS pm /]| 40-100
z @p3] ) T, o| |o|lo|olo| | |o| |ololole| | o] |c22
= 7 8 mm _
3 = 16000RS 63-160
(02 RSX (F) RDET1606..
= RDET2006..
20000RS - 80-160
QPMT1204../1606../2006
é WRCX 'E-ZF(Q)%RS QPET1204../1606..
z 15000RS _|[8=10m/| 40-160|0| |OlojOj0| | |o| [@0|0|0| |©]0|0)|s1e
E 20000RS

WDMT0603../0804../1205..

MSX 08000RS | *06. .
Ba=Bim | 10 100 ololo|o olo|o|o 0|43

o 12000RS <
£ 14000RS .
= *
= 3
Lqﬁ WEXH WFXH SOMT0803.. 1 5
5w osooors ", |Smggd 4063 olololo ololololololo| |G46
) WFXH Ej IL2,5mm E 50-63 >
L 12000RS :
DFC .,
=I‘-(:-'-.".W-*"¢;_
# " 95 |DFC(-MF) 6 —200 |©|O| |©|O 0|0|0|o O
2 T 09000RS 20 .
= E
g WEX . . SOMTO080..
i By [WFX(FIM)  [sowmzos. ([ 6m] gQ°
£ 08000RS | = 50-160 |0|0| |0|O ololololo|ojo| |G
WEX (-F) AT 10 ° e
_ 12000 RS 10+190
O : Best

O : Suitable



Face Mill and Shoulder Mill
Selection Guide

Aoplication Work Material
Approach PP P KIN SH
S Cutter Series Insert e Cutter | ¢ @ 3 % S <=°: 8
= i 9= N % © = o D
5 Type Type Max. Depth Diameter| © = | .l %’ 2 k: £ JES §
= of Cut (mm)| (M) £ o =3 52222F
=¥ . g5 | g Gz 858 SSe g ¢
< 3 —| S 4 £ €392 LAl o ElgL
Approach Angle gmgmog?) Uu-ﬁnga.gxg
T2 2 3 e E Ees 5 2SS T 2
[ Q =E| = S E S| L ES @
2250095 8=%758&s7 5=
‘ ST noooaoadSenhdz<is =
TSX gt TSX (-F LNEXOBO4..LNEX1306.
et 8000Rs 2ed0]| e olo| |olo olo|o|o|o|olo| |G34
SR | Tsx (M) G35
- 13000 RS 40-160
PWSEV > by
! [PWS (-F) -
o) 4 4000 RS 80-250 |O| |0|0|O ©|0|0|O G37
*
WEZ 11000R(S) 40-100
olo| |olo|o o|o|ojojojolo| |34
WEZ 17000R(S) 40-160
{®))
£WEX ., [WEXTOOF | R
by ) AXMT1705..
5 ?{l WEX 2000F 10, 10100 |O| | |o|o|O o|o|o|o|o|olo| |cas
e
3 "3 |WEX3000F 14n
@ - - 18~ 36mm
WRX WRX 2000F AXMT12350../1705.. ﬁm 40-50
gg | o O 0|00 O|0|o|o|o|0|0| |G49
y WRX 3000F i 90°]| 50-100
LNMX1606.. 046
PWC (-F) 1 led -~
N m € 12m{ 8g°|| 80200 |O| |©[O|O © G50
90“\‘ 16,1
CNMU1306..
CNP (-F) CNMQ1306.. 8o
3000 RS 12 40-200 o o|o|o|o G52
Cases |
' WAX 3000RS | o =
o . J
= i 50-125(O| | |ojolo| | |o olo| | |S%¢
© : WAX 4000 RS
3
=
ANX New ANB 1600R-L
8|7 s [ANXS 16000R(S) o 40-125
s E_&a 3m90° O|o|o|o o|o so2
S L ANXA 16000R(S) L g 80-160
el
S SNEW1204..
3‘ SDET1204..
= RF 4000 RS & 80-315 |0|O olo G66
g S LAY ﬂ
= ST
E .
=
= SNEWO09T3..
=5 9525 | cos
ﬁﬂ SRF 50/63 RS N 5m9Q°| 3063 |olo| |O olo G67
. Ot
.g SNEW1203..
25 ) 0,5 m
33 FMU 4000 RS 5 5’| 80315 | |0 o G68

siapng Bulii
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Milling Insert

ISO Identification Table

Milling Cutters

G4

Insert shape Clearance angle Insert type
80° 85° 3°
C [Fsr|A [N Al R AT w1
D| £¥55° B |[[Y82 B| 5 L —
E 875 K| 755 c| .5 ¢ KITH | T vERY
F | £750° H | 120° D | 15°_ %
V | 735 0| O135° E |20 % M MTT
R QO - P ios F|25° G
s | [@ 9 L |[Fo0° G |30° g N T 7 1
T & 60°| M @ 86° N 0° o O Other clearance N
angle with specific R X on
W Q 80° P|l11° % description B standard
Tolerances
[]
U- E 0 i \‘\(6‘ IC: theoretical diameter of inscribed circle
= 3 . VoA m: nose height
’ s: thickness
-—5
Tolerances (mm) Tolerances (mm)
Class Class
m IC s m IC s
A +0,005 +0,025 +0,025 J +0,005 +0,05 — +0,13* 0,025
F +0,005 +0,013 +0,025 K +0,013 +0,05 — +0,13* +0,025
(o] +0,013 +0,025 +0,025 L 10,025 +0,05 — +0,13* 0,025
H +0,013 +0,013 10,025 M |+0,08~ +0,18%|+0,05 — +0,13* +0,13
E 10,025 10,025 10,025 N |+0,08~ +0,18* |+0,05 — +0,13* +0,025
G +0,025 10,025 $0,13 U [+0,13~ +0,38% |+0,08 — +0,25* +0,13
* The tolerance is dependent upon the insert size of IC. See tables below.
Tolerance class for dimension m Tolerance class for dimension IC
5 T [ W i B 5 7 C G ¥ W | R
m IC
] A & |7 |4 .. (] A L] A7 &7 O
6,35 +0,08 - +0,11 f;{o P B N 6,35 +0,05
9,525 +0,08 +0,13 | 0,11 e 'S " | 9525 +0,05 +0,05
12,7 +0,13 +0,15 12,7 +0,08 +0,08
15,875 +0,15 +0,18 15,875 +0,10 +0,10
19,05 $0,15 +0,18 19,05 +0,10 +0,10
254 +0,18 254 +0,13 +0,10




Milling Insert

Thickness
- S
|
i -,
AN
02 s=2,38mm
03 s=3,18
T3 s=3,97
04 s=476
05 s=556
06 s=6,35
07 s=794
09 s=952

ISO Identification Table

Corner geometry with wiper flat Radius
Entering angle Clearance angle
gang on wiper flat
Feed direction R
&
@
K
32 i
A 45° A 3° 02 r=02mm
D 60° B 5° 04 r=04
E 75° C 7° 08 r=0,8
F 85° D 15° 12 r=12
P 90° E 20° 16 r= 16
Z - Others F 25° 20 r=20
; ’ G 30° 24 r=24
1. Major cutting edge N 0°
2. Chamfered corner o
3. Wiper flat P11
4. Side cutting edge Z - Others A MO - Round insert
o (metric)
o 00 - Round insert
(I (inch)
ofe ® ° .o .. . :
e ® ° o ®

A

R

'

Cutting edge condition

Feed direction

Insert size
Symbol and cutting edge length (mm)
Insert
=T C D] R[S |T]|V]| W
'c 4
- 0gQnagd
3,97 06 (5.9) F
4,76 08 3,2)
5,0 05 (5,0)
5,56 09 96| 0997)| 033
6,0 06 (5,0) E
6,35 06 (64| 0777 06 6,35 11 (11,0 11 (11,1) 0443
7,94 08 (5,0) 07 (7,94 05 (5.4)
8,0 08 (5,0
9,525 09 9,7)| 11 (116) 09(9525)| 09 (9525)| 16 (16,5) 16 (16,6) 06 (6,5) T
10 10 (10,0)
12 12 (12,0)
12,7 12 (12,9)| 15(155) 12 (12.7)| 12 (12,7)| 22 (22,0 08 37
15,875 16 (16,1)| 19 (19,4)| 15(15875)| 15 (15,875 27 (27,5) 10 (109) S
16 16(15,0)
19,05 19 (19,3 19 (19,05 19 (19.05) 33 (33.0)
20 20 (20,0)
25 25 (250
25,4 25 (25.4)| 25 (254)
31,75 31(31,75)| 31(31,75)
32 32 (32,0)

‘;D Right hand

i

{

Sharp

]

Rounded

]

Chamfered

i

Rounded and
chamfered

Left hand

siapng Bulii
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Milling Cutters

G6

”Sumi Dual Mill”

DGC (M/F) Type

B Characteristics

B General Features

Sumi Dual Mill DGC type utilizes double-sided inserts
for excellent economy. This is a general-purpose
cutter featuring high cutting edge strength for high
efficiency milling and low-burr chipbreaker design that
provides high qualitiy machined surface.

The DGC type insert lineup includes double-sided
SNMU / SNEU and ONMU / ONEU types.
Up to 16 corners can be used for improved economy.

Type: ON_U
(double-sided,
16 corners)

Type: SN_U

' (double-sided,
“ﬁ““ers)
il

@ Same cutting performance as single-sided inserts plus superior economy.
@ Achieves level of cutting edge sharpness and machined surface quality equivalent to single-sided cutter at
a maximum cutting depth of ap < 3 mm.

Bl Recommended Cutting Conditions for General Steel Milling

Axial Cutting Depth ap (mm)

6,0

o
[=}

»
<)

»
=}

»
[=)

N
(=}

Cutting Force Comparison

Equivalent level of cutting force

[0
| Higher Efficiency =
w
jo))
£
B =
o
DGC SNMU 13T6 ANER 3
— SNEU 13T6 ANER ._g
€
o
L | o
| ONMU 05T6 ANER
D G C ONEU 05T6 ANER' DGC DGC WGC
B | 1 (SNMU / SNEU) (ONMU / ONEU)
| | | | | Work Material: 34CrMo4
0,1 0,2 0,3 0,4 0,5 Tool: @100

Feed per Tooth fi (mm/t)

B Dual-Purpose Body
Two types of inserts can be used with a single body depending on milling application to help reduce costs.
Stronger than single-sided cultters.

shim to protect

cutter body

— first recommendation

— economical double-sided
design offers 8 cutting
edges with SN_U inserts

— maximum depth of cut:
ap =6 mm

max. ap =6 mm

8 corners use

vc=200m/min, f=0,3mm/t, a,=3mm, ag=85mm

Cutting Data:

— double-sided design with
16 corners for improved

economy
Use two — maximum depth of cut:
ap=3mm
types of
inserts for
different
applications.

max. ap= 3 mm

16 corners use




B Line-up

Choose a tool that fits your application from a comprehensive line-up

Cat. No DGC 13000 RS DGCM 13000 RS DGCF 13000 RS DGC 13000 EW
Type Standard pitch Medium pitch Fine pitch Endmill type

Dgl;:t:t;r B4A0mMm-@250mm | G50mm-@250mm | @50 mm-@250mm | @& 40 mm—@ 63 mm

g 3-10 4-14 5-18 3-4

Shape

W High Reliability

Employs New Super ZX Coating, a multi-layer PVD coating grade and CVD coating grade with enhanced
coating strength provided by newly developed stress control technology.
Improved run-out precision reduces tool life deviation to achieve highly reliable tool life.

B Multi-layer PVD Coating

(o]
o

(o))
o

Coating Hardness (GPa)
S
o

8
T
e
O,
(@)
pz4

N

o

T

= >
2073

New Super ZX Coat

\ \‘ ‘
~ Super ZX Coat \C?
|~ ZX Coat b

0 600 800

1000 2000

Starting Temp. for Oxidization (°C)

B Wear Resistance

0,30
/ - Work Material:
0,25 34CrMo4
£ - / Small wear only
E0.20 Wt Tool:
% / m @ 100 mm
20,15
x / / Cutting Data:
I_‘—I_“ 0,10 Ve = 200 m/min
% f, = 0,15mmit
0,05 ap=2mm
% ae=85mm

o

1

B Cutter Diameter and Cutter Body Height

Insert: SN_U 13T6 ANER (square)

Insert: ON_U 05T6 ANER (octagonal)

3 5

10 20 25

Number of Passes (1 Pass = 300 mm)

Square inserts (SNMU/SNEU) and
octagonal inserts (ONMU/ONEU)

can be used interchangeably on the
same body.

€

£

<

)

@2 100,0 mm @ 102,9 mm

Example: Number of | Tool Diameter | Cutter Height | Max. Depth

DC = 100mm Cutting Edges (mm) (mm) of Cut (mm)
SNMUISNEU D) 8 100,0 63,0 6,0
ONMU/ONEU e 16 102,9 61,4 3,0

Using these inserts the cutter will have
different cutter diameter and cutter
body height.

G7




”Sumi Dual Mill”

DGC (M/F) Type

General Milling of Steel and Cast Iron

Radial

Rake -10° 6 mm 3 mm
Angle Axial -5° 45° 45°
B Body — Shell type SNMU ONMU
Fig. 1 Fig. 2 Fig. 3
g DCSFMS 9 DCSFMS g DCSFMS
DCB bce | 66,7
&S[Kww &KW oBCB g
=) I S
&t ks o oalk
8 G 5 g —1 3 w
T T3 =
25 A
D1 o D1 -
DC DC e
DCX DCX DCX
. Body Cutter body @ DC = 160 mm: no inner coolant
® Type: DGC, Standard Pitch
Dimension (mm ;
Cat. No. Stock (mm) plfen aif fitslalnt Fig.
DC DCX | DCSFMS LF DCB | D1 | KWW | KDP |CBDP | Teeth | (kg)
DGC 13040 RS [ 40 (42,90) 54 36 40 (38,44)| 16 135 | 84 5,6 18 3 0,3 1
13050 RS () 50 (52,90) 64 40 40 (38,44) | 22 18,0 | 10,4 6,3 20 3 0,4 1
13063 RS [ 63 (65,90) 77 50 40 (38,44) | 22 18,0 | 10,4 6,3 20 4 0,5 1
13080RS | ® 80 (82,90) 94 60 50 (48,44)| 27 | 20,0 | 124 7,0 25 4 1,2 1
DGC 13100 RS () 100 (102,90) | 114 70 50 (48,44) | 32 | 46,0 | 14,4 8,5 32 5 1,6 2
13125 RS () 125 (127,90) | 139 80 63 (61,44)| 40 | 52,0 | 16,4 9,5 29 6 2,8 1
13160RS | @ | 160 (162,90) | 174 130 63 (61,44)| 40 | 88,0 | 16,4 9,5 29 7 45 3
DGC 13200 RS a 200 (202,90) | 214 150 63 (61,44)| 60 [130,0| 25,7 | 14,0 35 8 7.1 4
13250 RS ] 250 (252,90) | 264 190 63 (61,44)| 60 |160,0| 25,7 | 14,0 35 10 11,2 4
® Type: DGCM, Medium Pitch
w
s Dimension (mm) No. of | Weight| _.
tz Cat. No. Stock DC DCX | DCSFMS | LF | DCB | D1 | kww | KDP | cBDP | Teeth | (kg) | "9
é DGCM 13050 RS [ 50 (52,90) 64 40 40 (38,44) | 22 18 10,4 6,3 20 4 0,3 1
= 13063 RS () 63 (65,90) 77 50 40 (38,44)| 22 18 10,4 6,3 20 5 0,5 1
13080RS | ® | 80(82,90) 94 60 50 (48,44)| 27 | 20 12,4 7,0 25 6 1,1 1
DGCM 13100 RS [ 100 (102,90) | 114 70 50 (48,44) | 32 46 14,4 8,5 32 7 1,5 2
13125 RS o 125(127,90) | 139 80 63 (61,44) | 40 52 16,4 9,5 29 8 2,8 1
13160RS | ® 160 (162,90) | 174 130 63 (61,44)| 40 | . 88 16,4 9,5 29 10 4,6 3
DGCM 13200 RS Qa 200 (202,90) | 214 150 63 (61,44) | 60 130 | 25,7 | 14,0 35 12 7,0 4
13250 RS a 250 (252,90) | 264 190 63 (61,44) | 60 160 | 25,7 | 14,0 35 14 11,1 4
® Type: DGCF, Fine Pitch
Dimension (mm) No. of |Weight _
Cat. No. Stock DC DCX | DCSFMS | LF | DCB | D1 | kww | KDP | cBDP | Teeth | (kg) | "9
DGCF 13050 RS o 50 (52,90) 64 40 40 (38,44) | 22 18 10,4 6,3 20 5 0,3 1
13063 RS () 63 (65,90) 77 50 40 (38,44)| 22 18 10,4 6,3 20 6 0,5 1
13080RS | ® 80 (82,90) 94 60 50 (48,44)| 27 | | 20 12,4 7,0 25 8 1,1 1
DGCF 13100 RS [ 100 (102,90) | 114 70 50 (48,44) | 32 46 14,4 8,5 32 10 1,4 2
13125 RS [ 125(127,90) | 139 80 63 (61,44) | 40 52 16,4 9,5 29 12 2,7 1
13160RS | @ 160 (162,90) | 174 130 63 (61,44)| 40 | . 88 16,4 9,5 29 14 4,4 3
DGCF 13200 RS Qa 200 (202,90) | 214 150 63 (61,44) | 60 130 | 25,7 | 14,0 35 16 6,9 4
13250 RS Qa 250 (252,90) | 264 190 63 (61,44) | 60 160 | 25,7 | 14,0 35 18 11,0 4
() Figures in brackets indicate values for ONMU inserts.
Inserts are not included.
B Identification Details
I I I I I I
Cutter M: Medium  Insert Cutter Direction  Metric
Series F: Fine Size Diameter
G8 @ = Euro stock @ Recommended Tightening Torque (N-m)
Q= Delivery on request



”Sumi Dual Mill”

B Inserts

DGC Type

Application

Coated Carbide

High Speed/Light cut

General Purpose

Roughing

NN

Cat. No.

ACM200

Fig.

ACM300 pg

SNMU 13T6ANER L
13T6ANER G
13T6ANER H
13T6ANER FL
13T6ANER FG

® ® e e o ACP100

@0 0 0 0 ACP200 NN

@@ 0 0 0 ACP300 N
® @ @ @ 0 ACK200 ‘HE

® ® @ ® @ ACK300 H‘

SNEU 13T6ANER L
13T6ANER G
13T6ANER FL

13T6ANER FG

XNEU 13T6ANEN W

ONMUOS5T6ANER L
05T6ANER G

ONEU 05T6ANER L
05T6ANER G

A DBBEDBOWONN=S=2AINDNN =2 A

Fig. 3

N

13,5

alaYs

7

6,9
]

B Chipbreaker

FL

Light
cutting

L

Light

—» Good

FG

with
low burr

Edge Sharpness

cutting

G
Low

burr General
design purpose
standard

Heavy
cutting

Edge Strength

@ Attaching Inserts

Insert

Insert Screw

B Spare Parts

High

@ Improved Milling Quality

FG type chipbreakers feature chamfer to minimize burrs and provide excellent

milling qualitiy.

Shim Screw

Shim

chamfer

Octagonal Inserts

Competitor

No burrs

Burrs

FG type inserts with low-burr design enable
high-qualitiy milling with few burrs and little edge

chipping.

Firmly align insert with
supporting face, press down
in the direction of the arrow
and tighten the screw to fix

the insert.

Shim Shim Screw L Seat Wrench Insert Srew Insert Wrench
© (© &)
\ Z, & §\\\ 300
DGCS13R BWO0609F LHO040 BFTX0412IP TRDR15IP

Press down firmly from above

Align with
supporting
faces

Optional

Insert Srew (*)

&
S
&
&

&

BFTX0418IP

*Corners can be changed simply by loosening the screw. (Only suitable for DGC/DGCM types with body size = @ 80 mm).

B Recommended Cutting Conditions (SN_U)

B Recommended Cutting Conditions (ON_U)

iso| Work | Fit- | Cutting Speed | Feed Rate ([))fecpm Grade iso| Work | Fit- | Cutting Speed | Feed Rate (E))feCpLht Grade
Material | ness | v¢ (m/min) ft (min/t) (mm) Material | ness | vc (m/min) ft (min/t) (mm)
General ACP200 General ACP200
Steel © | 150-200-250 |0,10-0,25-0,40| <4 ACP300 Steel © | 150-200-250 |0,10-0,30-0,50| <2 ACP300
Alloyed ACP200 Alloyed ACP200
Steol © | 180-250-350 0,10-0,30-0,45/ <4 | '\ ~50 Steel © | 180-250-350 0,10-0,50-0,50 <2 | A bai
) ACP200 . ACP200
Die Steel | © | 100-150-200 |0,15-0,25-0,35 <4 | s b0 Die Steel | © | 100-150-200 (0,15-0,25-0,30 <2 | ynoo
i ACM200 i ACM200
Stainless | | 160-200-250 (0,15-0,23-0,30| <3 | AGM300 Stainless | 5| 160-200-250 (0,15-0,23-0,30| <2 | AGM300
Steel ACP300 Steel ACP300
ACK200 ACK200
GG+GGG | © | 100-200-250 (0,10-0,25-0,40 <5 | ‘a’ia00 GG+GGG | © | 100-200-250 0,10-0,30-0,50 <2 | s Si300
Min. — Optimum — Max. © Preferred choice O Suitable

siapng Bulii
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"Wave Face Mill”

WGX (M/F) Type

General Milling of Steel and Cast Iron Rake| Radial | 20°-24° 6 mm
B Body — Shell type

Angle Axial 20°-22° ‘ 45°

Fig. 1 Fig. 2 Fig. 3 Fig. 4
DCSFMS DCSFMS
DCSFMS, m7_,‘ me_.‘
o DCB. DCB . 4514 o B 4518
S o, S
% - o o
g g | B :
D1
DC DC
DCX DCX
Cutter body DC 2 160 mm: no inner coolant
B Body
° Type: WGX, Standard PItCh Inner coolant available for DC < @ 125mm
Dimension (mm i
Cat. No. Stock (mm) N @i T Fig.
DC | DCX |[DCSFMS| LF | DCB | D1 D2 | Kww | KDP | cBDP | Teeth | (kg)
WGX 13040 RS ° 40 52 32 40 16 14,0 9,0 8,4 5,6 18 3 0,3 1
13050 RS [ ) 50 62 40 40 22 18,0 11,0 10,4 6,3 20 & 0,4 1
13063 RS ° 63 76 50 40 22 18,0 11,0 10,4 6,3 20 4 0,6 1
7777777 13080 RS o 80 93 55 50 27 20,0 | 135 | 124 7,0 25 4 1,2 1
WGX 13100 RS [ ] 100 113 70 50 32 46,0 - 14,4 8,5 32 5 1,6 2
13125 RS [ ) 125 138 80 63 40 52,0 | 29,0 | 16,4 9,5 29 6 2,8 1
7777777 13160 RS ° 160 173 | 130 63 40 88,0 - 16,4 9,5 29 7 4,5 3
WGX 13200 RS o 200 213 150 63 60 130,0 - 25,7 | 14,0 35 8 7.1 4
13250 RS a 250 263 190 63 60 160,0 - 25,7 | 14,0 35 10 11,2 4
w . .
3 ® Type: WGXM, Medium Pitch
=3
o Dimension (mm i
= Cat. No. Stock (mm) e @i L Fig.
= DC | DCX |[DCSFMS| LF | DCB | D1 D2 | KWw | KDP | cBDP | Teeth | (kg)
= WGXM 13050 RS ° 50 62 40 40 22 18,0 11,0 10,4 6,3 20 4 0,4 1
13063 RS o 63 77 50 40 22 18,0 11,0 10,4 6,3 20 ) 0,6 1
7777777 13080 RS [ ] 80 94 55 50 27 20,0 | 13,5 | 124 7,0 25 6 1,1 1
WGXM 13100 RS [ ) 100 114 70 50 32 46,0 - 14,4 8,5 32 7 1,6 2
13125 RS ° 125 139 80 63 40 52,0 | 29,0 | 16,4 9,5 29 8 2,8 1
7777777 13160 RS o 160 174 | 130 63 40 88,0 - 16,4 9,5 29 10 4,5 3
WGXM 13200 RS [ ] 200 214 150 63 60 130,0 - 257 | 14,0 35 12 7,0 4
13250 RS a 250 264 190 63 60 160,0 - 257 | 14,0 35 14 111 4
® Type: WGXEF, Fine Pitch
Dimension (mm i
Cat. No. Stock (mm) No- @ W g
DC | DCX |[DCSFMS| LF | DCB | D1 D2 | KWW | KDP | cBDP | Teeth | (kg)
WGXF 13050 RS ° 50 62 40 40 22 18,0 11,0 10,4 6,3 20 5 0,4 1
13063 RS (] 63 77 50 40 22 18,0 11,0 10,4 6,3 20 6 0,6 1
7777777 13080 RS [ ] 80 94 55 50 27 20,0 | 13,5 | 124 7,0 25 8 1,1 1
WGXF 13100 RS [ ) 100 114 70 50 32 46,0 - 14,4 8,5 32 10 1,5 2
13125 RS ° 125 139 80 63 40 52,0 | 29,0 | 16,4 9,5 29 12 2,7 1
7777777 13160 RS [ ] 160 174 | 130 63 40 88,0 - 16,4 9,5 29 16 4,5 &
WGXF 13200 RS ° 200 214 150 63 60 130,0 - 257 | 14,0 35 20 6,9 4
13250 RS a 250 264 190 63 60 160,0 - 25,7 | 14,0 35 24 11,0 4
() Figures in brackets indicate values for ONMU inserts.
Inserts are not included.
B Identification Details
I I I I I I
Cutter M: Medium  Insert Cutter Direction  Metric
Series F: Fine Size Diameter
G1 0 @ = Euro stock Q = Delivery on request @ Recommended Tightening Torque (N-m)
O =Japan stock




"Wave Face Mill”

WGX (M/F) Type

B General Features

The Wavemill WGX Type employs unique chipbreaker de-
sign to provide lower cutting resistance and higher quality
surface finishes than conventional tools.

B Series
Type Cat. No. Cutter No. of Teeth
Standard Pitch WGX 13000RS | @40 - 250 3-10
Medium Pitch WGXM 13000RS | @ 50 — @ 250 4-14
Fine Pitch WGXF 13000RS | @ 50 — @ 250 5-24
Endmill Type WGX 13000EW | @ 32 -@ 63 3-5
.. Inner coolant available for DC < @ 125 mm
B Characteristics

@ Stable Cutting
Special chipbreaker designed for WGX enables lower cutting forces.
@ High Quality
Improved run-out precision and unique wiper edge shape ensure excellent surface finish quality.
Optimised chamfer edge reduces burr and edge chipping.
@ Long Tool Life
Features high precision technology that reduces insert run-out variation and a new coating to provide stable and long
tool life.

B Insert Shape Characteristics
Unique wiper edge shape for improved surface roughness

General-purpose
G type chipbreaker

" Optimal nose
radius

for high strength
or high streng Large rake angle and cutting

edge rake angle improves
cutting edge sharpness

i J

Low-burr design
FG type chipbreaker \
A < Optimised chamfer shape

reduces burrs on cutting
surface

B Inserts
Application Coated Carbide Carb,|DLC Fig. 1
High Speed/Light Cut | [ K | 4 <\l N | ==
General Purpose im | QA e | 4 [N] ()@ 3
Roughing P | P K] “ N—=
olo|lololo|Q |2 134
S|lo|lo|loloalel S }
Cat. No. Llaleglgl ss S |Fig.|Fig-2
QlojlojojlOQ|O0 |- |4 ;3(
|| | ||| T | /: 2O
SEET 13T3AGFR-L ool 1 O3
n&Je
SEET 13T3AGSR-L |0 |@ |0 |0 |0 | @ |0 1 ==/
13T3AGSR-G (O |®@ | @ | @ O | ® | O 1 134
SEMT13T3AGSR-L (e |@e|®@ | @ O @ | @ 1 |Fig.3
13T3AGSR-G (@ |[@|®| @ @ @ @ 1 \<§
13T3AGSRH |@ (@ @ o o o @ 1] 31O
SEMT 13T3AGSR-FG| O |@e|@ |0 | @ | @ | @ 2 \ =
XEEW 13T3AGER-WR 6 6 3 18 o
B Recommended Cutting Conditions
. Hardness | Cutting Speed Feed Rate
[ | Spare Parts ISO| Work Material (HB) Vo (mimin) f, (mmitooth) Grade
Applicable Shim Insert Insert Seat General Steel | 180-280 | 150-200-250 0,15-0,20-0,25 ACP200
Shim
Cutters Screw Screw Wrench | Wrench Soft Steel <180 | 180-265-350 0,10-0,25-0,40 ACP200
Die Steel 200-220 | 100-150-200 0,15-0,20-0,25 ACP200
H) ﬁ @ Stainless Steel - 160-205-250 0,15-0,23-0,30| ACM300
e iR
3,0 (vmy Cast Iron 250  |100-175 —2500,15-0,23-0,30| ACK200
Non Ferrous Alloy - 500-750-10000,15-0,23-0,30 DL1000
WGX (-M/F) |WGCS 13R |BW 0507 F| BFTX035121P |TRDR15IP | LH 035
Exotic Alloy - 30 - 50— 80 [0,10-0,20-0,30 ACM300

Minimum-Optimum-Maximum

s1ayng Buiy
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Face Mill

WGC (M/F) Type

General Milling for Steel, Cast Iron & Exotic Material

Fig. 1 Fig. 2 Fig. 3
DCX
DCX DCX
DCSFMS 4>ch';'§'3 DCSFMS
DCB a DCB
S i 9 [ 018
af o & \
el u 3 T u 3 T | w
© | ® __o1016 |
213 w20 310 D1 ©
bC DC
B Body
® Standard WGC - Type
Dimensions (mm i
Cat. No. Stock (mm) No. of | Weight Fig.
DC | DCX | DCSFMS | LF |KWW | KDP | DCB | D2 D1 | CBDP | Teeth | (Kg)
WGC 3032 RS A 32 41 32 40 8,4 5,6 16 9 14 18 4 0,2 1
3040 RS A 40 49 32 40 8,4 5,6 16 9 14 18 4 0,3 1
3050 RS A 50 59 40 40 10,4 | 6,3 22 1 18 20 5 0,4 1
3063 RS A 63 72 50 40 10,4 | 6,3 22 1 18 20 6 0,6 1
,,,,, 3080 RS 80 89 60 50 124 | 7,0 27 135 | 20 25 6 1,1 1
WGC 3100 RS 100 | 109 70 50 144 | 85 32 - = 32 7 1,5 2
WGC 4040 RS A 40 52 32 40 8,4 5,6 16 9 14 18 3 0,4 1
4050 RS A 50 63 40 40 104 | 6,3 22 1 18 20 3 0,5 1
4063 RS A 63 76 50 40 104 | 6,3 22 1 18 20 4 0,6 1
,,,,, 4080 RS A 80 93 60 50 12,4 | 7,0 27 135 | 20 25 4 1,0 1
WGC 4100 RS A 100 | 113 70 50 144 | 85 32 - - 32 5 1,5 2
4125 RS A 125 | 138 80 63 16,4 | 9,5 40 - = 38 6 2,6 2
,,,,, 4160 RS A 160 | 173 100 63 16,4 | 9,5 40 - - 38 7 4,0 2
- WGC 4200 RS A 200 | 213 130 63 | 257 | 140 | 60 - - 35 8 6,6 3
£ @Medium Pitch WGCM - Type
(&)
Dimensions (mm i
E Cat. No. Stock (mm) NG @7 | Rl Fig.
= DC | DCX | DCSFMS | LF | KWW | KDP | DCB | D2 D1 | cBDP | Teeth | (Kg)
WGCM 4050 RS A 50 63 40 40 10,4 | 6,3 22 1 18 20 4 0,5 1
4063 RS A 63 76 50 40 10,4 | 6,3 22 1 18 20 5 0,6 1
,,,,, 4080 RS A 80 93 60 50 124 | 7,0 27 135 | 20 25 6 1,0 1
WGCM4100 RS A 100 | 113 70 50 14,4 | 85 32 - - 32 7 1,5 2
4125 RS A 125 | 138 80 63 16,4 | 9,5 40 - - 38 8 2,6 2
,,,,, 4160 RS A 160 | 173 100 63 16,4 | 9,5 40 = = 38 10 4,0 2
WGCM 4200 RS A 200 | 213 130 63 | 257 | 14,0 | 60 - - 35 12 6,6 3
® Fine Pitch WGCF - Type
Dimensions (mm i
Cat. No. Stock (mm) hE-G7 ) Tk Fig.
DC | DCX | DCSFMS | LF |KWW | KDP | DCB | D2 D1 | CBDP | Teeth | (Kg)
WGCF 4050 RS A 50 63 40 40 10,4 | 6,3 22 1 18 20 5 0,5 1
4063 RS A 63 76 50 40 104 | 6,3 22 1 18 20 6 0,6 1
,,,,,,,,,,,,, 4080 RS A 80 93 60 50 12,4 | 7,0 27 135 | 20 25 8 1,0 1
WGCF 4100 RS A 100 | 113 70 50 14,4 | 85 32 5 = 32 10 1,5 2
4125 RS A 125 | 138 80 63 16,4 | 9,5 40 - - 38 12 2,6 2
,,,,,,,,,,,,, 4160 RS A 160 | 173 100 63 16,4 | 9,5 40 - = 38 16 4,0 2
WGCF 4200 RS A 200 | 213 130 63 | 257 | 14,0 | 60 - - 35 20 6,6 3
B Spare Parts B Structure
Cutter Shim Shim screw | Insert screw Wrench Wrench Shim i
Insert clamp screw clamp screw Shim

ik

S £

WGC 3000 RS - - BFTX 0307 IP |2,0{ TRDR 10 IP -
WGC/-F 4000RS | WGCS13R | BW 0507 F BFTX 03512 1P [3,0| TRDR 15 IP LH035 @® WGC 3000

.--u—l-l"l!||

G1 2 A =To be replaced by new item @ Recommended Tightening Torque (N-m)



45° Approach Face Mill

Face Mill

M Features

@ Suitable for high speed machining v <400 m/min.
@ Tough lightweight cutter body with wide chip pockets for fast metal

removal.

@ Low cost precision moulded inserts give G class performance at

greatly reduced cost.

® Wide range of grades for most workpiece materials - including steels,

irons, high temperature alloys, aluminium’s etc.
@® Improves metal removal rates, flatness, dimensional accuracy, and

surface finish.

WGC (M/F) Type

I o
M Insert SEET,SEMT  SECW XEEW
Application Coated Carbide DLC| Carbide [Ceme{ PCD Fig. 1
High Speed/Light Cut [P] K] [N] [\ [N] N
General Purpose v | I3 [~ [PREN X; h
Roughing Pa | Pa K] [N] (} 5
ololololol o o Y |3
°/S8/88/ 8!8 <| S |5 N
Cat. No. ool | X | x| 2 b 3 | & | Fig.| Applicable Endmill 9,525
Ol OO0 |0 | 2 |IT |~ | | <
| | < | < | < | O|W ||| O
SEET 0903 AGFN-L A A | A | A A A 1
SEET 0903 AGSN-G A | A | A | A A 1
0903 AGSN-N A | A | A | A | A 1 WGC 3000 Type
SEMT 0903 AGSN-L A A | A | A | A 1
0903 AGSN-G A A | A A A 1
SEET 13T3 AGFN-L A | A | A A A A A A 2
SEET 13T3 AGSN-G A A | A | A A A 2
13T3 AGSN-N A A | A | A A A 2
SEMT 13T3 AGSN-L A | A | A | A A 2 WGC 4000 Type
13T3 AGSN-G A A | A | A | A 2 | WGCM/F 4000 Type
13T3 AGSN-H A A | A A A 2
SECW 13T3 AGTN-N-NF 2
XEEW 1373 AGFR-W-NF 3
XEEW 13T3 AGER-W A 3
B Specifications B Chip Breaker System ® Cutting Edge Geometry
Approach angle: 45° L type G type H type
Axial rake angle: + 20° ~ +22° N type: no chipbreaker @ at 2w 159
(+20°) ; ; [ ;
Radial rake angle: - 20° ~ - 24° 8 )
0.03 mm (-10°~-19°) S H type for heavy cutting
’ J;‘_\\ E)
'\:}.’ § G type for general use N type
L type for light cutting
—__ Max. depth of cut: 6 mm
(4 mm) )
P Toughness of Cutting Edge ——>»
0,02 mm 7
Run-out with M class () shows WGC 3000 type
insert SEMT13T3
. Recommended CUttlng Condltlons (Vc :m/min’ ft =mm/t00th) (min._ optimum — maX.)
Insert Type SEMT 13T3 AGSN-G
Grade
Low Low Stainless steel : i
Ma\{gcr)irakl carbon | Alloy steel | Die steel | carbon | Alloy steel | Die steel - — Castiron Dut(;;|le Cast iron Du;:ple
Type steel steel austenitic | martensitic casHion castiion
V¢ |100-250-400] 80-220-280 | 80-150-250 | 80-200-370 | 70-150-250 | 60-130-220 |120-180-240/100-140-200]220-270-450/150-180-250,180-220-270/130-160-220
X\éig_ggﬂo/g:) f¢ |0,1-0,25-0,4/0,1-0,25-0,4| 0,1-0,2-0,3 |0,1-0,25-0,4|0,1-0,25-0,4| 0,1-0,2-0,3 | 0,1-0,2-0,3 | 0,1-0,2-0,3 |0,1-0,25-0,4|0,1-0,25-0,4|0,1-0,25-0,40,1-0,25-0,4
ap 1,0-3,0-5,0 1,0-3,0-5,0 1,0-2,0-3,0 1,0-3,0-5,0 1,0-3,0-5,0

siapng Buiiy
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Face Mill

UFO / UFOF Type

General Milling for Steel, Cast Iron & Exotic Material

B Specifications

el
N

—

b~ —_ ﬂ'{;‘:

Approach angle: 45°
Axial rake angle: +27°
Radial rake angle: -7°

(-10° for @ 50 and @ 63)
max depth of cut:

5,0 mm (UFO 4000 type)

7,0 mm (UFO 5000 type)

B Body
Stock Dimensions (mm Max. i
Cat. No. (mm) A Depth of ATl Fig.
R| L | DC | DCX |[DCSFMS| LF DCB | KWW | KDP | CcBDP | Teeth Cut (Kg)
UFO 4050 R/L-S [ 50 74 45 50 22 10,4 6,3 20 4 1,3 1
4063 R/L-S [} 63 86 50 50 22 10,4 6,3 20 5 1,6 1
4080 R/L-S ° 80 103 ”760 50 27 12,4 7,0 25 5 2,1 1””
UFO 4100 R/L-S ° 100 122 75 50 32 14,4 8,5 29 6 2,9 2
4125 R/L-S [} 125 146 75 63 40 16,4 9,5 29 7 5,0 4,2 2
4160 R/L-S ° 160 180 | 100 63 40 16,4 9,5 29 9 6,6 3
UFO 4200 R/L-S [ ) 200 220 130 63 60 25,7 14,0 32 1 9,5 4
4250 R/L-S a 250 270 | 300 63 60 25,7 14,0 40 13 14,8 4
UFO 4315 R/L-S a 315 335 240 80 60 25,7 14,0 40 15 26,6 5
UFO 5080 R/L-S [} 80 102 ”760 50 27 12,4 7,0 25 5 2,1 1””
- UFO 5100 R/L-S ° 100 119 75 50 32 14,4 8,5 29 6 2,9 2
g 5125 R/L-S [} 125 143 75 63 40 16,4 9,5 29 7 4,2 2
tz 5160 R/L-S ° 160 177 | 100 63 40 16,4 9,5 29 9 7,0 6,6 3
é UFO 5200 R/L-S [} 200 217 130 63 60 25,7 14,0 32 11 9,5 4
= 5250 R/L-S m} 250 267 ””200 63 60 25,7 14,0 40 13 14,8 4””
UFO 5315 R/L-S m} S5 332 240 80 60 25,7 14,0 40 15 26,6 5
Fig. 1 Fig. 2 Fig. 3 Fig. 4 Fig. 5
BD
BD BD BD BD DCSFMS
DCSFMS DCSFMS DCSFMS DCSFMS 01778
o DCB o DCB 2 66,7 2101,6 2101,6
< W e KWW % DCB 214 %J:&B, 218 % DCB <9184322
mt i X|Kww X|Kkww ‘ x o
Bl 8 sl ah &
g ! At S it S 5
213
220 (=i - r v Y
DC bCc DC DC DC
H Spare Parts B Structure
Cutter Locator Insert block
Insert block Double
Insert \ screw
4050-4063 | UF4KR/L |S-UF 4 SRIL @ Locator Insert clamp
4080-4315 UF4KR/L | UF4SR/L UFTW R/L o, i
5080-5315 | UF5KRIL | UF5SRIL W
Cutter Locator clamp Double screw Wrench T
- Double
{9 screw o
Locator @/
40504063 clamp
4080-4315 UFKW R/L WB7-15T TT 25
5080-5315
G1 4 @ = Euro stock Q= Delivery on request
O = Japan stock




27° Super High Rake Multi Purpose Mill

Face Mill

M Features

® 45° approach face mills

® 27° super high rake multi purpose cutter for outstanding productivity milling
steels, irons and alloys
® Substantially improves metal removal rates on low powered machines

® Differential pitched inserts guarantee smooth cutting action
® Rigid body incorporates carbide locators and HSS shims resulting in
extremely low run out

B Body (Fine Pitch Type)

UFO / UFOF Type

Stock Dimensions (mm Max. i
Cat. No. (mm) No. of | pepth'of | YOI | Fig.
R| L | DC | DCX |[DCSFMS| LF DCB | KWW | KDP | CBDP | Tee Cut (Ka)
UFOF 4080 R/L-S ° 80 103 7”60 50 27 12,4 7,0 25 6 2,1 1
UFOF 4100 R/L-S ° 100 122 75 50 32 14,4 8,5 29 8 2,9 2
4125 R/L-S ° 125 146 75 63 40 16,4 9,5 29 10 4,2 2
4160RLS | ® 160 | 180 | 100 | 63 | 40 | 164 | 95 | 29 12 50 66 | 3
UFOF 4200 R/L-S a 200 220 130 63 60 25,7 14,0 32 16 9,5 4
4250RLS | O 250 | 270 | 300 | 63 | 60 | 257 | 140 | 40 20 148 | 4
UFOF 4315 R/L-S a 315 335 240 80 60 25,7 14,0 40 24 26,6 5
M Insert
) E Fig. 1 (Grades: ACP_, ACK_) Fig. 5 (Grades: ACP_, ACK_)
Grade Coated Carbide % |Uncoated Carbide oV v
S "’)2( s % o o =
. R Ve T LA & Vo B NI o =
High Speedi/Light Cut ] k| = LN S Ay v a
%, /. - (<)
General Purpose EA & (PPl <N« 1270 |3.97 15,875 4,76 =3
— -l ? @
Roughing ZA A Fig. 2 Fig. 6 @
glglgigs . g e IRl
— < B S | > |
Cat. No. % % g % % S z w w Fig. %, - )
<|<|<|<|x P 20| T | 1270 ~ 15,875 4,76
§ SFKN12T3 AZFN [ BN ) ® O 1(2) Fig. 3 " Fig. 7
o
=] ; S
= 12T3 AZTN ® o o ® O 2 ) = I /\ of |
3| SFKR12T3AZTN |0 |0 3 N \NE - )
Q !
> | UW12500R o4 1210 E 0SS | | 4700
SFKN 1504 AZFN e 0 o) 5(6) Fig. 4
=) @RR
o] 1504 AZTN o o o o 6 o %
- N
(] &® g
2| uw 15500R o7 Ay e

B Recommended Cutting Conditions

(ve =m/min, fy=mm/tooth) (min.— optimum — max.)

Work Material|  Low ) Low _ Stainless steel . Ductile . Ductile
carbon | Alloy steel | Die steel | carbon | Alloy steel | Die steel Cast iron h Cast iron h
Insert Type steel steel austenitic |martensitic castiron cast iron
UFO (.F V |100-250-400| 80-220-280 | 80-150-250 | 80-200-370 | 70-150-250 | 60130220 |120-180-240| 100-140-200 |220-270-450 150180250  180-220-270 130160220
400(0 ) fi |0,1-0,25-0,4/0,1-0,25-0,4| 0,1-0,2-0,3 |0,1-0,25-0,4/0,1-0,25-0,4| 0,1-0,2-0,3 | 0,1-0,2-0,3 | 0,1-0,2-0,3 |0,1-0,25-0,4/0,1-0,25-0,4/0,1-0,25-0,4|0,1-0,25-0,4
ap 1,0-3,0-5,0 1,0-3,0-5,0 1,0-2,0-3,0 1,0-3,0-5,0 1,0-3,0-5,0
V¢ [100-250-400 80-220-280 | 80150250 | 80-200-370 | 70-150-250 | 60130220 |120-180-240|100-140-200| 220-270-450 150-180-2501180-220-2701130-160-220
Ul;go((_)':) fi |0,1-0,25-0,4/0,1-0,25-0,4 0,1-0,2-0,3 |0,1-0,25-0,4/0,1-0,25-0,4| 0,1-0,2-0,3 | 0,1-0,2-0,3 | 0,1-0,2-0,3 |0,1-0,25-0,4/0,1-0,25-0,4|0,1-0,25-0,4|0,1-0,25-0,4
ap 1,0-4,0-7,0 1,0-4,0-7,0 1,0-2,0-5,0 1,0-4,0-7,0 1,0-4,0-7,0
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Face Mill

DNX / DNXF Type

T Approach angle 65°
General Milling for Cast Iron and Steel Axial rake angle +5°
Radial rake angle  : -6°
Fig. 1 Fig. 2 Fig. 3 Fig. 4
DCX DCX
box e DCSFMS DCSFMS
. 9 Fl DCB DCB DCB
S Rav g Woel4 1518
2 K ¥ . B (I e o, %25
5 . gl LT arg LT
© (, 4 o 5 3 | Y 8% | u
© (S : !
o D1 w67 | | T 01016 |
DC_ DC D1 D1
DC DC
B Body
@ Standard DNX - Type
Dimensions (mm) No of Max. Weight | ..
. No. Depth Fig.
Cat. No Stock 56 [ bex |pesFMs| LF | DCB | D1 | kww | KDP | CBDP | Teeth | DR | (kg) | F19
DNX 12080 RS ° 80 88 | 60 50 | 27 - 124 | 7,0 25 | 6 1,2 1
DNX 12100 RS ° 100 | 108 80 50 | 32 46 | 144 | 85 29 1,6 2
12125 RS ° 125 | 133 80 63 | 40 56 | 164 | 95 29 80 28 2
12160 RS ° 160 | 168 | 100 | 63 | 40 88 | 16,4 | 95 29 10 ’ 4.4 5
DNX 12200 RS Q 200 | 210 150 | 63 | 60 | 130 | 257 | 14,0 35 16 8,0 4
12250 RS m} 250 | 260 180 | 63 | 60 | 160 | 257 | 14,0 25 20 12,2 4
@®Fine Pitch DNXF - Type
Dimensions (mm) No of Max. Weight :
. No. Fig.
Cat. No Stock e [ bex |pesFms| LF | DeB | D1 | kww | koP | cBDP | Teeth | ofRM | (kg) | F19
DNXF 12080 RS ° 80 88 | 60 50 | 27 - 124 | 7,0 25 | 8 1,2 1
E, DNXF 12100 RS ° 100 | 108 80 50 | 32 46 | 144 | 85 29 10 80 1,6 2
3 12125 RS ° 125 | 133 80 63 | 40 56 | 164 | 95 29 ' 2,7 2
£ 12160 RS ° 160 | 168 100 | 63 | 40 88 | 164 | 95 29 12 4.4 3
=
B First Recommendation: DNX DNX / DNXF
14,0 -
€ 12,0+ 65°
£
& 100+~ PWC(F) gmm
= goL Wiper width = 1,2 mm
38
g 6,0 - Max. depth of cut: 8 mm, Approach angle : 65°
£ 6
a 40 Cutter Type Diameter Range Characteristics
| DNX(F | - General purpose
2.0 (F) DNX 12000 RS 280-@250mm |~ o0 bitch type
0 | | ] ]
01 02 03 04 DNXF 12000RS | @ 80-@160mm |- Sonerel purpose
Feed Rate : fi (mm/tooth) P yp
B Spare Parts B Identification Details
Cutter Insert Screw |Insert Wrench| Locator |Clamp Screw| Wrench
® % Q DNX F 12 080 R S
X 4d) S
@ 80— 160 BETX0412 1P| TROR15 IP - _ _ Cutter  Fine Insert Diam.  Cutting ~ Shell
@ 200, @ 250 DNXK12R |_BX0515_| LHO040 type  pitch  size direction — type

G16

® = Euro stock
O = Japan stock

Q= Delivery on request

@ Recommended Tightening Torque (N-m)




B Features

® Small inserts with 8 cutting edges

® Economic by double-side usage

® Excellent grade for cast iron machining

® Optimised geometry for best results in cast iron

® Special inserts for steel machining

Ml Insert
Application Coated Carbide Fig. 1 Fig. 2 Fig. 3
High SpeediLight cut O G Type H Type SH Type
General Purpose N < B ] .
Roughing e | P [K] AV 5 &S
ol ol o of| o AN - %EJ
QN3 2 8 8.
Cat. No. o | ol x| | X |Fig 12,7 12,7
| G| O] ©O| ©
< <€) <) <] < Cutting edge Flat land Flat land
SNMT 1205 ZNEN-G [ ] OoO| ® | O 1 i
1205 ZNEN-H ° o|le|e]2 —] - | — ]
1205 ZNEN-SH [ e o o 3

G Type : For general purpose
H Type : For heavy machining
SH Type : For steel machining

. inserts
ative NS .+ edges
e Ned h 8 cuttlng hining

o Inserts il

el mac
- applicable o ¢

for

B Advantage of SH-Type when Steel machining

G Type

4

-

Chip packing causes
higher cutting forces !

B Recommended Cutting Conditions

SH Type

i

edw

Smooth chip evacuation
reduces cutting forces !

(Ve=m/min, fi=mm/tooth) (min.— optimum — max.)

. Cutting Speed Feed Rate
ISO Work Material Hardness (HB) Ve (m/min) f, (mmitooth) Insert Grade
Carbon steel 180-280 150-175-200 0,10-0,15-0,20 ACP200
Alloy steel 180-280 150-175-200 0,10-0,15-0,20 ACP200
Grey cast iron (GG) 250 150-225-300 0,10-0,20-0,30 ACK200/ACK300
Ductile cast iron (GGG) 250 150-225-250 0,10-0,18-0,25 ACK200/ACK300
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Milling Cutters

Wave Radius Mill

WRCX Type

High Durable Mill with Polygon Inserts

Grades for Steels, Cast Iron and Aluminium

M Features

The "Wave Mill” WRCX type is a new multi purpose milling cutter for face milling, slotting,
helical boring, plunging and profiling. Its unique design features 16 corner polygon inserts and
a durable cutter body manufactured from high tensile alloyed steel protected by a hard
surface treatment. Insert rigidity is maximised via close tolerance seat pockets and centre
clamped using a torxscrew . Choose from a variety of insert grades such as our award
winning Diamond like Carbon DL 1000 capable of high feed machining aluminium, our
uncoated H1 grade suitable for non-ferrous metals or our new ACP/ACK grades for steels
and irons.

B Advantages @ Durable cutter body — Special alloyed steel with hard surface.
@ High feed cutting — Optimised pitch and high number of cutting edges
@ Excellent chip removal — Wide pocket and integral coolant hole
@ Maximum rigidity — Rigid clamping of inserts with TORXPLUS screw

@ Wide application range — Carbon steels, alloy steels, stainless steels, high temperature alloys,

diemould steels, aluminiums, non-ferrous metals etc

M Insert
Application Coated Carbide rscelse Dlamond fo. 1
High Speed / Light cut | [ K| <N N | 77N\ LRE
General Purpose FAEAE <] [N] é () ) o
Roughing Pa | Pa ]
818/8|8 8 S |Dimensions (mm)
Cat. No Lo e L% 8 Fig. QRRLCSLE ic s
T 212121218 = g IC |RE| S Endmill
Fig. 2
QPMT 120440 PPEN o/ o o0 o .0 1 WRCX/-F 9
120440PPEN-H (| © (| © (@ [ @ | @ 12 |7 |4,76 12000 RS
QPET 120460 PPFR-S e | o 6,0 2
: _F/- RE
QPMT 160660 PPEN e o 000 60 ) V\q%gz)((/) ';/SX ( I} o
160660PPEN-H | @ | @ | ® o | ® 16| |65 7/
QPET 160680 PPFR-S o | o 8,0 2
: S
QPMT 200670 PPEN oo o oo 0|70 68| 1 2\6V0FE)C0);<FS = <>
200670PPEN-H | @ (@ (@ | @ | @ sl

QPMT... : Standard 16 cornered polygon type
QPMT...-H: Stronger cutting edge type

@ Anti-Vibration Type

QPET...-S: Polished round insert for non-ferrous material

(Paired Sets for Vibration Free Machining)

Application Coated Carbide {ncoated) Dlarmond Fo. 1 NG
High Speed / Lightcut | | k] H O 08 N o e
General Purpose AL <1 [N] = ]
Roughing PP [K] ?
o |lo|o|lo | o f f IC o 15,
Cat. No. = RE|SE g DO (M) g, | Appicatle | N

212|212 |2| x| a|C|RE|S Endmill cP =

QPMT 160608 PPEN e o o o o 16 08|65 1 WRCX/-F/-X N
160608 PPEN-CP | @ | © © © @ ’ ’ 3 16000 RS Z
QPMT 200608 PPEN e o o o o 20 108165 1 WRCXF =1

200608PPEN-CP | @ | ®© © © @ ’ ' 3 20000 RS

The combination of different
inserts in a staggered
formation varies the cut
depth and eliminates
vibration when feed rate is

f<0,15 (IC =16 mm)
or
f(<0,2 (IC =20 mm).

G1 8 ® = Euro stock

Q= Delivery on request

® Chip Formation
08 Anti-v_ibration Type| Standard Type

CP [y G‘\ g
CP and 08 §§%;8 ; :

type inserts

are . . Work Material: ~ 50C

used in pairs Cutting Data: ft=0,1mm/tooth, a, =7 mm
Insert Size: IC =20 mm

@ Recommended Tightening Torque (N-m)



Wave Radius Mill

H Body

Fig. 1

BD

Fig. 2

DCSFMS

KDP

=< KDP

BD

DCSFMS
DCB

| kww

Fig. 3

WRCX Type

Axial rake angle:
Radial rake angle:

-3°
0°

CBDP

CBDP

siapng Bulii

* Note Fig.3 for DCX=160 : Coolant cap (CCAP-160) with 4 screws (BX0620) and wrench
® Standard WRCX Type (THO50) is available seperately.
i i Helical . .
Cat. No. Stock |-—— szl R R0 9f | Boring |Ramping Weight giq
DCX*| DC | BD |DCSFMS| LF* [KWW| KDP |DCB| D2 | D1 [CBDP B stangara | Omax. | (KQ)
WRCX 12040RS | @ | 40 | 28 | 36 36 40 | 84 [ 56| 16 | 9 | 14 | 18 4 68+11 | 10° | 0,2 | 1
12050RS | ® | 50 | 38 | 46 40 40 | 10,463 | 22 | 11 | 18 | 20 4 88+11 | 7° 0,3 | 1
12052 RS | ® | 52 | 40 | 48 40 40 | 10,463 | 22 | 11 | 18 | 20 5 92+11 | 6°30' | 0,3 | 1
12063RS | ® | 63 | 51 | 59 40 40 | 104 |63 | 22 | 11 | 18 | 20 5 | 1M4+11| 5° 04 |1
12080RS | ® | 80 | 68 | 76 55 50 |12,4| 7,0 | 27 |135] 20 | 25 6 | 148+11| 3°30' | 0,9 | 1
WRCX 16063RS | ® | 63 | 47 | 50 50 40 [10,4]63 ] 22 [ 11 | 18 | 20 3 [110£15] 8° 04 |1
,,,,,,,,,,,,,,,,,, 16080RS | ® | 80 | 64 | 70 | 55 | 50 |12,4| 7,0 | 27 |135| 20 | 25 4 |144£15| 5°30' | 0,8 | 1
WRCX 16100RS | @ | 100 | 84 | 90 70 50 |144|85 | 32 | - | 46 | 32 5 |184+15]| 4° 13 |2
16125RS | O | 125 | 109 | 115 80 63 | 16,4 95| 40 | - | 52 | 38 5 |234+15| 3° 24 |2
® Fine Pitch WRCXF Type
i i Helical q q
Cat. No. Stock [ S WETEIETS ([ NO. OF | Boring | Ramping | Welght g
DCX*| DC | BD |DCSFMS| LF* |KWW/| KDP |DCB| D2 | D1 |[CBDP| Teeth | j5'cindara| Omax. | (KQ)
WRCXF 12050RS| O | 50 | 38 | 46 40 40 [ 10463 22 | 11| 18 | 20 5 88+11| 7° 03 |1
12063RS| O | 63 | 51 | 59 40 40 | 10,4 |63 | 22 | 11 | 18 | 20 6 | M4+11| 5° 04 |1
WRCXF 16052RS| @ | 52 | 36 | 45 45 40 [10,4] 63| 22 | 11 [17,7] 20 4 88+15| 10° | 0,3 | 1
16063RS| ® | 63 | 47 | 50 50 40 | 10,463 | 22 | 11 | 18 | 20 4 | 11015 | 8° 04 |1
,,,,, 16080RS| ® | 80 | 64 | 70 | 55 | 50 |12,4| 7,0 | 27 |135| 20 | 25 5 |144+15| 5°30' | 0,8 | 1
WRCXF 16100RS | @ | 100 | 84 | 90 70 50 | 14,4185 | 32 | - | 46 | 32 6 |184+15| 4° 13 |2
16125RS | @ | 125 | 109 | 115 80 63 | 16,4 | 95| 40 | 29 | 52 | 29 6 |234+15| 3° 24 |1
16160 RS| ® | 160 | 144 | 150 | 100 63 |164] 95 | 40 | - | 93 | 29 8 |304+15 | 2° 40 |3
“WRCXF 20080RS| ® | 80 | 60 | 68 | 55 | 50 |12,4] 7,0 | 27 [135] 20 | 25 5 [140+18] 7° 07 [ 1
WRCXF 20100RS| @ | 100 | 80 | 88 70 50 | 14,4185 | 32 | - | 46 | 32 6 |180+18| 5° 11 |2
20125RS| ® | 125 | 105 | 113 80 63 | 16,4 | 95| 40 | 29 | 52 | 29 6 |230+18| 3°30' | 2,3 |1
20160 RS | ® | 160 | 140 | 148 | 100 63 |164] 95 | 40 | - | 93 | 29 8 |300+18| 2°30' | 3,9 |3
® Extra Fine Pitch  WRCXX Type
i i Helical q q
Cat. No. Stock " Dlmer:smns (mm) No. of Boring Rl |l Fig.
DCX*| DC | BD |DCSFMS| LF* |KWW/| KDP |DCB| D2 | D1 |CBDP| Teeth | j5'cindara| Omax | (KQ)
WRCXX 16080RS| ® | 80 | 64 | 70 55 50 |12,4| 70 | 27 |135] 20 | 25 6 | 144+15| 5°30' | 0,8 | 1
16100RS| @ | 100 | 84 | 90 70 50 |14,4| 85 | 32 | - | 46 | 32 7 | 184+15| 4° 1,3
*Note :  When using CP type anti-vibration inserts / IC = 16, please change above dimensions: DCX*+0,3 & LF*+0,15mm

In case of anti-vibration inserts / IC = 20, please change above dimensions:

B Maximum Rotation (min') for Non-ferrous cutting
when using QPET Insert

Cutter Insert Cat. No.
DC (mm) |QPET10...S | QPET12..S | QPET16...S
25 28.000
32 25.000
40 22.000 15.000
50 20.000 14.000
63 18.000 13.000
80 16.000 12.000
100 10.000
125 9.000
160 8.000
B Spare Parts
Cutter Screw Screw
S e /
WRCX 12000 BFTX 0409 IP|3,0 | TRDR 15 IP
16052-16100 BFTX 0511 IP|5,0
WRCXFEX 612516160 BFTX 0513 IP|5,0 TROR 20 1P
WRCX/-F 20000 BFTX 0615 IP|5,0 | TRDR 25 IP

[
Ramping (Slant Milling) | |
L

DCX*+0,4 & LF*+0,2mm

B standard

B Recommended Cutting Conditions

2B standard :
(see tables)

+03/+04

40,15/ +02

O max: (see tables)

Material| Carbon steel Alloy steel Stainless steel Cast iron Non-ferrous
(ex. C40 ~ C50) | (Below HRC40) |(ex. X10CrNiS18-9)|  (ex. GG20) material
DCX 0
(mm) ACP100, ACP200 | ACP100, ACP200 | ACP200, ACP300 | ACK200, ACK300 |  DL1000, H1
40 ~ Ve | 100-160-200 | 100-140-180 | 80-120-160 | 80-120-160 | 200-500-1000
80 | fi 0,2-0,4-0,6 0,2-0,3-0,4 0,1-0,2-0,3 0,1-0,2-0,4 0,1-0,3-0,4
100 ~ Ve | 150-200-250 | 100-160—200 | 160-180-200 | 100-150-200 | 200-500-1000
160 | fy 0,3-0,4-0,6 0,1-0,3-05 | 0,15-0,2-0,3 | 0,1-0,15-0,2 | 0,2-0,3-0,6
[Ve = m/min, fy= mm/tooth] [min.— optimum — max.]
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Wave Radius Mill
RSX Series

Milling Cutters

G20

B Characteristics

B Features
The Wave Radius Mill RSX Series enables stable ma-
chining even when using equipment with low clamp
rigidity thanks to its body design achieving excellent
cutting performance and rigidity.
In addition to the ACM Series for stainless steel and
exotic alloys two grades have been added:
ACP200 grade for steel machining and

ACK300 grade for cast iron machining.

Handle an even wider range of milling needs with the
RSX(F)08000 and RSX(F)20000 types.

Smooth cutting action and low vibration machining provided based on the high rake angle design and high rigidi-
ty body.

High reliability achieved with ACM100/ACM200/ACM300 adopted for exotic alloy machining.

ACP200 for steel and ACK300 for cast iron enable stable machining in a wide range of applications.

B Series
Image Series Insert G s External Diameter (mm)
9 Size St @20|@25|@32|040 | 350 | @52 | @63 |66 |80 |@ 1003 125/ 160
Shank Type 08 |RSX 08000ES (] ® |
Standard 10 10000 ES [ ] ® |
.2; m 12 12000 ES °
e 08 |RSXFO08000ES | e | ® | | [ | T 1 T . T T 1.~
Fine Pitch| 10 10000 ES e | o | |
12 12000 ES °
Shell Type 10 |RSX 10000 RS e (o @ | | |
12 12000 RS o o | 0o | e e e @
! ":'-‘% Standard |-{% 16000 RS ° P ®
e 20 20000 RS e | o
i ’ 10| RSXF 10000 RS e o | e
. 12 12000 RS o o | o | 0| 0| e @
g Fine Pitch| —3g 16000 RS ° o o
20 20000 RS e | o
Modu|ar Type 08 RSX 08000 M [ (] ® |
Standard 10 10000 M [ ] ® |
12 12000 M e | o
08 | RSXF 08000 M e o @ | | 1 o oo
Fine Pitch| 10 10000 M e | o | |
12 12000 M e | o

B Cutting Performance
® Tool Life Comparison (Fracture Resistance)

® Cutting Resistance Comparison

RSX

Competitor A
Competitor B

0 1 2

3

Cutting Distance (m)

® Cutting Vibration Comparison

Vibration Amplitute

RSX

Competitor A

Competitor B

M Principal Force
M Feed Force
M Back Force
3.000
2 2.500
[0}
2
5 2.000
@
$ 1.500
14
D
£ 1.000
5
O 50
0
RSX Competitor A Competitor B
Work Material:  X5CrNiS1810
Tool: 50
Cutting Data:  vc = 200m/min, f; = 0,5mmit,
ap=2,0mm, ae= 10,0mm,
Wet

@ = Euro stock
Q= Delivery on request




B Low Cutting Resistance, Less Vibration

Low cutting resistance and low vibration machining
have been achieved with super high rake angle de-
sign + high rigidity body.

High rake angle design Asignificant increase in back metal thickness

Highly durable body

R-shaped pocket

Bl Stable and Long Tool Life

Work < >
Material |Wear Resistance Fracture Resistance
|
P 45 ACP200
A ACM100
M ACM200 VY
A _ACM300
i
K| ACK300
A ACM100 /
B /ACM200
£ ACM300 /
Coating Type: v CVD A PVD
‘ /A ACM100/ACM300 ‘
60 New SuperZXCoat » -_'f
& 50 L Supe\r‘Q( Coatt’
g L 2 Coat. A \‘\
E, 30 —C)\TiCN_nAlC’\? N \
g 20 i TINI ‘\ 1 1 1
600 800 1000 1.200
Starting Temperature for Oxidation (°C) ~ Cross Section
of Coating

New Super ZX Coat

The product series with a coating film hardness approxi-
mately 40 % higher and an oxidation onset temperature
200 °C higher than conventional products.

Enables machining at least 1,5 times faster and more
efficiently than conventional products.

A product life at least twice as long as that of conventi-
onal products achieved under the same machining con-
ditions.

Bl High Operability

Ease of corner control has been achieved with the
adoption of a unique positioning mechanism that is
highly precise and highly operable.

Contact area

Locator

Insert size of 12 and 16 mm uses a maximum of 8 corners
and an insert size of 10 mm uses a maximum of 4 corners.

Along life ensured with the adoption of the ACM series
and significant improvements have been made in pro-
cessing exotic alloy and stainless steel machining.

| 7 AcMm200 |

© Coating hardness|

& | Super FF Coat 30% ncrease.

» 501 Coating surface

8 roughness AlO3
g a0l 50% reduction.

T

2 L

§ Conventional Coatin TCN
S 20 90

Q I I 1 1 <

= EF . Substrate

0,05 0,10 0,15 0,20

TICN Surface Roughness Ra (um) ~ Cross Section
of Coating

Super FF Coat

Smooth coating surface provides excellent adhesion
and chipping resistance.

Improved coating adhesion strength.

Harder than conventional coatings with hugh impro-
vements in wear resistance.

High speed, high effiency machining of more than 1,5
times than of conventional grades possible.

Achieving more than double the tool life of conventional
grades under the same cutting conditions.
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Wave Radius Mill

RS X(F)10000112000/16000/20000RS

Milling Cutters

G22

Milling of steel, stainless steel, cast iron and

. Radial| —5° 5 mn‘J 6 mr’rJ 8 mry 10 my
exotic alloys ol 10°
(10000RS)  (12000RS) (16000RS) (20000RS)
B Body — Dimensions
Fig. 1 Fig. 2 Fig. 3
o i
KWV DCB
KWW 4-914
o ato
5 2/9 2l
© 8 | N © w
I N s}
0
D1 D1
DCX DCX
B Body
® RSX...RS, Standard
Dimensions (mm) No. of | Weight )
Cat. No. Stock X [DCSFMS| LF | DCB | KWw | KDP | CBDP | D1 D2 | Teeth | (k) | 9
RSX 10040 RS ° 40 34 40 16 8,4 5,6 18 14 9 4 0,2 1
10050 RS ° 50 40 40 22 10,4 | 6,3 20 18 1 5 0,3 1
10052 RS ° 52 40 40 22 104 | 6,3 20 18 1 5 0,4 1
RSX 12040 RS ° 40 32 40 16 8,4 5,6 18 13,5 9 3 0,2 1
12050 RS ° 50 40 40 22 10,4 | 6,3 20 18 1 4 0,3 1
12052 RS ° 52 40 40 22 10,4 | 6,3 20 18 1 4 0,3 1
12063 RS ° 63 40 40 22 10,4 | 6,3 20 18 1 5 0,4 1
12066 RS ° 66 55 50 27 124 | 7,0 25 20 14 6 0,7 1
12080 RS ° 80 55 50 | 27 124 | 7,0 25 20 14 6 1,0 1
RSX 12100 RS ° 100 70 50 32 144 | 85 32 46 2 6 1,4 2
RSX 16063 RS ° 63 50 40 22 10,4 | 6,3 20 18 1 4 0,5 1
16080 RS ° 80 55 50 | 27 124 | 7,0 25 20 14 5 0,9 1
RSX 16100 RS ° 100 70 50 32 144 | 85 32 46 - 6 1,3 2
16125 RS ° 125 80 63 40 164 | 95 29 52 29 6 2,6 1
'RSX_ 20080 RS ° 80 55 50 | 27 124 | 7,0 22 20 14 4 0,9 1
RSX 20100 RS ° 100 70 63 32 144 | 8,0 32 46 = 5 1,8 2
20125 RS ° 125 80 63 40 16,4 | 9,0 29 52 29 6 2,6 1
20160 RS ) 160 130 63 40 16,4 | 9,0 29 90 5 7 47 3
® RSXF...RS, Fine Pitch
Dimensions (mm) No. of | Weight .
Cat. No. Stock X [DCSFMS| LF | DCB | KWw | KDP | GBDP | D1 D2 | Teeth | (kg) | 9
RSXF 10040 RS ° 40 34 40 16 8,4 5,6 18 14 9 5 0,2 1
10050 RS ° 50 40 40 22 10,4 | 6,3 20 18 1 6 0,3 1
10052 RS ° 52 40 40 22 104 | 6,3 20 18 1 6 0,3 1
RSXF 12040 RS ° 40 32 40 16 8,4 5,6 18 13,5 9 4 0,2 1
12050 RS ° 50 40 40 22 10,4 | 6,3 20 18 1 5 0,3 1
12052 RS ° 52 40 40 22 10,4 | 6,3 20 18 1 5 0,3 1
12063 RS ° 63 40 40 22 10,4 | 6,3 20 18 1 6 0,4 1
12066 RS ° 66 55 50 27 124 | 7,0 25 20 14 7 0,7 1
12080 RS ° 80 55 50 | 27 124 | 7,0 25 20 14 7 0,9 1
RSXF 12100 RS ° 100 70 50 32 144 | 85 32 46 S 10 1,3 2
RSXF 16063 RS ° 63 50 40 22 10,4 | 6,3 20 18 1 5 0,4 1
16080 RS ° 80 55 50 | 27 124 | 7,0 25 20 14 6 0,8 1
RSXF 16100 RS ° 100 70 50 32 144 | 85 32 46 - 7 1,3 2
16125 RS ° 125 80 63 40 164 | 95 29 52 29 8 25 1
16160 RS =] 160 130 63 40 164 | 95 29 88 - 10 48 3
'RSXF 20080 RS ° 80 55 50 | 27 124 | 7,0 22 20 14 5 0,9 1
RSXF 20100 RS ° 100 70 50 32 144 | 8,0 32 46 - 6 1,8 2
20125RS ° 125 80 63 40 16,4 | 9,0 29 52 29 7 2,6 1
20160RS ) 160 130 63 40 16,4 | 9,0 29 90 - 9 46 3
M |dentification Details
RSX 12 040 R S
| I I |
Cutter Fine Pitch  Insert Cutter Cutting  Metric
Series Type Size Diameter  Direction

® = Euro stock
O = Japan stock

Q= Delivery on request

@ Recommended Tightening Torque (N-m)




B Various Machining Use
Various types of processing, such as mould engraving, slant milling and helical processing.

Wave Radius Mill
RS X(F)10000112000/16000/20000RS

‘ Helical Milling ‘ ‘ Ramping ‘ ‘ Recommended Values for Helical and Ramping
Helical Milling Use at a° or lower Helical Taper
< oD . Insert Cat. No. | Cutter Work Diameter Rzmpling
‘ JV @DC | \jin, Optimal @| Max. ue("rﬁfx)
% RDET10...
< Work Diameter
oD -
Center uncut portion cannot
. JW be removed by traverse cut- RDET12...
% ting with the same cutter.
= Work Diameter
‘ “F ‘ RDET16...
1 Center uncut portion can be
removed by traverse cutting
% with the same cutter. RDET20...
B |nserts
Application Grade
High Speed/Light Cut 4
General Purpose % % % % 8 ﬁ% E
Roughing EALK] b o &) E
Cat. No $/8/8/8/8/2™"  Applicable o022 seoue
S el%12131319 s Cutters
<| < |<|<|<]|(C) Cutting Edde C Secii
RDET10T3BMOENG |® | ® @ | ® | ® 10 (3,97 utting Edge Cross Section
10TSBMOENH |@e | ® |®@ | ® [ ®| 10 |3,97 RSX(F) 10000RS
RDET1204MOENG |®@ | ®© | ®@ @ @ | 12 (476 — / /
1204MOEN H o o 0 o o 12476 RSX(F) 12000RS
RDET160GMOENG | @ |® | @ |® '@ |16 |65 oo cycooone G-Type  H-Type
1606MOEN H ® ® ® ® o 16 65
RDET2006MOENG |® | ® @ | ® | ® 20 (65 MO: IC is metric
2006MOENH |O | @ | ® | ®@ |® 20 |65 RSX(F) 20000RS
B Spare Parts
Wrench
Applicable
Cutters
RSX(F) 10000RS BFTX03584I1P 3,0
RSX(F) 12000RS TRDR15IP BFTX0409IP 3,0
RSX(F) 16000RS TRDR20IP | BFTX0511IP 5,0
RSX(F) 20000RS TRDR25IP | BFTX0615IP 5,0

B Recommended Cutting Conditions

Min.-Optimum-Max.

) Hardness Cutting Speed Feed Rate

I1SO Work Material (HB) " (r'?ﬂmin) f (mmit) Grade
n Carbon Steel 180-280 100-160-200 0,20-0,40-0,60 ACP200
Alloy Steel 180-280 100-140-180 0,20-0,30-0,40 ACP200
Cr Ferritic 200 150-180-200 0,15-0,25-0,35 ACM300
Stain- | Based Martensitic 200-330 80-120-180 0,15-0,25-0,35 ACM300
M | less CrNi Austenitic 200 150-180-200 0,15-0,25-0,35 ACM300
Steel Based Austenitic, ferritic 230-270 80-120-180 0,15-0,25-0,35 ACM200
Precipitation hardening 330 60-100-160 0,15-0,25-0,35 ACM200
Cast Iron 250 80-120-160 0,10-0,30-0,40 ACK300
Heat resistant alloy | Ni based material 250-350 20-30-40 0,10-0,20-0,30 ACM100
Titanium Pure Titanium (Rm 400) 60-80-100 0,10-0,20-0,30 ACM200

a + B alloy system (Rm 1050) 40-50-60 0,10-0,20-0,30

siapng Buliin
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B General Features

The Sumi Dual Mill DFC type employs cost effective
double-sided inserts for high toughness

and enhanced accuracy.

The double-side inserts are flexible and reduces
costs.

B Large Line-up

@ Diameter from & 25 mm to @ 200 mm

@ Available as standard, fine and extra-fine pitch
@ Bore diameter: metric

® Insert geometry: L, G, H

B Cutter Body

Type Cat. No. Diameter (mm) No. of Teeth Image
Shank Standard Pitch DFC 09000 E 3 25-0 80 2-5
= H14 || Medium Pitch DFCM 09000 E & 32— 80 3-7
Standard Pitch DCF 09000 RS 3 50-@ 200 4-8
Shell Medium Pitch DFCM 09000 RS @ 50— 200 5-12
Fine Pitch DFCF 09000 RS @ 50— 200 6-16

B 90 Degree Accuracy

Work material: Carbon steel Cutting conditions:
Ve =200 m/min, ft= 0.1 mm/t
ae=5.0 mm, ap = 5.0 mm x 3 passes

14 DFC Comp.B  Comp. A DFC

12 —_ 12pm Broken Broken Broken

- 02
10 Comp. B
25um
) 045

; / /
. £
Comp. C =0
i 24um S
2 0,05
0]
-20 0 20 40 0 .
[ 5 10 15 = 25 2 5
Shell type: 63 mm Number of passes (1 pass = 0.30 mm)
B Suitable Applications
Face milling Shoulder milling Slot milling Side face milling

N

624 ® = Euro stock




B New Insert Design Provides Excellent Machining Accuracy

- The new insert design separates the location area and cutting edge producing an optimized solution.
- Machining accuracy is comparable to single sided inserts provided the DOC is less than 3 mm.
- The SEC-Sumi Dual Mill design, equips the user with a highly stable cutter for high feed machining

applications.

® Chipbreaker Selection Map ® Inserts
54 Cat. No. REO,4|RE0,8 RE1,2|RE1,6
<
L XNMU0606__PNER-L [ [ [ ) [
XNMU0606__PNER-G | @ [ [ ) [
XNMU0606__PNER-H | @ [ [ [
[
3
&
2
%) B
Strength high
Work Material Steel, Cast Iron
L type G type
Chipbreaker v
Feature Low cutting force General purpose Strong edge

Cutting edge geometry

30°

m

~.20°

Application

Light cut, low rigidity milling and

reduced burrs

Main breaker for general purpose

Roughing, heavy interrupted and

applications hardness steel milling

B Stable and High Cutting Performance Combined with High Toughness

- The excellent cutter performance offers efficient machining, enables high feed rate capability.
- The new insert construction provides extremely accurate edge to edge indexing whilst the location
area offers high security and stability.

-~

ap: 6 mm

Max. Depth of cut

accuracy!!

Only cutting edge is optimized
for excellent machining

supporting area.
Therefore precise re-
3 - positioning of inserts!
(a)Upper view of SEC-Sumi Dual Mill
DFC type insert

Wear

Cutting edge
o §uﬁnoﬁin5a7ea_ =
Cutting edge

Q)Side view of SEC-Sumi Dual Mill
D

FC type inserts

Wear does not reach the \

(c)Side view of existing
double sided insert _/
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Sumi Dual Mill

DFC(M/F) 09000RS Type

BOdy - She” type Radial _9° Max. ap: 6 mm
Axial -5°
Fig.1 Fig.2 Fig.3
DCSFMS
DCSFMS DCSFMS 266.7
lDCB o [DCB a lm
Ki 2. <KW | 4-p14
%I% o o ‘
m| < TN [m] Q
(&) — — m w m '
'\ (&) — O \ w
! 0 QQ\ T —
D1 D1 (o)
DC DC D1
DC
B Body — Dimensions
® Sumi Dual Mill DFC type, Standard Pitch
Dimensions (mm) No. of | Weight | .
Cat. No. Stock ) Fig.
DC |DCSFMS| LF DCB | KWW | KDP | CBDP | Df D2 | Teeth | (kg)
DFC 09050RS [ ] 50 41 40 22 10,4 6,3 20 18 11 4 0,3 1
09063RS [} 63 50 40 22 10,4 6,3 20 18 11 4 0,5 1
09080RS | ° 80 | 55 50 27 | 124 | 7 | 22 | 20 | 14 | 5 | 10 | 1
DFC 09100RS (] 100 70 50 32 14,4 8 26 46 - 6 1,4 2
09125RS (] 125 80 63 40 16,4 9 29 52 29 7 2,8 1
09160RS | ® | 160 | 130 63 40 | 164 | 9 | 29 | 90 | - 8 | 46 | 3
DFC 09200RS a 200 150 63 60 25,7 14 35 135 - 10 57
- ® Sumi Dual Mill DFC type, Medium Pitch
S
= Dimensions (mm i
S Cat. No. Stock (mm) AL G| B Fig.
= DC |DCSFMS| LF | DCB | KWW | KDP | CBDP | D1 D2 | Teeth | (kg)
= DFCM 09050RS [ ] 50 41 40 22 10,4 6,3 20 18 11 5 0,3 1
09063RS [ ] 63 50 40 22 10,4 6,3 20 18 11 6 0,5 1
77777777777777 09080RS e 80 | 55 | 50 27 | 124 7 22 20 14 7 0,9 1
DFCM 09100RS [} 100 70 50 32 14,4 8 26 46 - 8 1,4 2
09125RS [ ] 125 80 63 40 16,4 9 29 52 29 11 2,7 1
77777777777777 09160RS e 160 | 1