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Turning Inserts Overview /

:; Cemented carbide and cermet inserts
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Threading inserts
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Geaneral pitch thread
External thread Internal thread
D.5~5 0.5~5
AZEE AZBE

British taper plpe thread
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Exfernal thread Internal thread
11~28 11~28
AZ99 AZEY

Turning Inserts Overview /

Whitworth thread
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L 8

External thread Intemal thread
g§-18 B8-19
AIGT AZGT

American taper pipe thraad

e &L

'/;bg.h‘ hand type shown IS0 metnc thread
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_— ' o
N External thread Internal thread
P ... 0.5-8 0.5-8
Fage AZ94 AZES
Fight hand type shown Unified thread
» -
b+ External thread Internal thread
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Fuge AZOE AZBE
-'wmwm IS0 metric thread
hreading
insarts with PP
chipbreaker
External thread Internal thread
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Fuga A3D1 A3D1
f m hand type shown Unifed thread
o External thread Imemal thread
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ﬁgﬂmmm 150 metric thread
Thick i
threading
insert > tilﬂl l & £ n I
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s 058 05-6
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“ghthandtpesown  Unified thread
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b External thraad Internal thread
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British taper pipe thread
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General pitch thread
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[British taper pipe thread
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External thread Intemal thread ./
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\ Turning Tool Holders Overview

( Tool holders for external turning )
D-type t:lam;:mg system

|DELHII.|TI. I DDJNR/L - DSBNR/L DTGNR/L ﬁ DVVNN ' DVJNR/L I DWLNR/L

w 85" 75" e T 95"
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P -type clamping system
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- =
75* 45* 75
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A153

M -type clamping system
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i ’ | z

I | & F
W 75" 62°30° T5°

Pul Al54 A155 A156 A15T AlSE A158 A160

MDPNN 4 MSBNRL _
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" | 1 | 1 | | 4
Aegrach 48° 80° 93° 93° 91° ;
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S-type clamping system
scnf.:ml. ] scl.cn.rl.

[ SDNCN I SVJBRIL I
62°30° e

"r;“' ap° 95°
A18E A1T0 A1T1 AlTZ A173 AIT4 A1TS
‘SVVBN I SVVCHN ’ SVJCRIL - SSBCR/L S5DCHN I SSKCR/L
’w"'* 72°30° 75° ' ' :
l'u- A176 mn ms A1T8 A180 A1B1
'STACRIL [ STFCRIL STGCRIL RIL

H:;Ch mn 91‘ Hn
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\ Turning Tool Holders Overview

( Turning tool holders for internal machining )

P -type clamping systam
PCLNRIL : POPNRIL PDUNRIL ' ly PTEFNRIL I rm.uml.
Approach  gpo B2°30" 93° 95°
m A104 A185 A198 mar ma Al89

S-type clamping system

y al:}ncn.rl. | SDUCRIL I 5::? SSKCRIL

:
i
E

"“’“"" 95° 10?“3[!' 75° 10?"30
PIF AZ00 A AZ02 A203 A4 AZ05 AZ06
’5\"3 SVQBRIL : SVUBR/ ? SCLPR/L : SDAPR/L ﬁ Sw STUPRIL 1
“""“"" 83° 10730 ¥
Pege  AZOT AZ0B ﬁm A210 Mﬂ A2 A213
SCFCRIL | SCLCRL I
| —F)'
AESES 902 95°
Page  A214 A215
Damping tool holders
SﬂLl‘i'l‘.” snn;nﬁ/ﬂ SDUPR/L ETUPFI.I'LM

™
A 85° 107°30° 93° a3°
Fagr  A217 A218 A28 AZZ0
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( Parting and grooving tools )

(QECORIL ﬁ QECDRIL ' QXODRIL I QECSRIL I QECISOON | [aFoORL
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g
= g L.
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é ;
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2
Pm .R'.*?E
( Threading tools )
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p .
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General Turning Inserts /

General turning inserts overview
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Feature | Shape of insert

| Recommended chipbreaker for finishing of P-type

=
gm ;

- mild steel
i Double-sided chipbreaker with M-level tolerance has
loutstanding perfprmance in finishing, achieving good

surface guality.

BaopE AeB

9
:
£
8
i
|
3

{ aplmreia &

| Recommended chipbreaker for finishing of P-type

tr‘( oef
i

|

- materials

The curved edge angle ensures the strength of the culting

i gdge, effectively reduces the cutting resistance, and the
| special chipbraaker design can ansure the chip contral

performance in the finishing range.

- P4V S

N -
[ P
[ '

18- - p—
lr P i
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1@ pefhiccsbacsfocdasqd
] '

o : H Himrmiri
a1 83 &3 0d &5
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' Recommended chipbreaker for finishing of P-type

ooy

| materials

! Double-sided chipbreaker with M-level tolerance has sharp
| edges, which can effectively cut off stainless steel and avoid
: adnering and surface hardening, achieving high surface

For finishing

310 pa=

£

4
LR 'CHJEM'!'

ey Cuting wdge i 3 - x z "

s [~ ,-::ﬁ?f’ ey
it R 'Recommended chipbreaker for finishing of M-type
! . = - materials
LA wose | Double-sided chipbreaker with M-level tolerance can prevent

M i 10 { wear and harding to achieve high machining precision and
P o o5 | good surface quality.
i Hramyr} l.'+_ o
L 5 Culingedge | ﬂ 5:_;} 0
) Brand new recommended chipbreaker for M-type
e o105 - material finishing

| Sharp large rake angle design reduces cutling resistance
iwith a good machining surface quality, The unigue
: chipbreaker structure realizes goed chip control and reduces

SN

B & s

B G 0% H '
' P 1% | Gutting heat
il ¥
'Recommended chipbreaker for M-type material
[ universal finishing
agmeta. o : o oM | G-level tolerance, High dimensional and repeatable positioning
S SR e "3 | accuracy can be obtained. Special design of the rake face
i : ] ross | Structure ensures the strength of the insert meanwhile greatly
G i 24 T N o n : reducas the cutting resistance. Advanced technology for
i 10 foqr-middaad | edge treatment process and coating post-treatment ensure
g 1 i Ihemn 8 { | machining parts with excellent surface finish,
B -V -4 -V Y-
i i i ' Recommended chipbreaker for finishing of S-type
i _“:“:“:“:" " gmamria!s.
5 o Gl e M ' Double-sided chipbreaker with E-level tolerance can prevent
E i 19 ---Ej ok T i wear and harding 1o achieve high machining precision and
i 08 fon et d.oies i i good surface quality.
I S S ] b | T
a ®0F 0 01307 0 :b mw A
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Negative inserts with hole |

\ General Turning Inserts

General turning inserts overview

a
-

&1 0 &3 04 &5

Nrremfr|

! which ensures good performance for machining highly
| adhesive alloy steel.

| s B A A
. W - A e L
| ﬁ, - ——— é

iapmen| 5.0

'Recommended chipbreaker for semi-finishing of

—
ok chipbreaker "o Recommended cutting - Grippreaker profe Feature | Shape of insert
o oo | Recommended chipbreaker for finishing of S-materials
E :* : Boglw 'L{'T\/" | E-level double side chipbreaker with excellent sharp type
£ i L5 e o ey s [ Mo  edge. High positioning accuracy, light cutting force, which
E ] E i 1o | 1 is recommended chip breaker for S-type material general
= T . ﬁ_/ | finishing.
| T i ' ' ] R
E O sz AN Cufing e30 ' ‘
e Recommended chipbreaker for semi-finishing of
! . : P-type matarials
] i o | Special cutting edge struclure, 1aking into account cutting
] i i e | sharpness and insert sirength, the newly designed chipbreaker,
! M ! 1ope- i to ensure the chip control performance in the semi-finishing
| naf- range.
| SoiA=-o
d: ER&nummﬁndnd chipbreaker for semi-finishing of
| apimen] S 0 —— P-type materials
i L R | Double-sided chipbreaker with M-level tolerance produces
i 3 i mse | small cutting forces and has large chip breaking range,
i 3
L.

For semi-finishing

-

| , 2 | P-type materials
i “ L) : Double-sided chipbreaker with M-level tclerance has higher
i nese | SrEngth of cutting edge than chipbreaker DM. It is suitable
M 28 0= i for semi-finishing under unstable working conditions as well
i 16 1 b-_{ 7 | as machining cast irmﬂ small cutting forces.
R H 3 — [ A F.
DT 07 03 e u: il AR ke *{a- ,r'" E_'.___{ ‘f’il“u - -"F'-\"'
i ' Brand new recommended chipbreaker for M-type
Laptrenia 0 e | material semi-finishing
! 14 T | M-leval tolerance. Double positive rake angle take into
M i " ; nose | Account the sharpness and strangth of thie lool tip. Suitable
i a3 i for efficient machining of stainless steal in intermittent
o ik . v | working conditions.
R - Y Y - Y
' Recommended chipbreaker for semi-finishing of
b | S-type materials
s ﬁ"r\___,...f | Double-sided chipbreaker with M-level tolerance keeps high
Mot | precision after inserts are fumed, with good capability to

Krmmry

| prevent wear and hardening to achieve higher machining
; efficiency than chipbreaker NF,

[ ] ul| uI:- n-t;l ul4 [ %] ~i g H A
‘Recommended chipbreaker for semi-finishing of
i ey . o35 | M-type materials
i PN P L T A a"f—']’:.____,_/— | Double-sided chipbreaker with M-level tolerance can
' Food Host | golve the processing problems such as chip breaking and

M i ! ETITTYTY I ot adhering of stainless steel, achieving higher machining

R 8 F:"'I:;/ ' efficiency than chipbreaker EF.

o l— Hmmry Cuttng adge

a1 & 03 0L OE

ByBA<s2~A
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General Turning Inserts /

For semi-finishing

I

E Single!
Deable sida

For roughing

Light-load roughing

e

Feature | Shape of insert

Recommended chipbreaker for M-type material
‘universal machining

i M-level tolerance. Reasonable chipbreaker design realizes
i good chip control. Sharp rake angle effectively suppresses
 burr generation.

i Ta
i i i
.
;w«-r 5 i

All round i

AFperpefeyungungnn

Adf--

Fa

| From semi-finishing to roughing of P-type, M-type K-
| type materials

| Double-sided chipbreaker with M-level tolerance has good
| cutting edge strength and wide application,

Tt
[
—I

D R Double- Eu,m___!' &
side i
1720 F

7

: Recommended chipbreaker for light roughing of
| P-type and K-type materials

Double-sided chipbreaker with M-level tolerance is the first
i choice for light roughing, can achieve high evacuation rate
: and effeiency of cutting edge.

B8

-~

-

Single-
side

{apimenlng g

1) T B R

a0 p

o

]

Recommended chipbreaker for light-load roughing
{ of P-type materials

| Single-sided general chipbraaker with M-lavel tolerance,
! has wide chip breaking range and sharp cutting edge is
! designed with inclined angle. which enables it to cut lightly
| and easily and control the chip flow direction. Chip-leaded-
i stages can reduces the contact area with chips, 3o that
i heat can easily be dissipated.

BB A

3

iaginmian 0

ap

&0 feew-

i

g.
i

3
j

o5

(
g

| Recommended chipbreaker for roughing of M-type
. materials

: 3ingle / double-sided chipbreaker with M-level lolerance
‘has good capacily of impact-resistance. It is designed
i to achieve balance between secunty and sharpness of

sy | the cutting edge, and it can achieve high efficiency by
apireen] 206 el | preventing the problems of adhering and high cutting heat
U T R iw a3 | when roughing stainless steel,
izd k-
B i =
. DoBEA
an - " —61 {
&
Cutting g
R & Recommended chipbreaker for roughing of P-type
i R E s . materials
el ft ‘_[r\ ' Single-sided chipbreaker with M-level tolerance has high
hio Mese | secunty of cutting edge, which can achieve high feed rate
sof- X i and low cutting forcas at great cutting depth and high feed
] £ | rate
L TR i
H I M—— - —  TTTR
U o204 06 08 te m"ﬂ'ﬂﬂﬂ_-n f'_." g [@
53 d ez ey
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Hn_gaﬂve inserts with hole

J

\ General Turning Inserts

General turning inserts overview

For roughing

Singho-

a

:

-

Heavy-load machining

Cast iron machining

Preci-
m H

Recommended cutti
parameters N ;mﬂmmi

ssfasbssdasdsad

=t

DoF 0! 0ED0Y 035

Feature | Shape of insert

| Recommended chipbreaker for S-type material high
- effeiency roughing

i M-level double-sided chipbreaker perfectly combines
: sharpness and strength of the culting edge, with small
i cutting resistance and high edge strength can effectively
i reduce groove wear, SNR is recommended chipbreaker for
: high depth roughing of S- matenals.

' 7 4 T

. Recommaended chipbreaker for heavy load machining
 of P-type materials

| Mlevel single-sided chipbreaker with strengthen cutting edges,
| high safety and excellent plastic deformation resistance under
! high metal removal rate,

BoBA

Single-

HPR

L
(=N
o

Recommended chipbreaker for heavy-load
i machining of P-type materials

g

2 34 De DA

At I - - - Single-sided chipbreaker with M-level tolerance, strong cuting

I 2 e i edge, Mulli-stages chipbreaker ensures the flowing of chip

i WL e b e nose  and heal dissipation of insert. It is suitable for machining under
M i D B ot i i i unstable and relatively bad working condition, especially for

i Ny R, . 1|'{""‘.; u {extenal roughing of workpiece with a rough oxidized surfaces.

A S YT | Euling sdgn |

! ' Universal chipbreaker for K-type material machining

1 aad I 9 ar 1

o N T I i i M-level tolerance. High edge strength, excellent impact

R e e e B fo  resistance and stable performance, which is suitable for cast
M PET S e SO Nose | iron material finishing to rough machining occasions

4 i H : e i

i 14 == "

B2 08 Do Gp

 For cast iron machining

| Double-sided chipbreaker with M-level tolerance has high
| cutting edge strength. It can overcome infenor faciors such
: a& Imtettruption and vibration, atc. whan machining cast
Hiron

Y- AN YO
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General Turning Inserts /

- 1]

LAY

Feature | Shape of insert

| Recommaended chipbreaker for precise boring inserts
! G-level tolerance, sharp culting edge and small nose
| radius, il can effectively reduce the vibration in machining
: and is suitable for boring and external tuming,

™

For extra finishing

i apimmiz

First choice for finishing with high requirements on
' chipbreaker

o

lf:i
Ie
_f

§
§

i T U] i
1 ] T . | G-level tolerance, it is the first choice for precise fnishing
G | .  due to its excellent performance on chip breaking,
as T L]
o e B & B <=
Recommended chipbreaker for finishing of P-type
P o - materials
. 3 =5 | The curved edge angle ensures the strength of the cutting
{ howm | edge, effectively reduces the cutling resistance, and the
M i i special chip breaking groove design can ensure the chip
B i controd performance in the finishing range.
r a Wi 7 I
T TI IR mﬂw;a’ e
1 - #
| . Chipbreaker for faishing with wide application
g R W ot | M-level telerance, it s suitable for internal and external

§1'n'r5hing of various materials such as steel and cast
Liran

——

For finishing

&4 b

et
3

j

=
-

§
§

3

-
"

;Sf
§

éRecammand&d chipbreaker for finishing of M-type
- materials

| M-level tolerance, it has sharp cutling edges and is sutable
i far cutting adhesive materials such as stainless steel, soft
! steel, atc.

‘Recommended chipbreaker for M-type material
- universal finishing

| G-level Iolerance. High dimensional and repetitive positioning
accuracy can be obtained. Unique vibration-damping
i chipbreaker design realizes good surface quality even when
i machining long and thin shaft pars.

S8A <

DRI OEDY @

iy

ke

g I|
§

;
§

'Recommended chipbreaker for finishing S-type
' materials

| E and G-ewvel tolarance and sharp cutting edges, it is suitable
: for intemal and external finishing of high-temperature alloy
| matedials.
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\ General Turning Inserts

General turning inserts overview

Feature | Shape of insert

'Recommended chipbreaker for S-type material
. general finishing

E G-lavel tolerance, for inner hole fnishing of S-type
| materials.

| Recommended chipbreaker for semi-finishing of
| P-type materials

{ Special cutting edge structure, taking inta account cutting
‘sharpness and inseart strength, the newly designed
i chipbreaker, to ensure the chip control pedormance in the
: semi-finishing range

N - N ﬁnnnm "
e [=L-d-P-% o

gchiphmakarfor semi-finishing with wide application

2
¢
E{
5
B
8

w3 | i
Em st P anf - - : M-level tolerance, it is suilable for internal and external
i M : semi-finishing of materials like steel, cast iron, elc.

! = M i ?: I e ] ] 012 i

- 14 pk . v . A i ra— '\.( A
! A I N R S | / -
- T g E A
i { Recommended chipbreaker for semi-finishing of
j im0 — i o3 | M-Type materials
" NOE A : TT:_/ | M-level tolerance, it has higher hardness of culling edge
M P %ese | than EF and can achieve higher eficiency.

: 1 E
i i i
PR el .
i L " e H
L T W 8 A <

‘Recommended chipbreaker for M-type material

e | universal machining
i® {LF/‘ | Mevel tolerance. Reasonable chipbreaker design realizes
MHiose

i good chip control. Sharp rake angle effectively suppresses
: burr generation.

: i 01 |
i i i ey
. LR Cuting edge |

- Recommended chipbreaker for semi-finishing of

| M-type materials
D ow i M-level tolerance, it is suitable for profle machining
'y v | matarials like steel, cast iron, et

i i H LE T
B4 05 08 0 i

General chipbreaker for roughing
i M-bevel toleranca, it is suitable for both intermal and external

“"‘gru"_/ i roughing of materials such as steel, stainless steel, cast
i Hess | iron, edc.

L _‘ : "II- " mw ‘_r I-. -
nl' ;‘:- D.:I u‘4 ulll B IJH. y -l----{ *h_lh-_‘- w

For semi-finishing

0

1apimemlyg g

an

For roughing
)

&0fF
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General Turning Inserts /

General turning inserts overview

___Positive inserts with hole

) LR
b fmmm ]
! . '
1 1
M 40 pesfunnanfanannd
s i
. o ; : ; 7 "
0204 04048

s Ee Bl -
‘Chipbreaker profile © Feature | Shape of insert
| Universal chipbreaker for K-type material machining
R . M-level tolerance. High edge strength, excellent impact
vt | resistance and stable performance, which is suitable for cast
Moss | iron material finishing o rough machining occasions.
[ E

Special
chipbreaker oimnine 0

ag
an

F e
=
) B

For roughing

| Recommended chipbreaker for heavy machining of
| P-type materials

i Single-sided with M-level tolerance, it has good cutting
edge strangth with high security. It is the first chaice for
profie roughing,

©

=
|
i

ey

Recommended chipobreaker for S-type material
high effciency roughing
M-leval toberance, for inner hole roughing of S materials,

m ":"‘-I af

fimrmiri

Br Bl Al sads

-t | Chipbreaker for machining of Al alloy

i i Glevel tolerance, large rake angle and clearance angle
i make the cutting edge sharper, ensuring easy and fast
wtung while remaining effective chip breaking.

{S‘T\/ O TE b

o i‘\_ G el
E I rap
S

N
;E “or
u_ 1 14

- ok
'

o103 03 &4 08

i
Hmmiv |

Sp-et:m chipbreaker for machining of Al alloy

1 i G-level tolerance, large rake angle and polishing treatment

ion surface, it can effectively prevent built-up edge and
 achieve high workpiece surface quality while maintaining
i long life.

’LP—’F'Q ""i“ A @

_v‘—-“r
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A32

Application instruction for general turning inserts

General Turning Inserts

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

ap A

2.0

1.8

1.6

1.4

1.2

1.0

0.6

0.4

0.2

4 Chip breaking range

ap(mm)

2.0

Case i8]
Insert: CNMG120408-DF 24
Toolholder: PCLNL2525M12 12
Workpiece material: 45" steel 0.6+
Cutting speed: 200m/min el

D.05 0.10 015 0.20 0.25 0.30 Hmrmirev)

ke sodobads
_ 4 L] =y
AR ETYRa S
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New turning







_~HPR

New _generati6n_ of =
roughing chipbreaker




achieves hioh ©

Grade for stainless
steel machining

'YBM153

30T
tting stainless stee! uoﬁdmn
peed under good WO

8e
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tchnfce for cu
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'1 “ i ! I ;! :l | : | 3 Guide to select turning tools /
]

“———— How to select general turning inserts

/ How to select general turning inserts \

M Turning inserts list
& Turning inserts listed according to shape

& Sequence of listed inserts:
*»Megative inserts (with hole = without hole)
* Positive inserts (with hole — without hole)

» Sequence of listed chipbreaker

For finishing = For semi-finishing = For roughing = For heavy cutting = Without chipbreaker=
Through chipbreaker Selecting grade according to workpiece material and working
—* condition

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

workpiece maternial

23 Good working condition: maching works well and stably, There are high

requirements for dimensional precision of components and quality surface.

.‘;__- Mormal working condition: machine works normally. There are carain

requiremenis for dimensional precision of components and surface quality.

(=) Badworking condition: machine works with bad stabiity. There are high
Main category requiremenis for metal evacuation rate

of products

Paositive or negative
inserts

g L e e a'.lg mm

“,. — ﬂl- OOOeHT CRTET =]
= * i" S i o SEaa ol
[ ] 8= o
l g - - n ) -
Shape and dimensions — == =
L: Cutting edge length . 2= s,
5 ing Tiow . = = i
IC: Diameter of inscribed circle || : b | [ [ -E%Ei%%;%%égiiuiﬁg* i Grade
5: Thickness Tl cendcrmocacal Bicd il ELI LSO B B % B med -5 [
D1: Hole diameter B st 5
RE: Nose radus o iy i i G
KE o u-laf LI IR - #
mw e 'I" LA RN -
E".&"".‘!‘E’.‘.'. euimrfan|emjonl _Goe B W 1]
TYpe :—m: :: :: :: ::- ] :: . - « Size
. il | as .'I‘ - ]
LE ] 1 L1 - - &
L] am|um | ] " W
[ e | ar | am | wa | um &
@E:.m' kIl 50 = T 0T sl Stock
: ] LARUT LR BEE ] Lt ] -
Ewldisoiinim | 40 .'ﬁﬁ [E RS L]
NG BONEFE | PR v R | TR O - *
el Ko ) EE3 R IR *
e A ey i s immpies s umeemed—e ([lustration of stock
e Lo o " I - e
L dcial L] aria Al -
— " Reference page of
tool haolders = Recommended cutling parameters
Py . Chipbreaker selection reference
Application of inserts Grade selection reference
Shape Insert code key
Insert chipbreaker
Chipbreaker code

A22



General turning inserts overview

Application instruction for general
turning inserts

General turning inserts

General turning inserts code key

Metric-inch comparison table for general
turning inserts

Cemented carbide and cermet inserts ¢

MNegative inserts

Paositive inserts

TURNING

General turning inserts >

A24-A30

A31-A4T

A48-A122

A4B-A49
AS0-A51

AS2-A122
AB2-A04
ABS-Al122

A23



General Turning Inserts

N

Application instruction for general turning inserts

i Chip breaking range reference for general turning inserts \

MNegative inserts

Cutting depthimm) Cutting depth{mm)
11.0 11.0
10.0 ] ] 10.0
HPR \
8.0 e i et 5 80
7.0 7.0
6.0 6.0
5.0 50
A0 f 40
3.0 30
2.0 20
1.0 1.0
0
01020304 0506 07 08091011 1.2 01 020304050807 0809
Feed rate(mm/rev) Feed rate(mm/rev)
P Workpiece material: 45" steel P Workpiece material: stainless steel (1Cr18Ni9TI)
Cutting depth{mm) Cutting depth{mm)
6.0 50
5.0 40
4.0
3.0
3.0
20
2.0
1.0 1.0
g 01 02 03 04 05 06 0 01 02 03 04 05
Feed rate{mm/rev) Feed rate(mm/rev)
P Workpiece material: 45" steel - Workpiece material; stainless steel (1Cr18NiaTi)

A31
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O -LC inserts are designed with a special
chipbreaker. Large rake angle and clearance
angle make the cutting edge sharper, ensuring
easier cutting while remaining effective chip
breaking.

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

) The G-class tolerance of insert, higher
Repeated Position Accuracy, at the same time,
it can effectively aveid the vibration during the
machining process.

-LC and -LH chipbreaker characteristics and machining range

Optimized inclined angel
makes controlling the
chipping flow direction
valid.

-LC chipbreaker can be useéed in machining of pure Al, while -LH chipbreaker can not

-LC chipbreaker expand the chip breaking range of Al alloy machining.
Aglmen) Pure aluminum Aglmm) & aiminum alloy
50 a0
LM 45
40 40
as5]. A5
a0 an
25 25
20 20
s e
1.0 10
08 . o s " e
0.1} D a1
a = e - o =
0 005010150202500035 0404505 f ey 0 00501 0150202500036 0404505 fmayn

Workpiece material: Pure aluminum

chipbreaker for aluminum

Smooth connection of
insert nose and cutling
edge makes rake face
smoother.

BAting eedrnstecs esolinn._ £e0-2m._ESD.Snmis
‘ 3 3 _ﬁ
2T T N
Chips
Surface guality

-LC chipbreaker ‘ Similar products from overseas manufacturers
B -LH chipbreaker is more suitable for machining aluminum alloy in condition

of large cutting depth and high feed rate.

W-LC chipbreaker is more suitable for machining aluminum alloy in condition

of small cutting depth and low fead rate.

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



for

wy ™2

S7
ﬂa‘i such as Stﬂfnlas* 5::;;

Inserts meat the requirements of machining
intensively adhesive materials. Impact resistance of
5 cutting edge is improved in addition to sharpness,

S —— which makes it suitable for semi-finishing and

Rake angle and indined angle are specially designed for intarmittent machining of adhesive matenals such as

intensively adnesive stainless steel and high-plasticity austenitic stainless steel, alc.

materials which are hard to be machined. Sharp cutting

edge enables it to cut lightly and easily and achieve good

surface quality by well controlling chip breaking. It is

espacially suitable for finishing thesa kinds of materials

Specially designed double rake
angle with wide land achieves
balance betweean edge security
and sharpness, and effectively
reduces cutling resistance and
WEAT 0N Qroove.

Numbear of machined paris / Number of machined paris /

Cutting edge Cutting edge
-~ -
12 0
10
8 Machining external of valve
[ Machining end surface of valve 25 Machining exiemal of valve
{imermittent machiningl ‘Warkpieca diameatarB9mm
4 Workpiece diameter, 135mm Retating speed 635pm
Rotating spaed:350rpm Feed rate-0.15mmir
] Feed rate:0.25mm'r Cutting dapth: 1.0mm
Cutling depth:1.5mm
0 20

GI20408EM A company CHMGT
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Chipbreaker
for finishing

{ Unigue nose design and sharp cutting edge lead to

{F‘ small cutting resistance and effectively reduce vibration
@ of the tool halder.

s
i

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

. improve machining quality.
=

{ Special treatment on insert's surface can reduce the
possibility of chips adhering to the rake face of insert.
Good performance of chip breaking and chip flowing

-.\ ensures improved surface quality of workpiece.

{'_j By adopting excellent grade, it is suitable for extra
finishing of various materials.

s




SHNiTbased[Superalloy;h

Ap (mm)
A

Feahres ef NiHoased
. ~snR)

(! High cutting resistance (containing a large amount

of alloying elements, severe hardening, great plastic 2 | N
deformation; - |;ﬁﬁ1 J
1 | b 4

3 High cutting temperature; (\NE)

) Severs wear of inserts. 0 *= F (mm/fr)
005 01 0415 02 025 03 035

-NM for semi-finishing -SNR for high efficiency roughing

should have tough and sharp insert nose, smooth rake -NF for finishing -NGF for general finishing

Chipbreaker for machining of Mi-based suparalloy

face and proper inclination angle.

<

— s R Chipbreaker for roughing with large depth of cut

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

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

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

breaking performance but also can effectively improve edge strength.



Chipbreaker for General Finishing

fi

() Proper inclination angle design, sharp cutting edge, small cutting
resistance;

1 E-level tolerance of insert, high clamping accuracy, proper
chipbreaker width, good chip breaking performance, excellent surface
quality;

) Special edge treatment, high wear resistance.

{J) The chipbreaker have smooth surface and smooth chip guide.

{0 The cutling edge is specially treated, strong and sharp, with high wear
resistance.

{2 -NF chipbreker large front angle design. combined with edge inclination
and special edge design, sharp cutting edge, small cutting force.

{3 -NM chipbreaker double front angle design, combined with special chip
cutting groove design, high cutting strength, good chip breaking.
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iinnoyationjofgmachinin

YEM153 | Coating 4

& CVD coating with advanced ultra-fine
technology, greatly improves weaar resista
« Thanks to special treatment on Iransition layer, mul
coating are combined firmby. -
o The exceptionally smooth coaling surface and good |ov

friction ability can reduce the cccurrence of built-up edges. 4
. Substrate s

o Added with resist high temperature rara elemeant,
inserts shows a good capability against plastic
deformation and good capability of Red Hardness

of stainless steel with @ Unique manufacturing technology improves high

high-speed under good temperature toughness and wear resistance of

working condition substrate. h-

Best choice for roughing

Application fields: YBEM153 is suilable for
finishing and semi-finishing of stainless steel \
with high cutting efficiency under stable working i“ E
LY 4 e 2 / -
condition. Such as medium-gize fluid valve /
components in petrechemical industry, flange and 5 y
other parts in auto pipeline, vaive and valve body ' |
in auto engine systems, ship mechanical parts,
aviation hydraulic paris, adapting pieces in IT
and semiconductor industry, medium and long-
axis in food processing machinery, construction
machinery and general machinery.

FEMESS _Coating 4

¢ Ultra-fine grain coaling technology provides better
wear resistance and toughness;

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

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

_ Substrate 4

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

&

»
L 7 - N
A .
= A & " ;
" ’
h 3 ] L

Application fields: YBM253 grade is suitable for roughing of heawvy
Ideal grade for turning of stainless steel parts with high cutting depth and high feed rate under the

stainless steel with high condition with great impact.

cutting depth and high feed
rate under bad working 2

condition ¢,

A38



YBC152

Thick TICH and thick Alz0a coatings improve the impact
toughness and abrasion resistance, which makes it
suitable for finishing and semi-finishing of steel at high
speed. Cutling speed can increase by more than 25%,
while the tool life can increase by more than 30% at the
same cutting speed.

YBC252

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

Thickness TiCN and Alz0z coating, with strongest
toughness and plastic deformation resistance, the ideal
grade for high efficient steel rough machining under the
bad condition.

Test comparison of inserts abrasion

Workpiece material » 45steel
Ingerts: CHMG120408-DM

Cutting parameaters: Ve=400mimin as=1mm fn=02mmir

Grade from other company YBC152

“BltA

OERIS:!

'chievingysboth hlgher,.cuttmgj
s_pee‘djandi

Second lmraug\n“‘

G WBRVIG)i)

/’ 2 /ﬁ\ za\.&
aAlE 17

lﬂllg‘_ljt Iilife,

{5 Perfect unification of toughness and anti-plastic
deformation.

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

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

= 3 - -
e -_..;

- l' -u.,:.-.i-'-'- b \

"’ ‘ | - : -

"-l'.h - o - ‘-L-
st s * =
,@ﬁ "*-;“_-rfé{;
%‘esufiﬂm wsuriaﬁﬂ“a

.'/-'-

(3 The perfect combination of fibrous TICN and
fine grain AlzO: obviously improves abrasion
resistance and anti-breakage of inserts.

5.

AlzOn
TiCN

Cemented
carbide substrate

- 5:2 "1
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CVD coated grade, which is characterized by super fine grain and
smooth surface, is the combination of hard substrate and coating
(exira thick AlzOa + thick TiCM). The grade s optimized for best wear
resistance when machining gray cast iron at high speed under dry
condition.

| YBD102

CVD coated grade, which is the combination of hard subsirate and
coating (thick AlzOz2 + thick TiCM), shows excellent wear resistance
and impact resistance when machining nodular cast iron at high

speed,

YBD152

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

BLAGEK BIAMOND
MSERTS veb

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

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

() The appearance of shining full black is easily identified.

| Significant results g

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

 Cost is reduced as tool life is increased by 40%-50%.
3 High machining stability.
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I Recommended combination of grade and chipbreaker

Fnr,n"lacmrﬁq‘nf Fnr machining]of,
Pltype materials M:type materials

Forymachining of
Kitype materials

Grade Type
YBC152+ YBMi53- - E:., TEDOOZ e~ soy
YBC252+ vemzst- - EM YBD102- |
YBC252+ T E: YBD152-

YBC252+

YBC352+

l Recommended cutting parameters

Recommended cutting speed

Workpiece material Range of machining (i)
; Fnrﬁnishinu YBC162 220-500
For semu-ﬁmsnmg ¥BC2E2 180-480
Steel  For roughing YBC352 S 0 00, S

For finishing YEM153

M For semi-finishing YEM251 110-280
Stainless steal For roughing ¥BM253

For finishing _TBDDH_ sty o NIRRT, .. EM ]
YeD102 200-480
e . Fnrsamlﬁmshlng - S

I Case

A

L

Inseet: YECIS2AMNMGDE008-PM

k
insert: YEM151/CNMG180616-ER

Insert: YEDOS2TNMAZI0412

Material and hardness of workpiece: 45°5teel HBZ20 Material and hardness of workpiece: Material and hardness of workpiece:
Cutting conditions: Double phase stainless sieel HB260 Gray castiron HE280
Guiting conditions: Gutting eonditons:

WesZ20mimin, ae=1.5-2mm, f=0. zﬁrr"ru'r
Cutting fluid: Ory cutting = ~

Ve=103mimin,az=1 5mm, fsd_Immir
Gutting fluid; Dry cuting

(paecas)
4

VergndO0mimn, 8;01,3~2 Smm, fwlld~1. 1mmir
Cutting fluid: Dry cutting

Jpheces) [pheces) 45
\ 40
200 -L\ e
30

150
‘ 25
100 20
15
50 10
5
1] a

YBL25L A company YBM253 A COFnpany Y BDOSE F.CDH'INI'I}I'
Musmbar of machinsd pansiCuting edge Mumber of machined pansCutlng sdge Mumbas of machined pans/Culting adge
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Coated Cemented Carhide PV D’

makesjitfeasyitojmachinelmaterialSil
whichfarelharditolbelmachinedis

@ Special coating technigues
make inserts smooth, which
leads to low friction and unobstructed
chip flow.
® Unigue coating with nano structure closely
integrates with substrate, ensuring higher » YBG302Z

hardness and mughnﬂss- The combination of ne-TiAIM coating and tough cemented carbide substrate,
e . ¢ which integrates security and wear resistance, makes it suilable for pariing
#® Excellent thermal stability and chemical and Grooving of varkeus Malarisls,

stability can effectively protect » VBGIOS

cutting edge. Finishing and semi-finishing for materials difficult
. to cut PVD coated grade

+ PVD coated grade, new TiAlN basad multilayer coating, has higher wear
o resistance and Anti-thermal-oxidation abiity. It is suttable for finishing and
. semi-finishing turning of various materials difficult to cuf, such as high
! {amperature alloy, heat resistant alloy, ete.

» ¥YBGZ205

. PVD coating grade for finishing of stainless steel

. Suitable for relatively small workpieces which require

| high surface smoothness.

. Superfine TiAIN nano coating added with wear-resistani and heat-resistant
rare elements has high hardness and excellent heal-resistance, providing
effective protection for the culling edge. Special coaling technology ensures

; stranger combination of coating and substrate. N suitable for exira finishing
, of siainless steel,

» YBG205H) B

It adopts high-cobalt ulira-fine grain matrix, and through special sintaring
process and tungsten toughness enhancement technology, the wear
registance, impact resistance and high temperature oxidalion resistance

' are graatly improvad. The new TiAIN-based composite coating effectively
improves the hardness, thermal shock resistance, and crack expansion
resistance of lhe coating, and is suitable for fine and sems-finish turming of
siainless steal.

YBG212

! Mec-TIAIN coating combined with super tough substrate which made of super
fine grain.it's suitabde for finishing and roughing matenals which are hard fo be

machinad
| _ > YBHOS3W
"*";"’;22‘-"323"'“9 e ?;‘;‘5?;’5‘;“"'5 Special high hard material processing grade
( ) g '+ The high cobalt ultrafine particles are evenly distributed by special sintening

procass;
H'rgh-per‘fnrrnance nanostructure mating guarantees Excellent thermal conductivity and high temperature resistance, greatly
. ! improve the thermal crack resistance and plaste deformation resistance of the
good toughness and hardness of inserts. Special coating subsirate, effectively prevent abnarmal cutiing edoe fallure;
technology guarantees smooth surface and excellent  Excellent red hardness and wear resistance of the substrate, greatly improve
wear resistance. Outstanding thermal stability and the Ne o k1l SUREITIS; deieny 116 28 23ANge: of pracsesing

chemical stability effectively protect cutting edge. » YBM21S
> YBGIO2 . PVD coating of multiple layer nanometer

e Improved capability of grade’s wear resistance and anti-high temperature
The combination of nc-TiAIN coating and fine grain substrate makes : .
it suitable for turning of various materials and finishing and semi- inereases the strength between grade and substrate and the tool stabilty. This

Knishing of high-lerrperaturs alloys. . grade is very suitable for tuming for stainless steel

» YBS103; G-

» ¥YBG202 : : ’
nc-TIAIN coating and ultra-fine grain substrate makes it sutable for | TUINING grade for Ni-based S material
finishing and semi-finishing of various materials and turmning of super Fine wear rasistance, and good capability against built-up edge and heat
allay. ! resistance. Suitable for turming of Ni-based matarials
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l Recommended combination of grade and chipbreaker

Forimachining
Pltype materials

Grade

=M YBG202
YBG205-
YEM215

YBG202
YBG205-
YEM215

Forymachining
S'typelmaterials

Typa Grade Type
YBG102

EF YBG105W TMGF
YBG212-  NGF
YBG102

“EM YBG105- NN
YBS103

l Recommended cutting parameters

Workpiece material Range of machining
S 50 1L L

For semi-finishing
Stesl

For finishing — for semi-
M finishing
Stainless steel

For finishing — for semi-
finishing

4 ’.Heai resistant alloy
Ti alloy

For roughing

Recammended cutting spoed

{m/min)

O ). NN T Lo

¥

ngggg 150-380

YBG202

YBG205 170-300

YEM215

YBG10Z | OO0

g BSOS SR 407D,
.yee2 00

B . R 110 e
.yeewe 0 d040
yeetws 3040

¥EG212 i .. 20-40

YES103 20-50

l Case

Insert: YBG202THMG120404-EF
Hardness and material of workpiece: 0Cr1ENG  HE240 _——
Cutting conditions: Ve=200m/min, ax=1mm, /"

=0, 1 5memiy
Cutting fluid: Dy cutting

P ———
sy ——Y
0 20 40 &0 i

Kumbar of machined parts/Cufting edge

Insert: YBG102/DNEG150404-NF

Hardness and material of workpiece:

High temparature alloy Inconel 718 HRC =39

Cutting conditions: Vc=B0m/min, a:=0.3mm,
f=0.15mmir

Cutting fluid: Dry culting

o

PR

Toal ke [men)

Y
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The chemical stability between Ti(CN) base cermet inserls and workpieces is relatively high, which reduces the friction and
temperature of the culting edge during cutting, preventing mutual diffusion of atoms of the workpiece material and the inserts, and
improving resistance to bonding abrasion. Therefore, Ti{CM) base cermet shows good capability of Red Hardness and resistance
to crater wear, It is an optimal material for high-speed finishing and semi-finishing of steel. High temperature strength of cemet

Product features

is higher than that of WC-Co, and loughness better than that of Alz0z and SizMas ceramic. This fulfils the application bank of WC-
base cemented carbide and AlzCr and SisN+ ceramic from finishing to semi-finishing at high speed.

Scientifically designed structure ensures good material

performance and long tool life. Refined production

management assures the stability of product quality.

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

arganization and toric phase structure, impraves the strenath and hardness

of carmet

Substrate of cermet grade
of YNG151 (homogenized
ultra-fine struciure)

Intensified bonding phase and well ned grain boundary improve the high

temperature capacity, heat conductibility and thermal vibration resistance

Coating of Physical Vapor Deposition (PVD) is applied to cermeat substrate

with high toughness, so that the grade has high hardness and toughness with

wide-range application.

Range of Grade Recommended cutting

Workpiece material machining speed (m/min)

YNG151 260-550

YNGIS1C 270-420

.Casa

Steal YNGI1S1C 280-580
YHG151 170-330
Stainess steel YNG151C 1680-350

YHNG151 250-400

PVD coating organization
siructure of cermet

Insert: YNG151/CHMG120404-5F

Hardness and material of workpiece:

20CMnTI  HB180-223

Cutting parameters; Ve=220mimin
ap=0.5~1.0mm
=0. 14mmir

B conpary

2 350 400 450 500

Numiber of machned parsiCuting edge

standing chip breaking Good surface qual



] {.-,-.r ma:hmmg of non-ferrous metal, ;-_-:. - e

high temperature alloy, etc. It is economical P

and can be universally applied.

P S AT
4.:".':'*:' -"_.': r n‘."'.n o ‘ 4
rl "* p-_ ® F" b 4 f -

Substrate of YD201: the
combination of cemented carbide
phase WC of middle grain and
bending phase Co

l'Recommnded cutting parameters
. ot d Range of Recommendad cutting
Workpiece material machining Grade spood (m/min)
For semi-
finishing YO201 &0-130
For roughing
Cast iron
For finishing
For semi- ¥D101 110-1750
on-farmous metal finishing
S R For finishing  vD101 2050
Ti alloy

lCasa

Insert YD101/CCGX09T 304-LH
Workpiece material: ZL105 HBTO
Cutting parameters: Vc=400m/min
ap=1mm
=0, 3mmir

50 380 400 420

440 460

Mumber of machined part/Culting edos

Workpiece has hig
and high dime

s
sional pre
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General Turning Inserts /

Application instruction for general turning inserts

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

Workpiece | Theoretical

Correctional coefficient between hardness of materials and cutting speed

material Hardness | fardness decrease Hardness difference(Measured value — Theoretical value) Hardness increase
-60 -40 -20 0 +20 +40 +60 +80 +100

HE180 1.42 1.24 1.1 1.0 oo 0.84 0.77 0yz 0.67
HE180 1.44 1.25 1.1 1.0 0 0.84 0.78 073 0.68
HEB220 1.1 1.13 1.06 1.0 0.95 0.50 0.86 082 0.79
HE250 1.33 1.21 1.09 1.0 0.9 0.84 0.75 0.70 0.65
HBTS 1.05 1.0 0.95
HB350 1.42 1.0 089

Rockwell hardness HRC £ -3 0 +3 +6 +9
HRCE0 1.10 1.02 1.0 0.96 0.93 0.90

Actual Cutting Speed = Recommended Cuting Speed=Comectional Coefficient of Cutting Speed

i#Pleasa find recommeanded cutting paramalers on insart packing box.

Example: |f the material you are going to machine is normal alloy steel, whose theoretical hardness is HE180, and the selecied inser is
CNMG120404-DFYBC 51, then the récommended cutting speed is V=150m/min. If the hardness measured value of the matenal is HB220, then
the hardness diference value is 220-180= +40. Comechional coefficient found in the table is 0.84. Therefore, the actual applicable cutbng speed is

Vem250x0, 84=2 10m'min.
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\ General Turning Inserts

Application instruction for general turning inserts

/, Correctional coefficient table between tool life and cutting speed \
T - Tool life Correctional coefficient between tool life and cutting speed
Insert materials | 10minutes [Sﬁmﬂ 30 minutes 45 minutes 60 minutes 90 minutes
YBC152 1.25 1.00 | 0.68 0.54 0.46 0.37
YBC252 1.55 1.00 | 0.47 0.30 022 0.14
YBM153 1.32 1.00 | 0.54 0.48 0.37 0.3 E
YBM215 1.22 1.00 | 0.85 0.77 072 067 @
YBM251 1.19 1.00 | 0.75 0.63 0.56 0.47 __%
YBM253 1.22 1.00 | 0.73 061 0.54 0.45 §
1.10 1.00 0.85 077 0.72 0.66 B
1.15 1.00 0.82 074 0.69 0.64 £
YBD052 1.22 1.00 | 0.80 0.65 060 0.55 %
YBD102 1.20 1.00 0.75 0.62 0.58 0.50 §
YBD152 1m 1.00 0.70 0.60 0.50 0.40 _g
1.28 1.00 0.79 072 0.63 0.58
1.25 1.00 0.75 0.70 0.60 0.50
¥B5103 1.35 1.00 0.85 0.78 0.68 062
Actual cutting speed = Recommended culting speed » Comectional coefficient of culting speed
Example: If the material you are going to machine is normal alloy steel, and the selected insert is CNMG120404-DFYBC 151, then the recommended
cutting speed is V=250m/min (standard §fe is 15 minutes). If you expect the tool life 1o reach 60 minutes, the cormactional coefficient found in the table
is 0.67. then the applicable cutiing speed is Von250x0.67=167 Smimin,
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General Turning Inserts /

-

™ .
Insert shape/Code , , Metric :
Code [ poruaie  Sectonpare of st | Coae N RIEEE |Sochon pane o san
~ .
haao haz* I | @ B | Wih | Without % I W |
Al B| c | | ! | ! {
. . | =
@ <:> H | With | Single-side % R |Without| Single-side | ]
- 21 i C | Wi | Without ‘ﬁ’ F |Without| Double-sice| [
13 | > 45" | .
K. Ll M J | With |Double-side A | with | Without | D__"j
| — | ,
O O O W | With | Without % M | With | Single-side ﬂ:D
0 P R | { < i i
T | With | Single-side ﬁl G | With | Double-side [:]:[:
| A @ | | < &H5° | |
5 T| T a | With | Without % X | - = Spacial
| . ' ‘ = l
E | | U | With |Double-side
v w z ,
Insert shape J Chipbreaker and clamping system
b - —
Clearance angle of
main cutting edge Tolerance
Clearance Clearance '
Codel “angle  [%% " angle O“‘ f 1
m
L]
A B LI, LI L5
- L o “Nose heght m |Iecrbed croe 1G] Thickness § | (Reference) Details of M-level tolerance (Identified by |
Tolerance(mm) | Tolarasce(me) lraum shape)
r ® Nose height tolerance{mm) i
A +0.005 +0.025 40,025 |Inscrbed| Regular| Dramand Diamond | Deamand
- - circle | trangle | 5343 | win g0 | with 55° | wih 35° | Round
= D e F +0.005 #0013 | 40025 | 635 | +0.08 | +0.08 | +0.08 | +0.11 | 016 | —
c 40,013 10025 | s0025 | 9525 | 008 | $0.08 | 008 | 0.1 | 2016 | —
127 | $0.13 | $0.13 | 4013 | 2015 | — o
|H H13 it | | st FTTT T $0.15 | +0.15 | 4015 | +0.18 | — —
E k F ‘k E 40,025 0,025 | 0025 | 1905 | +0.15 | £0.15 | +0.15 | 018 | — —
20" 25 | |
G| 20025 sones: || apiye) PRSI ARY e |
I @ Tolerance of inscribed circle 1C{mm)
J 0005 |100520.13| 20025 | Reguar g Toamond 0 —
6 |\ N K| 0013 005013 z0p025 [ Cicle |inangle] with 80" | whth 55 | wih 35
N 635 | $0.06 | $0.05 | $0.05 | +0.05 | $0.05 | —
| L| 20025 [:00520.13) 0025 | 9525 | 30.05 | £0.05 | 0.05 | £0.05 | £0.05 | +0.05
M | £0.08-+0.18 |+0.05+0.13| =013 | 127 | :0.08 | +0.08 | +0.08 | +0.08 | — | #0.08
Other ' 15875 | +0.10 | +0.10 | 010 | +010 | — | 2010
d F 2 i N | $0.05208 | £0.054013] 20925 |'4906 | 010 20.10 | 2090 | 2010 | — | 2010
1 angles u . il Wiepats bt it =

£0.13-40.38 (10084025 #013 | 254 | _ | s013| — | — — | 013
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\ General Turning Inserts

General turning inserts code key -

Diamater of

3.97
5.0
5.56

6.35

8.525
10.0
12.0
12.7

15.875
16.0

18.05
20,0
25.0
254

.75

l

Inscribed circle
Coce o Cimimy
2 6.35
3 8.525
4 12.7
5 | 15875
& 1905
8 254

—
.

i [ Thicknass is defined 43
nsert shape i [: :] 4 r s it B bt
¢ Db R | 8 T Vv W K i p of insa o e highes! part
| of culling edge
Q :{j O D -& Q’ {j E Code | Insert thickness{mmj
s L TO 0.99
o1 1.58
L T 1.8
06 02 2.38
o7 1 1 T2 258
08 03 3.18
10 o4 4.76
12 T4 4.96
12 15 12 12 22 22 o8 05 5.96
16 15 15 2T = £ G5
18 16 06 B8.35
19 19 19 33 TE B.75
20 or 7.94
25 25 25 | 0a 952
% | 25 | TS 972
k4| | 11 1.1
3z 12 12.70
Insert thickness
(inch)
Mose radius code Chipbreaker code
Nose radius DF DM DR
Cocla (mm) = —
- el
Thickness  Nose radius 00 | Noradus = =
2
Thickness Mose radius L . HF HM HR
Code Code
| {mmj) {mim) 04 0.4 .. n ni
2 3.8 0 0.2 98 o8 — — ==,
1 o4 = e EF EM ER
3 476 16 1.8 ——
i i 20 2.0 ﬂ -
4 6.35 3 1.2 24 2.4 NE SF
4 16 a2 a2
5 7. "
i e | S &
6 e 2| 24 eteriot) | Round insert PM SNR
2 8

=
[
=
@
o
8
L]
=
@
=
g
E
=
e
@
=
4
Lu]
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Metric-inch comparison table for general turning inserts

Metric and inch comparison table for negative inserts

{Inch) Chipbreaker
3z
322 XF
431 XM
120408 432 OF
120412 433 =5F
120416 434 -EF
160608 542 NF
Insert shape M
160612 543
DM
1860616 544
-EM
o geoee sl NM
190612 643 OR
190616 Bdd ER
100624 546 1R
250724 856 -HOR
250732 858 -HPR
250824 866 -SNR
250932 868
' {I‘Sﬂ} {Inch) Chipbreaker
110404 3 XF
110408 332 XM
£F
110412 333 e
150404 431 -5F
Insert shape 150408 432 ;‘;
E’ 150412 | 433 oM
f 150604 441 -EM
- MM
150608 442 OR
150612 443 -ER
150616 244 LR
“HDR
190608 542 SMR
190612 543 -NGF
- (1s0) {Inch) Chipbreaker
160404 331 XFE XM
-OF -EF
Insert shape 180408 pmes i
ET S 160412 333 P -DM
EM MM
-SNR -NGF
{Inch) Chipbreaker
43

General Turning Inserts /

{Inch) Chipbreaker
32 5)1
HF
Rl XM
3253 -oF
331 SF
Ingert shapa |- —— -EF
060408 332 NF
060412 233 -PM
— -OM
- 0B0404 43 i
080408 432 M
-OR
080412 433 o
{Inch) Chipbreaker
2
33 KM
-OF
332 SF
et 160412 333 -EF
nsert shape ————— =
220404 431 -PM
-OM
290408 432 EM
220412 433 DR
ER
220416 434 LR
270608 542 -HDR
270612 543 -SNR
270616 544
{Inch) Chipbreaker
3
090308 322
090312 323 XF
120404 43 HM
120408 432 .OF
120412 433 -SF
120418 434 EF
o 150608 542 e
NSe Slhﬂ}ﬂ a
150612 543 o
150616 544 M
: 190412 633 e
180424 636 R
190612 843 LR
190616 844 HOR
250724 856 HPR
280732 858 -SNR
250624 866
250832 868




\ General Turning Inserts

Metric-inch comparison table for general turning inserts

Metric and inch comparison table for positive insert

(1s0) {inch) | Chipbreaker : (8O ({Inch) Chipbreaker
060202 2(1.5)0 ” 070202 201,50 XF
080204 2(1.5)1 XM 070204 2(1.5/1 i‘;’:
050208 2(1.5)2 -SF et shiegie 070208 2(1.5)2 HE _
Insert shape 087302 3(2.5)0 -HF 17302 32.50 EF
omos | sesn | 5 COF o | sam w i,
| 091308 3(2.5)2 £M 117308 3252 o :g E
120404 an -HR 17312 3(2.5)3 LH 2
120408 432 LH 1 §E
120412 433 o gz
£9
_ (nch) | Chipbreaker | £
 (s0) (Inch) Chipbraaker 060204 2(1.5)1 g
06T102 1.2(1.2)0 paRRae ?’{2-5”
06T104 1201.2)1 bz 2.5 XF
06T108 1.2(1.2)2 !:E;’-i atj.:‘} 2 ::
090202 1.8(1.5)0 — o =~ i
DE0204 1.8{1.51
090208 180152 120412 433 -HM
110202 2(1.5)0 - 150404 s EM
110204 2015)1 XF AT e e
o v e 150412 533 LH
PR =5 s 180408 832 -LC
110304 221 HF 190412 633
Insen shape T 5 8 180416 B
167302 3(25)0 HM
E_ 3 16Ta04 32511 -EM gle | {Inchj) Chipbreaker
187308 3252 -HR 10202 2(1.50
187312 32513 AH 110204 2(1.5)1 XF
160400 330 AC 110208 2(1.5)2 KM
220408 432 Thae 110302 220 SF
220412 433 110304 221 -HF
220416 434 Eﬁ 110308 222 -NF
270408 532 1680402 330 LH
270412 533 160404 a3 LC
330612 643 160408 332 NGF
330616 644 160412 333
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~ CN[IL] (Negative insers)

General Turning Inserts /

Cemented carbide and cermet inserts

s> Good working condition (22 Normal working condition (23 Bad working -t:::-nl;inil:;'l\'I
oLy o YW e
= 2 LmA L

" [:IE“&N
g M stainless stesl

mcaﬂimn
: | | Non-ferrous metal -
il resistart alcy, Ty

€
L
4]

Inserts

il Type

Dimensions{mm) Coated cemented carbide

I | & |01 | RE

YNG151 |Cermet
YNG151C [l

YBC152
YBC252
YBC3S2
YBG102
YBGI10S
YBG202
YBG205
YBG212
YBGI02
YBHOS3
YBM153
YBM215
YEMZ51
YBM253
YES103
YEBDOS2
YED102
YBD152
¥ D201

YBC203

XF

For finishing

CNMG120404-XF
CHNMG120408-XF

CHNMG120412-XF ;

127 | 476 | 516 | 04

127 | 476 | 516 | 08

% ¥ % |[vBcio

i R

127 | 476 | 5.18

DF

9.525| .18

9525

CNMG120408-DF

For finishing |-

CHNMG120412-DF

127

12.7

127

CNMG090304-5F

9.525) 3.
9,525

SF
CNMG120404-SF

For finlshing [t
CNMG120412-5F

12.7

127

CNMGOS0304-EF
EF B

For finghing

CHNMG120404-EF

CNMG120412-EF

CNMG090308-EF

CNMG120408-EF :

0.4 *
*

* &

o *
..* i

08

476 | 5. 0.4

476 0.8
127 | 476 | 516 | 1.2

Applicable tool

*Recommended grade (always stock available) @Available grade (absays stock available) | 'Make-to-order

DCLNR/L PCBNR/L
KAPR:95' KAPR: TS

A135

A142

Page

A52

PCLNR/L
KAPRO5

MCENR/L
KAPR TS

(4

A154

MCLNR/L
KAPR:95'

A155

A143



\ General Turning Inserts

Cemented carbide and cermet inserts

 CN[J[] (egative inserts)

%

[Pstee

H Stainless steel

mcmtirm

| Mon-{armous metal

3! Good working condition (2 Nommal working condition (&) Bad working wndl-o:l\
DooLwes

W rsistart aboy, T oy

ez
b=l

C
L]

SlRooe San

L 4

Coe

o L)
=
&

Inserts
shape

Type

Dimensions{mm)

é

Ic

5

o1

YBC103
YBC203
YBC152

YBC252
YBC3S2
YBG102
YBGI10S
YBG202
YBG205
YBG205H
YB8215
¥ BS320
YEBHOES
YBM153
YBMZ15

YBM253
YES103

YEBDOS2
YED102

YBD152

YNG151 |Cenmet

Y101
¥ D201

YNGIS1C fostedoome|
]
catide

ADF

For finishing

NF

Far finishing

CNMG120404-ADF
CHNMG120408-ADF

CHMG120412-ADF ;

12.7

27

12.7

4.76

4.76

478 | 5.

5.16

5.16

0.4

oe

EEEaE
Lok oo

CNEG120404-NF

12.7

476

127

4.76

12.7

4.78

PM

Far semi-
finishing

*

CHNMG120408-PM
CNMG120412-PM
CHNMG120416-PM

* %

* d

CNMG160612-PM
CHMG160616-PM

CNMG190€08-PM

CNH’G"IBE;'I.E.-PH" II

CHMG190616-PM

19.3

6.35

794

12

16

*

*
* *

Applicable tool

DCLNR/L
KAPR. 85

Page

i

A135

wRecommended grade (always slock avaidable)

@available grade (ahways slock available)

PCBNR/L
KAPR: TS

A142

AdB-A48

PCLNR/L

KAPR85"

A143

i )

AZVIAIE-AL5

Chipbraaker selechion reference

MCENR/L
KAPR TS

(4

A154

MCLNR/L
KAPR:95'

A155

A24-AZT

Recommended mpm

AZ222-A224

Make-to-order

A53

:
|
2
£
i
:
£
8




General Turning Inserts /

Cemented carbide and cermet inserts

s cu D D {m‘ lltlﬂl'l‘l} 25 Good working congition |2/ Normal working condition (23 Bad working mndhin:\'
& [gstee CLoLBL WO Vo oo

— g M stainless stesl o o fobo =o

=1 [Ecem ron ST =

o | | | Non-farrous metal [(H2

o -

0

i
g
&
B
G
G
i
¢

Dimensions{mm) Coated cemented carbide

Inseris

YNG151 | Cormet

YNG151C |t oemel]

YBC152
YBC252
YBC3S2
YBG102
YBGI10S
YBG202
YBG205
YBG212
YBGI02
YBHOS3
YBM153
YBM215
YEMZ51
YBM253
YES103
YEBDOS2
YED102
YBD152
Y101

¥ D201

YBC203

CNMG120404-XM | 128 | 127 4.?5!5.15 0.4
cummmm-xm 129 | 127 | 476 | 518 | 08
EHH'E‘I:!O"‘IZ-HH 129 1'2? 4?6 513 12
e
. CNMG160608-XM | 16.1 [15.875| 6.35 | 6.35 | 058

CNMG160612:XM | 16.1 |15.875| 6.35 | 635 | 12

o)
:
g
g
2
g
3
:
3

LR BE N B B

For semi-

finishing EHME1EN1E—HIH. 16.1 |15.875 6.35 | 635 | 186

ENHG"imK'ﬂ 18.2 1905 6.35 | 787 | oa

# % % % % * * * 5 YBCI03

EHHG‘IEN‘IHH 19.3 1905 5.35 T8r 42

CNMG190616-XM | 19.3 |19.05| 635 | 797 | 18

*
*

CHNMGO20304-DM | 87 9525 318 | 381 | 04

CNMG020308-DM | 67 (0525 318 | 381 | 08

t:mmmnu 129 [ 127 | 4.76 | 516 | 0.4 +* ¥ L

ENMG1MDM 129 | 127 | 476 | 5.6 | 0.8 * & L L]

DM  cumG12o412.0M | 129 | 127 | 476 | 516 | 12 * K

L. CNMG120416-DM | 129 | 127 | 476 | 516 | 16 )
L 1 X Sl
BHMG‘!MDH 1E|-.1 15 E?E 635 | 635 | 0.8 *

finishing CNMG160612-DM 15.1 | 15675 6.35 | 638 | 12 *

GNHG1&N1E—DH 15.1 15.3?5 835 | 625 | 16 *
CNMG'!BWW-DM 19.3 |10.05| 635 | 7.04 EI'.E
CHHG‘IDN‘E DHI 193 |1905| 635 | 704 | 1 .2 *

CNMG190616-DM | 193 | 1905 | 835 | 7.04 13 *

*Recommended grade (always stock avadabla) @Available grade (abways slock available) ' Make-to-order

Applicable tool

DCLNR/L PCBNR/L PCLNR/L MCENR/L MCLNR/L PCLNR/L
KAPR:95' KAPR: TS KAPRB5" KAPR TS . KAPR:95’ KAPR: 95"

» .

Page  A136 A142 A143 A154 A15S A4

Ab4



\ General Turning Inserts

Cemented carbide and cermet inserts

/’GNDD mm lM} &3 Good working condifion () Nommal waorking condition EJBNWWWWMM;\'
5 [Fstee CUOLED VLLYEC 1)
gmﬁminrassalaal & SIS Ll L
| 8 [Rcastiron U &

e .Mun-l'ammatﬂ ,‘;’.‘ﬁ,

W rsistart aboy, T oy e

4
0
{

Dimensions{mm) Coated

Inserts
L IC | & | 01| RE

YEC103
YBC203
YBC152
YBC252
YBC352
YBG102
YBG105

& @ vBG202

% % |YBG2OS

% o (YBG205H
YBS215
YBRG302
YEBHOES
YEM153 g
YEM215
YBM253
YES103
YBO052
YBO102
YBD152
YNG151 | Cemet
YNGIS1C fostedoome|
Yoo m.1
Y0201 | carkide

CNMG120404-EM | 129 | 127 | 476 | 5.16 | 04
EM  |cnMG120408-EM | 129 | 127 | 476 | 516 | o8
E CNMG120412-EM 128 | 127 | 4.76 | 516 | 12 ® &
CNMG1G0608-EM | 16.1 |15875| 635 | 635 | 048 Ser
i i O IO [l o Mt St . NS FORR. . j
finishing

® * o+ *
»* ﬂ'*ﬂ' *

s

*

CNMG180612-EM | 16.1 |15875| 635 | 635 | 12

CNMG160616-EM | 16.1 (15875 635 | 6.35 | 16 * L%

EG CHNMG120404-EG | 129 | 127 | 476 | 516 | 04 *

- CNMG120408-EG | 120 [ 127 | 476 516 | 08 +*
CNMG120412-EG | 129 | 127 | 476 | 516 | 1.2 *

Fon Bl i e e e | TN e .
finishing |

EH CNMG120408-EH | 129 | 127 | 476 | 5.16 | 0.8 *

For sami- w s delesl bl b dliieds eensn e SdE OB ERCSCEEN  SoNEEN GRS BGOSR NS S VRN (N LN
finishing

N | CNMG120404NM | 126 | 127 476 | 516 | 04 o o -

CNMG120408.NM | 129 | 127 | 476 516 | 08 ®* *
CNMG120412-NM | 128 | 127 | 478 | 518 | 12 5 - O

For Sermi-
finishing

*Recommended grade (always stock avadable) @Availabla grade (ahways stock available) Make-to-order

Applicable tool

DCLNR/L PCBNRL PCLNR/L MCENR/L MCLNR/L PCLNR/L

KAPR:5 KAPR:TS" KAPRG5" KAPRTS . HAPR:9S KAPR:95"

Page  A136 A142 A143 A154 A15S

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 Ags

:
|
2
£
i
:
£
8




General Turning Inserts /

Cemented carbide and cermet inserts

s cu D D {m‘ lltlﬂl'l‘l} 25 Good working congition |2/ Normal working condition (23 Bad working mndhin:\'
& [gstee CLoLBL WO Vo oo

— g M stainless stesl o o fobo =o

=1 [Ecem ron ST =

o | | | Non-farrous metal [(H2

= -

I

i
g
&
B
G
G
i
¢

Dimensions{mm) Coated cemented carbide

Inseris

YNG151 | Cormet

YNG151C [ad el

YBC103
YBC203

* % % % % |¥YBC252
i i |yecasz
YEG10Z

YEG10S

YEG20Z

YBG205

YBG212

YBG302

YEHOS3
YEM153
YEMZ1S

YBEM251
YEM253

YBS103

YEDO5Z

YED10Z

YEDi52

YD101

Y0201

CNMM120408-LR 129 (127 | 476 | 516 | 0.8
GNMH1.'.;11412.-LR 128 | 127 4?6 . 518 | 12
oNMMAZ0t6AR | 120 | 127 476 [st6 | 18 |

o)
:
g
g
2
g
3
:
3

LR R -
CNMM160612-LR | 16.1 |15875| 635 | 6.5 | 12

H CNMM160616-LR | 16.1 15875 6.35 | 6.35 | 16 *
Ligntioad [CNMM160624-LR | 16.1 |15875| 635 | 6.35 | 24 *
roughing

ENMM190512.LR 193 | 1905 [ 635 | 7684 | 12

EHHH‘IM‘IB—LR 183 | 1905 | 635 | 794 | 186

EHMEH!I—LR 18.3 | 19.05 E35|?.‘31 24

Bﬂmm 2579 2‘5.4 95&5 942 | 24

CNMG120408-DR | 128 | 127 | 476 | 516 | 08

CH‘H’G“E&HQ—DH 128 [ 127 | 476 | 5168 | 12

ENMG12N1G-DH 129 | 127 | 4.76 51B 16 k1 L L

CNMG160608-DR | 16.1 |15875| 635 535 0.8

DR

f "ﬁrl GNH'G"EBN12-I}H 18.1 |15875| 635 | 625 | 1.2
~ { J ;

*
.

1 b
cmqm1mn 16.1 |15875| 6.35 | 635 | 16 *
Light-loed CNMG19060B.DR | 19.3 |15875| 635 | 7.04 | 08 ]

roughing i LR [SORRIGTER DRI DYER o s R ] i L

GNHG1BN1MH 193 |1905| 6.35 | 7.94 1.2 o
CNMG190616-DR 19.3 (1905 | 635 | 7.94 16 (3 ¥ )

CNMG190624-DR | 193 | 1905 | 635 i 704 | 24
*Recommended grade (always stock avadable) @Available grade (always siock available) Make-to-order

Applicable tool

DCLNR/L PCBNR/L PCLNR/L MCENR/L MCLNR/L PCLNR/L
KAPR:95' KAPR: TS KAPR TS . KAPR:95’ KAPR: 95"

» .

Page  A136 A142 A143 A154 A155 Al104

A58



\ General Turning Inserts

Cemented carbide and cermet inserts

/’ c“ D D mm lM} 3! Good working condition (2 Nommal working condition (&) Bad working wndm:\
5 [Fstee DUOLEL Yo Vo oo
% H Stainless stoel & S [l b
| 8 [Rcastiron U &

= .Mun-l'ammatﬂ =i

W rsistart aboy, T oy

L
L
L8
£
L

Dimensions{mm) Coated cemented carbide

Inserts
L IC | & | 01| RE

YNG151 | Cormet

¥BC103
YBC203
YBC152
YBC252
YEC352
YBG102
YBG105
YBG20Z
YBG205
YBG212
YBG302
¥BHOSS
YEM153
YEMZ215
YEM251
YEM253
YES103
YBDO052
YBO102
YBD152
YNGIS1C fostedoome|
YO101 m.1
¥YD201 | carbide

CNMM120412-DR, | 120 | 127 | 4.76 ' 516 | 12
CNMH1;¢512.-DR 16.1 (15873 B.Zj!-E . 635 1.2
e o T e ass e PR R g g
‘- s o o R R R R R RS R

CHNMM190616-DR 19.3 |19.05| 635 | 784 16 *
Fint gl [ e e c o] RO R G N - T L e N . e

CHNMM250824-DR | 2579 | 254 | 9525 | 912 | 24 *

CNMG120408-ER 129 (127 | 476 | 516 | 0B

CNMG120412-ER | 128 | 127 | 476 | 516 | 1.2

ER e r———————————
@ CNMG160612-ER | 16.1 155875| 635 | 635 | 12

CNMG160616-ER | 16.1 |[15875| 635 | 6.35 | 16

For roughing [CNMG190612.ER | 193 | 1005 | 635 | 784 | 12

CNMG190616-ER | 19.3 | 19.05| 635 | 7894 [ 186

CNMM250724-ER | 2578 | 254 | 794 | 9.12 | 24
|

ER v
CNMM250732-ER | 2579 | 254 | 784 | 02 | 32
ﬁ CNMM250924-ER | 2579 | 254 | 9525 | 912 | 2.4

- 1
For roughing | o ypmM250032-ER | 2679 | 25.4 9525 | 9.12 | 32

* % 4
* ok A kA A #

SNR |CNMG120408-SNR | 129 | 127 | 476 | 516 | 08
CNMG120412-SNR | 129 | 127 | 478 | 516 | 12
. CHNMG180608-SNR | 161 (15875 635 | B35 o8

Forroughing |CNMG190616-SNR. | 19.3 (1005 635 : T4 [ 18 & *

2 @ @
* * *

*Recommended grade (always stock avadable) @Available grade (always siock available) Make-to-order

Applicable tool

DCLNR/L PCBNR/L PCLNR/L MCENR/L MCLNR/L PCLNR/L
KAPR:95' KAPR: TS KAPR TS . KAPR:95’ KAPR: 95"

» .

Page  A136 A142 A143 A154 A15S

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 A&7

:
|
2
£
i
:
£
8




o)
:
g
g
2
g
3
:
3

 CN[J[] (Negative inserts)

General Turning Inserts /

Cemented carbide and cermet inserts

25 Good working condition |2/ Normal working condiion (3 Bad working condition )
PoDRee Qo 89 Lol
L7 el e

Gee

1P
g M stainless stesl

mﬂaﬂ iron

i:
%
2
2
€

i
g
g
.
g
G
€3
if]

Type

Coated cemented carbide

o1

YNG151 |Cermet
YNG151C |t remall

YBD1E2C
Yo101
Y D201

YBC103
YBC203
YBC152
YBC252
YBC3S2
YBG102
YBG10S
YBG202
YBG205
YBG212
YBGI02
YBHOS3
YBM153
YBM215
YEMZ51
YBM253
YES103
YEBDOS2
YED102

QNHIMMHDR

GNMH‘IMMZ—HDR
HDR

For haawy
machining

ENHIMEW'! I-HDR |
GMHIIHH'[B—HHR

CHMH12M'IE-HDH g

15 H-]"ﬁ

476 | 516

478 | 516

4?ﬁ|51ﬂ

635'&35

535

15.05 6.35

19.05

HPR CNMM190616-HPR

GHHHMH-—HPR

19.05

25.4

For heavy
machining

CNMG120404-TC
GH'MG‘IM TC

1c  |cnme120a12.TC

CIHI'G12‘N1E-T¢
GMMG-WMM 1‘(‘.:

MMGMW"IZ-TC

CN HG1EU'G1E-TC

| 18.1

18.1

15.1

15875

15.875( 6.35 | 6.35
[URNERRSNEIN PR —

o
LIS SE AL

15&?-5 6.35 6.35 | 186

Applicable tool

#*Recommended grade (always stock available)

@4vailable grade (always stock available) _Make-to-order

DCLNR/L PCBNR/L
KAPR:95' KAPR: TS

A15E

A6

Page

A58

PCLNR/L
KAPRO5

MCENR/L
KAPR TS

(4

A1TE

MCLNR/L
KAPR:95'

A1ES

A1TT



\ General Turning Inserts

Cemented carbide and cermet inserts

# GNDD (Negative inserts) 3! Good working congition () Normal working condition @Bmwmngwndm:\
A PES DUOLBY VL Vo 0o
%HS‘.EIMTBEEBIEB| & S [ s
| 8 [Rcastiron U &

= | Non-farrous matal (L fets

W rsistart aboy, T oy

L
L
L8
£
L

Dimensions{mm) Coated cemented carbide

Inserts
L IC | & | 01| RE

YNG151 |Cenmet

Y101
¥ D201

YNG151C [ ol

YBC103
YBC203
YBC152
YBC252
YBC3S2
YBG102
YBGI10S
YBG202
YBG205
YBG212
YBGI02
YBHOS3
YBM153
YBM215
YEMZ51
YBM253
YES103

CNMA120404 129 | 127 | 476 | 516 | 04 ¥
CNMA120408 1208 | 127 | 476 | 518 | 08 ' " ¥ % 3

e e | i R
T S B — e PR R RIS =P 1

chipbreaker CNMA1E0608 16.1 (15875 635 | 635 | 0B

" CHNMA1E0612 16.1 | 15675 635 | 635 | 12 *
CHMA1E0616 16.1 15875 635 | 635 | 186 +*

CNMA1E0620 16.1 (15875| 635 | 635 | 20

CNMA1E0630 16.1 |15875| 635 | 6.35 | 3.0

CHNMA190612 18.3 |19.05| 635 | 794 | 12 * ok
CHMA190616 19.3 |19.05| 635 | 794 | 18 ok

CHNMG120404 128 | 127 | 476 | 516 | 04 [ ]

c 1 ] e [ ey < ™

CNMG120412 129 (127 | 4076 | 596 | 1.2 +

'nll mm B LT T T T e e I T T T LT T LTt T T T L T T T T T
' | |CNMG160612 16.1 |15875| 635 | 635 | 12

.

CNMG 160616 18.1 |15875| B35 |
AT B R R E B R B R B R B
CNMG190612 | 193 1205|635 | 784 | 12
CNMG190616 | 19.3 |19.05| 635 | 7.84 | 16

*Recommended grade (always slock avaiable)  @Available grade [atways stock available) Make-lo-order

Applicable tool

DCLNR/L PCBNR/L PCLNR/L MCENR/L MCLNR/L
KAPR:95' KAPR: TS KAPRB5" KAPR TS . KAPR:95’

(4

Page  A15E AlE4 A1ES A1TE AITT AZ1G

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 ARg

:
|
2
£
i
:
£
8




o)
:
g
g
2
g
3
:
3

General Turning Inserts /

Cemented carbide and cermet inserts

~ DIN[J[] (Negative inserts)
_ ﬂss.am
% M stainless steel

8 mﬁmﬁm

| Mon-ferrous metal

e resistant oy, Ty

&2 Good working condition (22 Normal waorking condition () Bad working condgil
=

COCLee we
o oo

]
o
i

= iz

Y

G
¢

CTH

E €

i

4

Dimensions{mm)

z
%
%

Inserts
shape

01 | RE

YBEC152
YBC252
YBC352
YBG102
YBG105
YBG202
YBG205
YBG212
YBG302

YBC203

YBHIS2
YBM152
YBM215
YBM251
YBM253

YNG151 |Cemmet

Yoot
YD201

YNG151C Coated vimell
Cl
cartude

YBS103
YBDOS2
YED102
YBD152

DNMG110404-XF 1ne 476 04

A DNMG110408-XF

&

For finighing

1.6 4.76 08
DNMG150604-XF 155 635 4

DNMG150608-XF | 155 6.35 0.8

DHNMG150612-XF 155 635 1.2

: % (YBC103
*

* * %
o %

*

DHNMG110404-DF s 4.76 0.4

4.78

DHMG110408-DF 1.6

1.6 476

DNMG110412-DF

-

15.5 4. 76

15.5 4.76

15.5 4.78

Far finishing

15.5 6.35

15.5 635

DHNMG150612-DF | 153 6.35

DNMG110404-SF 476
DNMG150404-5F

DHNMG150408-5F

1.6

SF

37

Far finishing

155 478

15.5 476 | 5168 | 0B

DNMG150604-5F | 155 | 127 | 635 | 516

0.6

0.4

0.4

*

* o % *

*

#Recommended grade (always stock avaiabla)

Applicable tool

@Available grade (ahways slock available)

| Make-to-order

DDJNR/L PDJNR/L FDPNN

KAPR S KAPR:83" KAPRG2°30°
f y .
A13T Al44

Page Al45

AB0

MDJNR/L
KAPR 93"

MOPHN
KAPR:G2°30

A156 A1ST

POPNR/L
HAPR:62°30°

A18E

POUNR/L
KAPR: 83’

A106



\ General Turning Inserts

Cemented carbide and cermet inserts

/’DNDD (Hngnﬂvaln!lﬂﬂ &2 Good working condition 122} Mormal working condition @Bﬂdmingmmmﬂ\'

5 [stee CUOLBE YLLWYE G

E“Suinlmsmm o wonmo ooow e
[Qcastion STETS P

I Non-ferrous metal (LF Tty

1
i
:
¥
]

e sesisa iy, Ti oy ; E3

Dimensions{mm) Coated cemented carbide

L |IE| S |B1|RE

YNG151 |Cermet
YNG151C |t remal
L &

YBC102
YBC203

YBC152

YBC252

YBC352

YBG102

YBG105

& YBGIOZ

% % b |YBG20S

P YB35

¥ BH320

i | 1 YBHO53

* & % |YBMIS3
LN | ; YEMZ15
YBM251

YEM253

YES103

YBDO52

YED102

YBO152

*

DNMG110404-EF 116 (9525 476 | 381 | 04
DNMG110408-EF | 116 8525|476 381 | 08
DNMG110412-EF | 116 |9525| 476 | 381 | 12

BF  DNMG1s040a.EF | 155 127 | 476 516 | 04 o *

DNMG150412-EF 155 | 127 | 476 | 516 [ 1.2 * +*
[T (1 -1 1T, [ E——— |l L TR R, A

DNMG150604-EF | 155 | 127 [ 635 | 516 | 04 & * *

DMNMG150608-EF 155 (127 | 635 | 516 | 0A ® & *

DNMG150612.EF | 15.5 | 127 | 635 | 516 | 12 % * *

DNMG110408-ADF | 116 |9.525| 4.76 | 3.61 | 0B * %

DNMG150404-ADF | 155 | 127 | 476 | 5.16 | 04 P

ADF O NMG150408.ADF | 155 | 127 | 476 | 516 | 08 o

' DNMG150412-ADF | 155 | 127 | 476 | 518 | 12 P

DNMG150604-ADF | 155 | 127 | 6835 | 516 | D4 *

For finishing |- e S B, WM. B PN SIS0 e .
DNMG150608-ADF | 155 | 127 | 635 | 5.16 | 08 .

DNEG1S0404-NF | 155 | 127 | 476 | 516 | 04 7 e
" B e s e e e R R R
DNEGAS0608-NF | 155 | 127 | 635 | 516 | 08 e

* %
*

Faor finishing

*Recommended grade (always stock avadable) @Available grade (always siock available) Make-to-order

Applicable tool

DOJNR/L PDJNR/L FDPNN MOJNR/L MOPHN POPNR/L POUNR/L

KAPR:83" KAPR: 83 KAPRE2°30° KAPR: 93" HKAPR:82°30° KAPR:62°30° KAPR:83"
A144 A156 A106

Page  A13T A145 ATST A185

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 AB1

:
|
2
£
i
:
£
8




o)
:
g
g
2
g
3
:
3

General Turning Inserts /

Cemented carbide and cermet inserts

3! Good working condition (2 Nommal working condition (&) Bad working wndl-o:l\

Applicable tool

7 [dstee CLUCLBE VWO BS 0O
%Hﬂainhssﬂml & we Toww oo
8 (Jcast ron 60 ©
| | Mon-farrous metal (bR
Vil ressistart 2oy, Ti gy o o st s
Dimensions(mm) Coated cemented carbide g g E
Ineere Type o Y o
e Lilme!|s | ollee EE%&%E?—E“"%E?E&EE%%@E_@;;
399833B3FEE s 5388 2ecH
NGE |DNEG150408-NGF | 155 | 127 | 4.76 | 516 | 08 ™
nusmsmmsp 155 | 127 | 476 | 5.18 | 12 s
' DNEG160608-NGF | 155 | 127 | 6.35 | ‘516 | 08 s
TN e g e =
DNMG110404-PM | 116 |9.525| 476 | 3.81 | 04 s el B
e ————— S EEErEE e
DNMGH0412-PM | 116 | 0525 | 476 | 381 | 12
R R Ry TERE W
Pl m1w“. ..... 155 ..... 1 27475 51& ..... uﬂ ................ - ..................................................................................... * * .................
i‘:ﬂ// DNMG150412.PM | 155 | 127 476 | 516 | 12 | CHE T TG i
el S e e e i
fishing | NMG150604-PM | 15.5 | 127 | 635 | 516 | 04 * S
A ot g e[ g £ O
o ek i P b « - Bm
DNMGI60616-PM | 155 | 127 |e3s | s | 18| o
*Recommendad grade (always stock avadable)  @Available grade (abways slock available) Make-to-ordes

DDJNR/L PDJNR/L POPNN MDJNR/L MOPHN POPNR/L PDUNR/L
KAPRGY KAPR: 83" KAPR&2"30 KAPR 93" KAPR:B2°30° KAPR:B2°30° KAPR. 83"
f y ’ .. ..
L5
Page  A13T7 A145 A156 A1ET A195 A196

A62



\ General Turning Inserts

Cemented carbide and cermet inserts

g D"DD (Negative inserts) I3 Good working condition (28 Marmal warkdng condition '-.E.:'Badwrkingwﬂlhmq\'

5 [stee CYOLLE VY VO Sl

E“Suinlmsmm e Lo oW Lol
mﬁaslim wee

"l Non-fermous metal

.
'
:

e sesisa iy, Ti oy g

€
4

Dimensions{mm) Coated cemented carbide

n:m-1<: i
cartide = g

YNG151 |Cermet

YBO0S52
YNG151C fosied oot}

YBC152
YBC252
YBC352
YBG102
YBG105
YBG202
YBG205
YBG212
YBGI02
YBHOS3
YBM152
YBM215
YBM251
YBM253
YBS103
YBO102
YBD152
Yoot

YD201

YBC203

DNMG110404-XM | 118 |9.525| 478 | 318 | 04
DNMG110408-XM 118 (9525| 478 @ 318 08
DNMG110412-XM | 116 |9525| 476 | 3.18 | 12

XM |DNMG150404-XM | 155 | 127 | 476 | 516 | 04

' DNMG150408-XM | 155 | 127 | 476 | 516 | 0.8
15.5 | 12.7 | 4.76 12

* % % % ¥ |vBCI03

e N R B

| DNMG150604-XM | 155 | 127 | 635 [ 516 | 04

DNMG150608-XM | 155 | 127 | 6356 | 516 | 08

* * *

* % *

DNMG150612-XM | 155 | 127 | 635 | 516 | 1.2

DNMG150616-XM | 155 | 127 | 635 | 516 | 16

*

DNMG110404-DM | 118 |9525( 476 | 381 | 04 ®

DNMG110408-DM | 116 |9525( 476 | 381 | 08 * ¥ o

DNMG110412-DM | 116 9525 476 | 381 | 12

DM DNMG150404-DM | 155 | 127 | 476 516 | D4 i

- T 1 R EE I

DNMG150416-DM | 155 | 127 | 476 | 516 | 16

For semi-
finishing

DNMG150604-DM | 155 | 127 | 635 | 516 | 04 o 4 ® °
DNMG150608-DM | 155 | 127 | 635 | 5.16 | 08 "k °
DNMG150612-DM 15.5 | 127 | 635 | 516 1.2 » *

DNMG150616-DM | 155 | 127 | 835 i 516 | 18
*Recommended grade (always slock avadable) @Available grade (always siock available) Make-to-order

Applicable tool

DOJNR/L PDJNR/L FDPNN MOJNR/L MOPHN POPNR/L POUNR/L

KAPR:83" KAPR: 83 KAPRG2"30° KAPR 43" KAPR:B2°30° KAPR:B2Z'30' KAPR.8Y
A144 A156 AT9E

Page  A13T A145 ATST A185

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 AB3

:
|
2
£
i
:
£
8




o)
:
g
g
2
g
3
:
3

General Turning Inserts /

Cemented carbide and cermet inserts

F D“DD {mlM} Il GO working condition (=) Normal working condition %Baﬂmmgmﬂﬂlm:l\'
[Fstes QOUOLL0 YLLLBY o0

% M stainless steel @ Luoyw Lo =

z[ﬂﬂm'm ST =

g | Mon-ferrous metal

i
g
£
8
¢
4
q

Inserts
SHace Type

Yoot
YD201

YNG151C Dot emel]
g
cartade 4

YBG205H

YBS215

=
YBC103
YBO203
YRO152
YBC252
YBCI52
YBG102
YBG105
YBG202
YBG205 g
YBG302 g
YBHO53
YBM153
) [yBMZ15
YEM253
YES103
YBDO52
YBD102
YBD152
YNG151 |Cemmet

DNMG110404-EM | 116 |0525| 476 | 3.81 | D4 *
DNMG110408-EM | 116 6525 4786 | 381 | 08 +* O

B VI Y

DNMG110412-EM | 116 | 9525 | 476 | 3.81 | 1.2 +

EM o] prtses Do fiet = N - B B =T NN N
DNMG150404-EM | 155 | 127 | 476 | 516 | 04 ® * * -+ %

g I}Nﬂm LS “ .15-5.. 12.1“ 4?&515“ L . L, * " :

Forsem. |[DNMG150412EM | 155 | 127 | 476 | 516 | 12 ok * &
fimishing "

DNMG150604-EM | 155 | 127 | 6.35 | 516 | 0.4 ®* *
e L e -
DNMG150612-EM | 155 | 127 | 635 [ 516 | 12 * O %

DNMG150404-EG | 155 | 127 | 476 | 516 | 0.4

DNMG160408-EG | 155 | 127 | 478 | 5.18 | o&

' DNMG150604-EG | 155 | 127 | 635 | 516 | 04

DNMG150608-EG | 155 | 127 | 635 | 516 | 08

For semi-
finishing

* 4 k% %

DNMG160612-EG | 155 | 127 | 635 | 5.16 | 1.2

NM DNMG150412-NM | 155 | 127 | 476 | 516 | 1.2 e s

For sami-

finishing

#Recommended grade (always stock availabla)  @Available grade (always slock available) Make-to-order

Applicable tool

DDJNR/L PDJNR/L FDPNN MDJNR/L MODPHN POPNR/L POUNR/L

KAPR B3 KAPR: 83 KAPRG2 30 KAPR 93" KAPR:G2°30 KAPR:G2'30" KAPR: 53
ﬁ y - ! E .
Aldd

Page  A13T A145 A156 A1ST A18E A106

A64



\ General Turning Inserts

Cemented carbide and cermet inserts

~ DNLI[] (negative inserts)

53 Good working condition (2 Marmal working condition (&4 Biad working m.m;\

7 [ steet CUOLBE YO ®e 00
E“Suinlmsmm o W Lol LR
mcasli'm o &
|, | Non-ferrous metal (e
il resintanl oy T) ailoy ol = - =
I Type £
o M W o4 up 4 o M WD e | =
il L]l s |p1|RE Eﬁgﬁﬁgﬂﬁu’ﬁgﬂégﬁgggggﬂs;
REeREaipEE3EEac22822R2288
> > > > > 3> » > > > > > > > > 3 > ||| >
LR  |DNMM150608-LR | 155 | 127 | 635 | 516 | 08 *
E DNMMA50842-LR | 155 | 127 | 835 | 616 | 12 *
DNMM150616-LR | 155 | 127 | 635 | 516 | 16 *
OOPRROR ittt W] Il ] el sy s
roughing
DNMG150408-DR 185 | 127 | 476 | 516 | 08
DR  |DNMG150412-DR | 155 | 127 | 476 516 | 12
/) DNMG150416.0R | 155 | 127 | 476 | 516 | 18
DNMG150608-DR 155 | 127 | 635 | 516 | 08 +*
s (Omasesiacn RESEUEEENNNID| O (MW @000 oe
DNMG150616-DR | 155 | 127 | 635 | 516 | 16
DR | DNMM150608-DR | 155 | 127 | 635 | 516 | 08 O
@ \DNMM1SOB{2DR | 155 | 127 | 635 516 | 12 O
T e o I [ P o R ER.E.E M
il i * ]t 5 g pssens | [N ey M B D .. BN B
ER  |DNMG1S0608-ER | 155 | 127 | 635 | 518 | 08 *
e e~ i
Fﬁmmghm i e L b e o b R B S - B RS B

#*Recommended grade (always stock available)

Applicable tool

@4vailable grade (always stock available)

[ Make-to-order

DOJNR/L PDJNR/L

KAPR 83" KAPR: 82
87 -
-
A13T A144

Page

e )

AdB-A48

i )

AZVIAIE-AL5

POPNN

KAPRE2°30° I
-

A145

Chipbraaker selechion reference
ADLATT

MDJNR/L

KAPR 43" KAPR:B2°30° KAPR:B2°30° KAPR
N

|y
A196

A156

POPNR/L

A1ET A195

POUNR/L

Recommended an

AZ222-A224

AB5

:
|
2
£
i
:
£
8




o)
:
g
g
2
g
3
:
3

General Turning Inserts /

Cemented carbide and cermet inserts

Fal DHDD mnunﬂwlm} 25 Good working condition (2 Nermal working condition 'Eéaaﬂmmngmnbmﬂ\
[Fstes COOLLE Vo v o0
%ﬂsmimmam @ v A= L
§|:Ecam'm Qe
Non-ferrous metal &=
Heat resistant alloy, Ti aloy s

& &

L]
L4

Dimensions{mmi) Coated cemented carbide

Inserts
L IC | & | 01| RE

YNG151 |Cermet

Yoot
YD201

YNG151C {oated et}
G
carkide |

YBC103
YBO203
YBC152
YBC252
YBC3IS2
YBG102
YBG105
YBGI0Z
YBG205
YBG212
YBG302
Y¥BHOES
YEM1E3
YEM215
YEM251
YEM253
YES103
YBODOS2
YBO102
YBD152C

ER DNMM150E08-ER | 155 | 127 | 635 | 516 | 08

g DNMM150612-ER | 155 | 127 | 635 | 516 | 12 10

For roughing

*

GNR |DNMG150608-SNR | 155 | 127 | 635 | 5.16 | 08 L ( ]

' DNMG150612-SNR | 15.5 | 127 | 635 | 516 | 1.2 Y : +*

For roughing

HDR |DNMM150808-HDR| 155 | 127 | 6535 | 516 | 08

ﬁ DNMM150612-HDR | 155 | 127 | 635 | 516 | 1.2 0}
DNMM150616-HDR | 155 | 127 | 635 | 516 | 18 e

For heawy [
machining

DNMG150404-TC | 155 | 127 | 476 | 516 | 0.4

TC DNMG150408-TC | 155 | 127 | 476 | 516 | 048

' DNMG150412-TC | 155 | 127 | 476 | 515 | 12

DNMG150608-TC | 155 | 127 | 635 | 516 | 08

* %% % %

o :
DNMG150612-TC | 155 | 127 6.35|5.1E 1.2

wRecommended grade (always stock avadable)  @Available grade (ahwirys stock available) Make-to-order

Applicable tool

DDJNR/L PDJNR/L POPNN MDJNR/L MODPNN POPNR/L POUNR/L

KAPR:83 KAPR: 833 ’ KAPRE2°30° KAPR:93" KAPR:B2°30' KAPR:BZ'30' KAPR:§3°
Al44

Page  A13T A145 A156 A1ST A18E A106

A66



\ General Turning Inserts

Cemented carbide and cermet inserts

& D"DD (egative lnpertn) 55/ Good working condition {2/ Normal working condition @Bﬂdmimmumﬂ\
7 [ steet CUOLBE YO ®e 00

E M stainless steal o W Lol LR
[Qcastion Cue &
' |, | Non-ferrous metal =
Fleat esatant oy, i oy o & =

Dimensions{mm) Coated cemented carbide

L |IE| S |B1|RE

YNG151 |Cenmet
YNG151C (ool
€

YBC103
YBC203
YBC152
YBC252
YBC3S2
YBG102
YBGI10S
YBG202
YBG205
YBG212
YBGI02
YBHOS3
YBM153
YBM215
YEMZ51
YBM253
YES103
YEBDOS2
YED102
YBD152

DNMA110416 116 (9525 476 | 381 | 16
DNMAT10424 1186 (5525| 476 | 381 | 24

DNMA150404 165 | 127 | 476 | 518 | 04
chipbreaker | DNMA 150408 155 | 127 | 476 | 5.16 | DA * &

S / | DNMA150604 155 | 127 | 635 | 5.18 | 04 a

DNMA150608 15.5 | 127 | 635 | 5.16 | 0.8 * *
DHMA150612 155 | 127 | 635 | 5.6 | 1.2

DNMA150616 155 (127 | 635 | 516 | 16

* Recommended grade (always stock avadable) @Available grade (always slock available) | Make-to-order

Applicable tool

DDJNR/L PDJNR/L PDPNN MDJNR/L MOPHN PDPNR/L PDUNR/L
KAPR 83" KAPR: 83" 1 KAPREZ"30" KAPR93° KAPR:B2°30° KAPR:B2°30° KAPR.8Y
Page  A13T Alad A145 A156 A15T A195 A196

Iosert m i s Chipbreaker selecton reference Recommended mnm

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 AT

:
|
2
£
i
:
£
8




o)
:
g
g
2
g
3
:
3

sl SN |:| |:| (Negative inserts)

General Turning Inserts /

Cemented carbide and cermet inserts

a3 Good working condition (2 Normal working condition () Bad working thlbﬂ:\'

o = [Fstee CUCLBL YO Vo oo
ic e ) Emﬂainhﬁs stesl = B I B 2 E) )
e |, 4 = g
‘ : af 11 §m¢mt|mn SLE =
RE s 7  Non-ferraus metal 120G
l- -
Vgt resistart aloy, Ti iy i — = -
Inserts Type o
H'Hpﬂ [ ] o4 ur o ™ Lo B~ B o B
L ic s | oi | RE Eﬁgﬁggggggﬁﬁgggﬁeggggﬂgﬁ
EEEEH&% gmmmgmﬁugngaa
il i i i i i ol i i ol i ol i i R i i il Il Bl
SHII!G1M-I-IF 127 | 127 | 476 | 516 | 0.4 |% *
SHHG'IMIF 127 | 127 | 476 | 518 | 08 |% X
BHmﬂMiH{F 127 | 127 | 478 | 516 | 1.2 [k &
. SNMGO090304-DF |9.525|9.525| 318 | 3.81 | 0.4 &
D ..................................... Lt e oy SNSRI L RO, L S
e |SNMGO90308-DF |9.525(9.525| 3.16 | 3.81 | 08
T I
- . -
o W ENMG120404-DF 127 | 127 | 476 | 516 | 04
E $NH-G1MB-I:IF 127 | 127 | 476 | 516 | 08
SHHGﬁlHiz-DF 127 (127 | 476 | 516 [ 1.2
SHHJGIHIHMEF 9525 9525 318 351 04 i *
SHHGDSGEN:-EF 9525 ’E-EEE 3.18 331 08 . *
SHNMGO30312-EF | 5525 | 9.525| 318 | 381 | 1.2 * -
SHMG-IMEF 127 | 127 | 478 | 5.18 o * *
SHM1MEF 12.7 | 127 | 476 | 516 | 048 ® *x *
For finishing [SNMG120412-EF | 12.7 | 127 | 476 | 516 | 1.2 * * %
suummmnir 15.875/15.875) 6.35 | 5.35 | 0.8 * -*
SNMG160E812-EF  [15875/15.875| 6.35 | 6.35 | 1.2 Lok *
wRecommended grade (ahways stock avaidable)  @Available grade (ahwdys stock available) Make-to-order
Applicable tool
DSENR/L PSBNR/L PSDNN PSKNR/L P5SSNRIL MSENR/L MSRNR/L
KAPR 75" KAPR: TS : KAPR:TS KAPRTS
Page Al13B8 A148 A14T7 A148 Al48 Al1EE A5
MSKNR/L MSDONN PSENR/L
mpﬁ 75 & KAPR:45 KAPR:TS"
Page A181 A187

A68



\ General Turning Inserts

Cemented carbide and cermet inserts

e SN[ ][] (Negative inserts)

i Good working conddtion (2 Normal working condition () Bad working -n-:n'-l:htn:;'l\’1

- = [Fstee CLOLBL LYLLO oo
Ic i ) Emﬂainrassalaal o SSEE SgaEeE ! b
£ | ‘ 5
By sl g [[dcastiron SuE @t
REA™ |. . s gl'_‘fmmmu e
- el resistart aloy, oy T - -
Inserts Type &
shape . Llicls|on|re (2828888882888 288888858;
8838888882853 85228(2/228
Eal o o ol ol ol i il i ol =l ol = e =l i o il ol el
ADF snumzmuf 127 | 127 | 476 | 516 | 04 * *
BNHG‘HM&MDF 127 | 127 | 476 | 516 | 08 *
5HHE12IH12-ADF 127 | 127 | 476 | 518 | 12 * &
Far finishing
SNMGOR0304-5F | 9.525 | 9525( 318 | 381 | 04 i
SF SNMGO90308-5F | 9.525|9.525| 3.16 | 3.61 | 0B *
e SNMG120404-5F 127 [ 127 | 476 | 516 | 04 * *
Suuﬁﬂmsr 127 [ 127 | 476 | 516 | 08 ) +* *
For finishing suummuﬁ 127 | 127 | 476 | 518 | 12
SNMG150608-SF [1587515875| 635 635 | 0B

*Recommended grade (ahways stock avalable)  @Available grade (abways stock available) Make-to-ordis

Applicable tool

DSEBNR/L PSBNR/L PSONN PSKNR/L PSSNR/L MSBNR/L MSRNR/L

KAPR:TS" KAPR: TS KAPR: ?5 I KAPRTS '
"‘

Page  A13B A48 Al4T Al48 Alag A159

MSKNR/L MSONN PSKNR/L

KAPR:TS" KAPR: 45 KAPR: TS

Page A160 AlB1 Al1GT

Iosert m i s Chipbreaker selecton reference Recommended mnm

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 ABS

:
|
2
£
i
:
£
8




General Turning Inserts /

Cemented carbide and cermet inserts

 SNIL][] (Negative inserts)
ﬁﬂﬁl&ﬂl

s> Good working condition (22 Normal working condition (23 Bad working -t:::-nl;inil:;'l\'I
oLy o YW e

~
7 [l g M stainless stesl O Qu Lo Lo QLR =
af |- [Ecm iron o =
- - Non-fafrous matal (T ety
E-1
el resastart o, T ally et b i =

(g ]

=

@ Inserts

= shape i SEEyES e 332528885

& Llic|s|ollREIEEESEEE2288s882588282 21219/ 2
g 88 B3R E888582252888/2/258
2 R R A B
E suuammm 9.525 [9.525 | 3.18 | 381 | 04

ﬂ SNIIGIHMUH-PH 9525 | 0525 318 | 381 0.8

;;_ summa1z-m" | 0.525 | 8.525 's".'iﬁ"]"éih'im Iz

E FM snumzmm 127 | 127 | 476 | 5.16 | 04 :

& E_-,.-?i SNMG120408-PM | 127 | 127 | 476 I 516 | 08 ® %

476 516 *

5HHG1EM1 Z-PH .

o SHI.HG1ZIH-15-PM S i R
l'miq.hing N e S e e S
5HHG1EN03-FH 15.675(15875| 635 | 6.35 | 08
5HHG1m1z.m 15.875[15.875 6.35 | 6.35 | 12 & SF
ey —
SNMGA20404-XM | 127 12? 476 | 518 | 04 *
SNMG120408-XM | 127 127 476 | 516 | o0& *
suuaﬂu-lz-m 127 | 127 | 476 | 516 | 12 *
XM 5HMG12M1G—RH 12.7 127 476 | 516 | 16 +*
- 5NHG1M1M 153?5155?5 635 | 635 | 048 *
ENMGWDHE-IH 15 3?5 15 5‘?5 635 | 635 | 1.2 k3
For semi- SHHGﬁuE-ﬁ.m 153?515 3?5 635 (835 | 18 *
finishing S S L TN N I B
EHMGHNDG-IH 19.05 1505 635 | 794 | 08B *
5NHG1M12JH|I 19.05 | 19.05 | 6.35 | 784 | 12 %

¥k F F L H F F * *

*

19,05 16
#Recommendéd grade (always stock avaiabla)

SNMG190616-XM

Applicable tool

DSBNR/L PSENRIL PSONN PSKNR/L
=

KAPR:TS" KAPR:TE KAPR:45" KAPRTS g

@Availabla grade (ahways stock available) Make-to-order

PSSNR/L
KAPR:45

MSBNR/L
KAPR:7S

MSRNR/L
KAPR:TSE

Al4s Al4T Al4dl Alag AlSE A159
MSKNR/L MSDNN PSKNR/L
KAF‘R T o |KAPR:4E KAPRTS"
Page  A180 AlB1 A187

A70



\ General Turning Inserts

Cemented carbide and cermet inserts

inserts
Pl s" D D (Negative ins ) 3 Good working congition () Normal working condition () Bad working condiion )

o gl]sm CUOLBD LOL GO =I5

H Stainless steel o ESE [-LELR b
Cee =
RE.{Po— gl . | Non-farous matal e

D1
I
2
-
E

st rssisart shoy, Ti iy F i r 5 =
Impa TH'PH‘ Mngg&mmwg%wwmﬂ—ﬂnmgﬂrg
L ic|l s |lpi|REIEFER-HA- =W neBgLAARS RS Y Alne o
e E3BE 8 885233222223/2/2/38
B 3 3 3 B 3 3 3 3 3 3 3 3 3 3 > 3 = 3 || |> >

SNMGO90304-DM | 9.525 |9.525 | 3.18 | 381 | 04
snmmmnm 0.525| 9525 | 3.18 3.51. 08
SNMGA20404-DM | 127 | 127 | 476 | 616 04 | %
vrareppmpest e —————— 28 BB R R @ R E B
e e N E N Rl N

SNMG120416-DM | 12.7 | 127 [ 476 | 516 | 16

SNMG150608-DM | 1587515875 635 | 635 | 08 ‘B ™
Far semi- e B Lo et S B s, o .. . . .

finishing SNI.IGHDMZ-DM 1587515875 635 | 625 | 1.2 & %

SHIIG"IEH'I!-D-H 15.875|165875( 635 | 635 | 16

5HHG1!DB1Z~I]II 19.05 | 1905 635 | 7.84 | 12
SHHG‘IM‘I&-D“ 1905|1905 835 | 794 | 18

SNMG1Z0404-EM | 127 | 127 | 476 | 516 | 04 .* &

SHHGﬂMIJB‘-EH 127 | 127 | 476 | 516 | 08 .*

SNMG120412.EM | 127 | 127 | 476 | 516 | 12 ..* *

SNMG120416-EM | 127 | 127 | 476 | 515 | 16 *

For semi- | SNMG15S0612-EM | 15875 15875 635 | 635 | 12 @ &
finishing ! = roa e "

SNMG150616-EM | 15875 15875 635 | 6.35 | 16 ) e e *
|
*Recommended grade (always slock avadable) @Available grade (always stock available) | /Make-to-order

Applicable tool

DSBNR/L PSBNR/L PSDNN PSKNR/L

KAPR:TS" K.A.PR 75 KAPR:45"
’ ’ .

Al4T Al48 Alag A58 A159

MSKNR/L MSONN PSKENR/L
KF-.FR 7" o KAPR:45° KAPR: TS

MSBNR/L MSRNR/L
KAPR: TS KAPRTS

Page  A160 AlB1 AlGT

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 A7t

:
|
2
£
i
:
£
8
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:
g
g
2
g
3
:
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General Turning Inserts /

Cemented carbide and cermet inserts

— SN[I[] (Negative inserts)

== Good working congition |2/ Nomal working condition (23 Bad working w»dliu;l\'

o 5 [gstee! CUOLEL YLLYS =17
., ] g M stainiess steel o e oo oo
ol |- mﬂmln'm OO [
- . | Mon-ferrous matal g
s
a it resistrt oy, Ti oy e - -
I Type 5
shape 888888888, 82325233884|55|- -
RN = < = 2 C pedfoog=g2 228
REBapB3E28z:822332533/2/858
Eal o o ol ol ol i il i ol =l ol = e =l i o il ol el
EG SNMG120404-EG | 127 | 127 | 476 | 516 | 04 -
- SNHGﬂMﬂB-EG 127 | 127 | 476 | 518 | 08 *
suumznuz.en 127 | 127 | 478 | 518 | 12 *
finishing o . | =
NM  |SNMG120408-NM | 127 | 127 | 476 | 5.16 | 08 o *
SNMG120412-NM | 127 | 127 | 476 | 5.6 | 1.2 *
Forsems. | A
finighing

SNMM120408-LR | 128 | 127 | 476 | 5.16 | 08
— e
LR |SNMM120416LR | 120 | 127 | 476 | 5.16 | 18

i s sy o P o
suummw-m At . a?s e T e

5NIHH190612-I.R 19.3 154!5 B35 | 7.04 | 12
Eighbioa” Lismmmnnnecni | B8] BELNS ] W

roughing  |SMMM190618-LR | 19.3 19.{:5 B35 | 794 | 16

SNMM190624-LR | 193 | 1005| 635 | 704 | 24

Rk A A 4 %

SNMM250924.LR | 2579 | 254 | 9525 | 9.12 | 24 *

*Recommended grade (always stock available) @Available grade (ahways slock available) Make-to-order

Applicable tool

DSENR/L PSENR/L PSDNN PSKNR/L PSSNR/L MSENR/L MSRNR/L
KAPRTS" KAPR: TS KAPR: TS KAPR: TS
Page A138 Al4E A14T Aldd Al48 A158 A5G
MSKNR/L MSONN PSKNR/L

KAF’R T8 a1  KAPR:45° KAPR:T5"

Page AlB1 AlBT

A72



\ General Turning Inserts

Cemented carbide and cermet inserts

e SN[ ][] (Negative inserts)

3! Good working condition (2 Nommal working condition (&) Bad working Wﬁﬂli@:\'

o 5 [Fstee CLOLLY VY Vo =T
Ic i ) %Hﬂainfﬂss&laﬁl L R L T LY e bl ) 1) e
| 2 " |
T o  -TEE ﬁmcwimﬂ S TEITe) =
o T ? §| e oG
L -
ot resstart oy, Ti oy Pl = o =
I Type o
oo o4 o ™ 0 Mo o= o0 =] =
shaps: : e R E R R R
B8B8Epe888853555225223(2/228
B 3 3 3 B 3 3 3 3 3 3 > 3 3 3 a3 = 3 || |> >
SNMG120408-DR | 12.7 | 127 | 476 | 5.16 | 08 O %
SNMG120412-DR | 127 | 127 | 476 518 | 12 - " P
SNMG120416-DR | 127 127 | 476 | 516 | 15
DR |onMG150608.DR | 15875 15675 635 | 635 | 08
_ e e B T B B E B B A :
SNMG150616-DR | 1567515675 6.35 | 6.35 | 16 * P
Lightload |SNMG150624-DR | 1587515875 6.35 | 6.35 | 2.4 .
raughing SRIEREE, | L (S — o -
SHIHLHQDEHZ.I]R 1905 [ 1905| 6358 784 12
SNMG190616.DR | 19.05 | 19.05| 635 | 7.64 | 16 *
SNMG190624-DR | 19.05 | 19.05| 635 | 7.94 | 24

*Recommended grade (ahways stock avalable)  @Available grade (abways stock available) Make-to-ordis

Applicable tool

DSEBNR/L PSBNR/L PSONN PSKNR/L PSSNR/L MSBNR/L MSRNR/L

KAPR:TS" KAPR: TS KAPR: ?5 I KAPRTS '
"‘

Page  A13B A48 Al4T Al48 Alag A159

MSKNR/L MSONN PSKNR/L

KAPR:TS" KAPR: 45 KAPR: TS

Page A160 AlB1 Al1GT

Iosert m i s Chipbreaker selecton reference Recommended mnm

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 A73

:
|
2
£
i
:
£
8




General Turning Inserts /

Cemented carbide and cermet inserts

# SN l:, D (Heguties inmerts) 5 Good working condition (2 Normal wrking condiion. (9 Bad working condiion

5 [gstee! CLOLBS VO Ve =15

g M stainless stesl o Ly b Lo LA =o
[Ecm ron cwe =

— | | Nen-furraus fetal 25

oy

o
|

Inserts Type

§
:
E
%

YBM153
¥D201

YEMZ15

YEMZ51

YBM253

YBS103

YBDO52

YBD102

YBDi52

YNG151C ool

YD101 m.1 4
cartide

SNMM120408-DR | 127 | 127 | 476 [ 5.16 | 08
snummunn 127 | 127 | 476 | 518 | 12 | \

e e e e
e e - —————— 2 R R R R R R

o)
:
g
g
2
g
3
:
3

EHHH'IEQ'E‘IMH 15.875 1-5.!]"5 5.35 635 | 12

SNMM150616-DR | 15875156873 635 | 6.35 | 16

SNMM190608.DR | 19.05 | 1905 | 635 | 7.94 | 08

For roughing suummu.un 19.05 (1905 | 635 | 784 | 12

5HHH1W1G—DH 19.056 |19.05 [ 635 | 7.94 | 16 i 3

SHIHIHNBMH 1905 1905 635 | 7.84 | 24 *
SHHH.ZM-TM-DH 254 | 254 | T4 | 9.2 | 24

SNMM250924.DR | 254 | 254 | 9525 | 812 | 24 +*

5HHG1MER 127 | 127 | 476 | 516 | 08

= SNMG150608-ER | 15875|15873| 635 | 6.35 | 0B
] QN“G15M12 EH 15315 15”5 535 535 12_ ..................................................................................................................... o .

*
Forrughiog SNMG1S0812ER. | 1905|1008 03 70| 12| ok

*
ER SNMG120412-ER | 127 | 127 | 476 | 5.16 | 12 *
*

*

SNMG190616-ER 19 05 19 05635 | 794 [ 16
#Recommended grade (always stock availabla)  @Available grade (always slock available) _Make-to-order

Applicable tool

DSENR/L PSBNR/L
KAPR:TS" KAPR:TE

MSBENR/L MSRNR/L
KAPR:TS® KAPR:TSE

Al4T Al48 Alag A58 A159

MSKNR/L MSONN PSKNR/L
mpﬁ 75 o KAPR:4S KAPR:7S"

Page AlB1 AlBT

A74



\ General Turning Inserts

Cemented carbide and cermet inserts

Fa SN D D tm I"mj 3! Good working condition (2 Normal working condition () Bad working wnm-o:\

o gﬂmﬂl COUOLEE VL VS <1+

= M stainless stesl = s i i i) b b
e LI = (P e0e @

il
3]
|

RE e ? ' - Mon-farmous metal = 'é-;.l
L |

Dimensions{mm) Coated cemented carbide

Inserts
ot Type

YNG151 |Cenmet

YBC102
YRC2O3
i YRC152
® ® ® @ |vBCcE2
i YBC352
YBG102
YBG105
YBG202
YBG205
YBG212
YBGI02
YEHO52
YEM153
YEMZ15
i YBM251
* % o % |YEM253
YES103
YBDO52
YED102
YBO152

YNGIS1C Josted oome|

¥YO101 m.1

YD201 carbide

ER  SNMM250724-ER | 254 | 254 | 7.04 | 812 | 24
SNMM250732-ER | 254 | 254 | 784 | 912 | 32
w Sﬂummﬂ 2!'.}.4 251 9.525. 9.12 2.4
For roughing SNMM250932-ER | 254 | 25.4 | 9525|912 | 32 |
SNR |SNMG120408-SNR | 12.7 | 127 | 476 | 516 | 08 Y

For roughing

L%

SNMM120408-HDR | 127 | 127 | 476 | 516 | 08
SNMM120412-HDR | 12.7 | 127 | 476 | 516 | 1.2
SNMM120416-HDR | 127 | 127 | 478 | 516 | 16

SNMM150608-HDR | 15875 15875| 6.35 | 6.35 | 08

HODR SNMM150612-HDR | 15875 |15.875| 635 | 635 | 12

i i snummm-unﬂ 1587515875 6,35 | 6.35 [ 1.6

; suummmnn 15875 |15875| 635 | 635 | 2.4

suummunn 19.05 | 19.05| 635 | 794 | 0.8 o

FM th LT Pl POl Y TN e e . . .- . . T PR P AT . S ¥ Lioa . . —

machining 5NHI|I1£H12-HI:|R 19.05 | 19.05 | 635 | 704 | 12

5NHH1NE1E-HEIR 1905 (1905 635 | 794 | 16

suummmpn' 19.05 | 18.05| 6.35 | 7.04 | 24

suummuq-l-lun 254 (254 | 794 | 912 | 24 *

suummzq.unn 254 | 254 |9525| 912 | 24
s Recommended grade (always stock avadable)  @Available grade (ahways stock available) Make-to-order

Applicable tool

DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSENR/L MSRNR/L

KAPR:TS" K.A.PR 75 KAPR:45" KAPR: TS il KAPR: TS KAPR: TS
’ ’ .. :

Al4T Al48 Alag A58 A159

MSKNR/L MSONN PSKNR/L

KAPRTS® g WAPR:45 I KAPR: TS

Page  A160 AlB1 AlGT

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 A75
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o)
:
g
g
2
g
3
:
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General Turning Inserts /

Cemented carbide and cermet inserts

a s“ DD {Hisgacivs ll'l‘llfh} 4 i3 Good working condition |2/ Normal working condition ) Bad working condion

5 [gstee! CLOLBS VO Ve =15

g M stainless stesl o Ly b Lo LA =o
[Reastiren STEIS =
=

oy

o
|

_— | | Non-farrous metal ) 5
s ol

Inserts 'I"rp&

§
:
E
%

YBM153
¥D201

Yo101

YNG151C ool
L
cartide

YBM253
YES103
YEBDOS2
YED102
YBD1S2C

YBM215
YEMZ51

SHMMM190616-HPR | 19.5 | 19.05| 6.35 | 704 16 +*
SNMM250924.HPR | 254 | 254 | 9525 | 912 | 24 | * O

rrachining

SNMG120408-TC | 127 [ 127 | 476 | 516 | 0.8 *

SNMG120412-TC | 12.7 | 127 | 476 | 596 | 1.2 *

SNMG120404 127 | 127 | 476 | 516 | 04

SNMG120408 127 | 127 | 476 | 516 | 08 ® :

SNMG120412 127 | 127 | 476 | 618 | 12

SNMG120416 127 | 127 | 476 | 596 | 186

SNMG150608

15875|15875| 635 | 625 | 08

SNMG150612 1587515875 635 | 6.35 | 1.2

SNMG190612 1905 (1805 | 635 | 7.04 [ 1.2

SNMG250724 254 | 254 | TH4 | 912 | 24

SNMG250924 254 | 254 | 9525 | 92 | 24
#Recommended grade (always stock availabla)  @Available grade (always slock available) _Make-to-order

Applicable tool

DSENR/L PSBNR/L
KAPR:TS" KAPR:TE

MSENR/L MSRNR/L
KAPR: 75" KAPR: TS

A48 Al4T Al48 Alag A58 A159

MSONN PSKNR/L
KAPR:45° KAPR:TS"

AlB1 ANGT



\ General Turning Inserts

Cemented carbide and cermet inserts

Negative inserts
FSNDD ': " ] 5 Good working condition |2/ Normal working condition EJBmwmngwndm:\-
o gﬂmﬂl COUOLEE VL VS <1+

H Stainless steel = B [l b
8 mcaﬂt iron oo X

i | | Non-femous metal (e

il
3]
|

I

Hea et oy Tiaky GG

L8
£

Dimensions{mm) Coated cemented carbide

Inserts
L IC | & | 01| RE

YNG151 |Cenmet

YNG151C [ ol

YBC103
YBC203
YBC152
YBC252
YBC3S2
YBG102
YBGI10S
YBG202
YBG205
YBG212
YBGI02
YBHOS3
YBM153
YBM215
YEMZ51
YBM253
YES103
YEBDOS2
YED102
YBD152
Y101

¥ D201

SNMA030304 0.525 9525 | 3.18 | 381 | 04
SNMADS0308 9525 | 9525|318 | 381 | OB
SNMA120404 127 | 127 | 476 | 5.16 | 04

ehipbreaker SNMA120408 127 | 127 | 476 | 5.16 | 08 * * °

:
|
2
£
i
:
£
8

- SNMA120416 127 | 127 | 476 | 516 | 16 O %

SNMA160608 15675 (15875 6.35 | 6.35 | 06

SNMA150612 15675 (15875| 6.35 | 635 | 1.2 4

SNMA1S0612 1905 (1905 635 | 784 | 12 +*

SNMA190616 19.05 | 19.05| 635 | 7.94 | 16 * %

*Recommended grade (always slock avadable]  @Available grade (atways slock available) [ Make-to-order

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 A77T



o)
:
g
g
2
g
3
:
3

~ TN (Negative inserts)

General Turning Inserts /

Cemented carbide and cermet inserts

M stainless stesl

[Fste=
% [Rcastiron

I Non-farmous metal

Heat esistant iy, Ti iy

iz Good working condition (2 Mormal working condition () Bad working ncw:-m.'«ln::r':\'I
CooLEeD Lo 8

o oo oY

Cue

L
L
G
£

LA
=
=
=&

Inserts
shape

Dimensions{mm)

E
;
:

i

I | 8 | D1

RE

YBC152
YBC252

YBC352

YBG105
YBGI0Z
YBG205
YBG212
YBG302
Y¥BHOES
YEM1E3
YEM215
YEM251
YEM253
YES103
YBDOS52
YBO102
YBD152

YBG102

YNG151 |Cermet

YNGISTC osted oamal|

Yoot
YD201

XF

Far finishing

16.5

16.5

8.525 | 476 | 3.81
8525 | 476 | 3.81

0.4
na

*  » [YBC103
* @ |YBC203

‘ e i ﬁ_fﬁ.ﬁf n ::_::_::f:_:::_:::_f_::_:: HEW Efﬁf_..ﬁ nn T

9.525 | 476 | 3.81

9.525 | 476 | 3.81

0.4

o.g

Faor 'ﬁm:hmg I 0 S T EBIE
TNMGZ20412-DF

THMG160412-DF

TNMG220408-DF

9.525 | 476 | 381

127 | 476 | 516

127 | 476 | 518

0a

12

12

SF

Far finishing

THNMG110304-5F

04

THMG220412-5F

0.8

* * ]
* * ]
*
Ol
0.4 * il
*

0.8

12

*

Applicable tool

DTGNR/L

KAPR:81°

W Recommended grade (always stock avalable)

B 4vailable grade (abways stock available) ‘Make-to-order

PTFNR/L
KAPR:S1°

Page  A139

A150

AlS1

AlS2

A1B2 A1B3

MTJNR/L MTJNR/L-Z
KAPR:93" _ KAPRS¥

AlEd

MTFNR/L
KAPR:91"

PTFNR/L
KAPR:90°

Page  A165

A78

A198



\ General Turning Inserts

Cemented carbide and cermet inserts

Fan TN D D tm I"mj 3! Good working condition (2 Normal working condition () Bad working i;::»m:m-':n_l:-\‘h

gﬂﬂwl CLOLBE VLLLYS =1+

&o®

s
. H Stainless steel e S8Sgeg Qg9 b
§ mcaﬂt ircn CeeE =

- Mon-farmous metal LY .ﬂ

W rsistart aboy, T oy

C
L]
G

Dimensions{mm)

Inserts
L IC | & | 01| RE

YNG151C [ ol
4]
tarbide

YBC102
YBC203
YBC152
YBC252
YBC352
YBG102
YBG105
YBG202
YBG205H
YEH315
Y EGA20
YBHOS2 g

I IYBM215
YEM253
YES103
YBDO52
YED102
YBO152
YNG151 | Cemmet

TNMG110304-EF 1 | 635|318 | 226 | 04
THHG'HI:IMB-EF H | 835 | 348 | 228 | o8 '
EF TNHG1MEF 165 |9525 478 | 381 | 04

* %
i
*

oo
* % Ok % % Y8G205

'I'NilIG1MEF 16.5 | 9.525 4.?6 3.31 05
THMG1HM12—EF 16.5 (9.525| 4.76 | 3.81 | 12

Far ﬂnlsmnq THNMG220404-EF 22 127 | 4.76 | 5.16 0.4

THMG220408-EF 22 | 127 | 476 | 516 | 08

* %%
*

THMG220412-EF 22 (127 | 476 | 516 | 12

ES |TNMG160404.ES | 165 |9.525| 476 | 381 | 04 *

TNMG160408-ES | 16.5 (9.525| 476 | 381 | 08 *

THMG180412-E5 1685 [9.525| 476 | 3.81 | 1.2 +

For finishing

ADF |TNMG180404-ADF | 165 9525 476 381 | 04 * %

TNMG160408-ADF | 165 |9.525| 476 | 381 | 08 %* %

TNMG160412-ADF | 165 |9.525| 476 | 381 | 12 L -

For finishing

% Recommended grade (always stock avadable) @Available grade (abways slock available) _Make-to-order

Applicable tool

[I'I'EHH,I'I. PTFHR/L
KAPR81% a KAPR:S1°

PTGNR/L MTGNR/L MTJNR/L MTJINR/L-Z
KAPR:93° = KAPR:92°

Page A1S1 A152 AlB2 AlB3 AlE4

MTFNR/L Ft.r
KAPR91"

.0

Page  A165

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 A79
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o)
:
g
g
2
g
3
:
3

TN (Negative inserts)

General Turning Inserts /

Cemented carbide and cermet inserts

PE
E M stainless steal

e sesisa iy, Ti oy

mcasl ron

| Non-fermous mal

it Good working condition (25! Mormal working condition
woLLew v
e o

]
.
'
3

L4

'Eﬁﬂﬂdmingmmmﬂ\'
LA~
i

owe

E €

AL

L
- -
L

Dimensions{mm)

Coated cemented carbide

YNG151 | Cammat
et
mq L
cartude

TH'PH‘ 2] Cd U DO e Lo L I E I o | E
shape ol L (ol s Esﬁﬁﬁsesggﬁgﬂégnﬁggg Bl 5
BeE828888 fizoannbaesaz2s8
> > > > > > > > > > > F > > > > > > F =
THHGﬂnmm 6.35 | 318 JI 226 | 04 &
TNHGHI.'ISDE-FH B35 (318 | 228 | OB -
PM mummm 0525 476 ] 381 | 04 % ¥ * %
¥ TNMG180408-PM 9.525| 476 | 281 | o8
| o THHG1HH12-PH 8.525 4 Tﬁ 381 | 1.2 + * *
Far semi- mmzmpm 127 | 476 | 516 | 08 * * O
finishing e S T T &
THHG!EGH!-PH 127 | 476 513 1.2 +*
mm:mns-nm 1127|476 |56 18 |
mm1mxu| 9525 | 476 | 381 | 04 |4 %
XM mm1mm 9525|476 | 381 | 08 |w %
mumwu.m 5 |o525| 476 | 381 | 12 |% %
TNMG160416-XM 0525|476 | 381 | 16 |4 %
mmzmxu | 22 | 127 ] 476|516 | 08 | %
Fm. sqmi- J A iy .|| WA . e -
finishing | TNMG220412-XM 127 [ 476 | 56 | 12 |k
TNMG220416-XM 127 | 476 | 518 | 18 |9 %
% Recommended grade (always stock avaiabla) @ Available grade (abaays slock available) ‘Make-to-order
Applicable tool
OTENR/L PTFNR/L PTTNR/L PTENR/L MTENR/L MTJINR/L-Z
KAPR:81° HAPR:E1" B0 ! KAPR:33°
Fags Al139 A150 A151 AlS2 Al1B2 AlE4
MTFNRIL PTFNR/L
KAPR:91® KAPR:OO
Page  A165 A198

A80



\ General Turning Inserts

Cemented carbide and cermet inserts

s TNDD (Negative inserts) 5 Good working condition (22) Narmal werking condition EMWN'WN'W_\"
%BSM DLOLED vLLLEo oo

&o®

5
| M stainless steel = woow L= =
§|:Ecamm STET =2

| Non-fermous metal

iz
3

Hisat resistant oy, Ti oy wr

L4

Dimensions{mm) Coated cemented carbide

Inserts
L IC | & | 01| RE

YNG151 |Cermet

Yoot
YD201

YNG151C {oated et}
G
carkide |

YBG205H
YBS215

YBO203
) YBC1S2
YBC252
YBC3IS2
YBG102
YBG105
YBGI0Z
YBG205
¥BGI02
Y¥BHOES
YEM215
YEM251
YEM253
YES103
YBODOS2
YBOD102
YBD152

YBC103

TNMG110308-DM 1 | 835 | 318 J| 226 | oA
mm1mm"' tesfosss|aze[sa [0a [l kxl Lol B B & 0 Nl
'mum O it et ] i e * * . . N 5 I
A TNMG1m1z_m| 165 |9.525| 478 | 381 | 12 SR
4 h e E P S R Al * e 1 . N = A
_Fw s mmzmmzz ErENT leww* * oo o o R | N

finishing N LT e el B R
THHG!!G‘W-DH 22 | 127 [ 476 | 516 | 1.2 (

mm:mns_m 22 | 127|476 | 518 | 18

TNHGWMN-EH 16.5 | 9.525| 476 | 3.81 | D4 ®* * *

M mm1m-5m 165 |9.525| 4.76 | 3.61 | 05 ®** *

TNIIIG1N412-EII 18.5 | 9.525 | 4.76 | 3.81 | 12 IE 1 e
WHGIMEH 22 | 127 | 476 | 516 | 0A & *

For semi- mm:mu_su 22 | 127 | 476 | 5.18 | 1.2 +*
fimizhing

ok k%%

TNMG220416-EM | 22 | 127 | 476 | 516 | 16 *
THHG1W-W4-EG 165 |9.525| 4.76 | 381 | 04 *

EG
‘ TNHG1W12-EE 16.5 | 9.525| 476 | 3.81 | 1.2 *

For semi-
finishing

#Recommended grade (always stock availabla)  @Available grade (always slock available) _Make-to-order

Applicable tool

[I'I'EHH,I'I. PTFHR/L
KAPR81% a KAPR:S1°

PTGNR/L MTGNR/L MTJNR/L MTJINR/L-Z
KAPR:93° = KAPR:92°

Page A1S1 A152 AlB2 AlB3 AlE4

MTENR/L PTFNR/L
KAPR91% ) KAPR: 90"

.0

Page  A165

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 Ag1
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|
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:
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g
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g
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:
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~ TN[J[] (Negative inserts)

General Turning Inserts /

Cemented carbide and cermet inserts

= ESW
E M stainless steal
mcasl iron

53 Good working condition (2 Marmal working condition 4/ Biad working m.m;\

CeoRew

v Qo

oY

Cwe

bl 3
e

: €

LR

Light-load
raughing

THMM1E0408-LR
THMM160412-LR

THMMZ20408-LR
THNMM220412-LR

THMM2ZZ0416-LR

4.76 |

4.76

12.7

476 |

4.78

* % ok o+ #

] |, | Non-ferrous metal =
Fhead resistant alloy, Ti aloy Tl = o
Inserts T
mape | | on|RelcEEagseEEsgERE e EES,;
2geEEa i aE232322228223/2238
Eal i ol ol ol ol o il il ol il ol i o ol = =l bl -
EH TNMG160408-EH | 165 [8525| 476 | 381 | 08 +*
Fior semi-
finishing

DR

N

Light-laad
raughing

THNMG160408-DR

THMG160412-DR

THMG220408-DR

TNMG220412-DR
THMG220416-DR

16.5
16.5
22

8.525

9.525

12,7

12,7

127

215

15,675

15875

15875

16

Applicable tool

DTGNR/L

KAPR:81°

wRecommended grade (always stock avaiable)

@Available grade (ahways stock available)

Make-to-order

PTFNR/L
KAPR:S1°

A139

Paga

A150

AlS1

AlS2

AlB2

MTJNR/L-Z
KAPR:82°

AlEd

MTFNR/L
KAPR:91"

PTFNR/L
KAPR:90°

Page  A165

A2

A198



\ General Turning Inserts

Cemented carbide and cermet inserts

/’TNDD (Negative inserts) i3 Good working condition {22 Normal working condition 'E»‘Baﬂwm"'ﬂm'mﬂ\
%ESM CLoLee v e oo

&o®

5
| M stainless steel @ v A= L
§|:Ecamm STET

| Non-fermous metal
Heall resiskan] alioy, Tialoy ol

& &

L]
L4

Dimensions{mmi) Coated cemented carbide

L |IE| S |B1|RE

YNG151 |Cermet

Yoot
YD201

YNGISTC osted oamat|
G
cirtde |

YBC103
YBC203
YBEC152
YBC252
YBC352
YBG102
YBG105
YBG202
YBG205
YBG212
YBG302
YBHO53
YBM153
YBM215
YBM251
YBM253
YBS103
YBDOS2
YBOD102
YBD152

THMM160408-DR. 16.5 |8.525| 476 | 381 08
INMM160412.DR | 165 |9.526 | 476 | 381 | 12 | o T
mmuzznquu-nnu Ipe st
Jﬁ\ TNMM220412.DR | 22 | 127 | 476 516 | 12
e B N B E B EE B

er roughing | muuzrmz.nn 275 |15875( 635 | 5.16 | 12

THHHETDE“—DR 275 (15875 635 | 516 | 16

ER TNHG‘IHHM—ER 165 (8.525| 476 | 381 | 0B

TN!IIG1W12-ER 185 |9.525| 476 | 381 | 12
1 TNIIIG!M—ER 22 | 127|476 | 516 | 08

For roughing mmzmm.sn 22 | 127 | 476 | 518 | 1.2

:d-f:l-;:d- * |

THNMG160408-SNR | 165 |9.525| 476 | 381 | 08 N ] ) *

‘

For roughing

SNR

W Recommendad grade (aheays stock avadable)  @Available grade (abways slock available) Make-to-ordes

Applicable tool

DTGNR/L PTFHR/L
KAPR81% o KAPRAT

PTGNR/L MTGNR/L MTJNR/L MTJINR/L-Z
KAPR: 80" KAPR:93° = KAPR:92°

2

A150 A1S1 A152 AlB2 AlB3 AlE4

PTFNR/L
Kﬁ.PRn'rﬂﬂ"

Page  A165

Iosert m i s Chipbreaker selecton reference Recommended mnm

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 Ag3

:
|
2
£
i
:
£
8




o)
:
g
g
2
g
3
:
3

~ TN[I[] (Negative inserts)

General Turning Inserts /

Cemented carbide and cermet inserts

i3 Good working condition (2 Marmal working condition (&) Biad working wndlhm"\'

= 5 [gstee! SUOLYE VY o ==
- E"su.mmsmm & Qg b el Loy
] gC3sion oo ©
ai =T -
=3 | Nan-ferous mtal CUEd
il etz oy, Ti aloy i o :: i
I TH'PH‘ oA ] o o
LS | PR B8 8553222585828/2(238
o o] [+ -] m | Qo
> > > 3> > > » > > > > > > > 3> > > > >|>|F|>>
TNMM160408-HOR 16.5 |9.525| 476 | 3.81 | 08
TNMM160412-HDR | 165 | 0.525 | 478 | 381 | 12
HDR .m.H.H.zzﬁ.u&-.H.mt. ..... .25 ....... 1 2.I..r 4I?ﬁ 5 1ﬂ. .u :.E...._ ........ 8 b S b . 0 0 S . b bt it s s st s s ettt s
L [TNMM220412.HDR | 22 | 127 | 476 | 518 | 12 C
..............................................
TNMM220416-HDR | 22 | 127 | 476 | 516 | 16 5!
For heavy | TNMM270612-HDR | 275 15875| 635 | 635 | 12
mamini“g ...............................................................
TNMM270616-HDR | 275 [15875| 835 | 635 | 18
TNMM270624-HDR | 275 15875 635 | 6.35 | 24
Tnummmm 16.5 |8.525| 476 | 381 | 04 *
TC 'mm moa.rc' TTHEEEEIr A *
‘ mm-'w‘z‘m . 155 gﬂﬁ...‘*}.ﬁ.. 3.-51. 12 ..................................................... *
TNMG:m-i'iz-Tc 22 (127 | 476 | 596 | 12 +*
TNMG220416-TC | 22 | 127 | 476 | 516 | 16 *
TNMA 160404 165 (9525|476 | 381 | 04 T
Withaul TNH.MEIHDE 18.5 (9.525| 476 | 381 | 0B * %k
cpiiy mmwmz 165 (9525 | 476 | 381 12 o
o TNMA160416 16.5 |9.525 | 4.76 | 381 | 16
— mmﬂm i 22 12’? 47.'5 = "|E U‘:ﬂ-
TNMA220408 2 | 127 4m|51a 0.8
INMAZTOS16 | 275 |15875| 635 | 635 | 16
*Recommended grade (always stock avadable) @Available grade (abways stock available) | Make-to-order
Applicable tool
OTENR/L PTFNR/L PTTNR/L PTENR/L MTENR/L MTJINR/L-Z
KAPR:81° . KAPRS1" KAPR:B0° KAPR:80" KAPR-80° KAPR:33°
Fags Al139 A150 A151 AlS2 Al1B2 AlB3 AlE4
MTFNR/L PTFNR/L
KAPR:91® KAPR:OO
Page  A165

Ag4



\ General Turning Inserts

Cemented carbide and cermet inserts

Fa VNDD (Negative inserts) &3/ Good working condition (2 Normal working condition @Bmwmngwndm:\
5 [Fstee CUOLED YLLYE oo
%HS‘.EIMTBEEBIEB| = S2gE S L
g[ﬂcmtirm L

| Mon-{armous metal

R

(LE
¥

W rsistart aboy, T oy i

L 4

Dimensions{mm) Coated cemented carbide

Inserts
L IC | & | 01| RE

YNG151 |Cenmet

Y101
¥ D201

YNGIS1C fostedoome|

YBC103
YBC203
YBC152
YBC252
YBC3S2
YBG102
YBGI10S
YBG202
YBG205
YBS315

YB9320

YBHOS3
YBM153
YBM215
YEMZ51
YBM253
YES103
YEBDOS2
YED102
YBD152

XF  |VNMG160404-XF | 166 9.525| 476 | 3.81 | 04
VNMG160408-XF | 166 |9.525| 476 | 381 | 08

I
EaE A

I VNMG160412-XF | 166 | 9.525| 4.76 ! g | 12

For finishing

DE  |VNMG160404-DF | 166 (9.525| 476 | 3.81 | 04 * ®

B VNMG160408-DF | 166 |9.525| 476 | 3.81 | 08 * L

e e e e ey & o

Far finishing

EF VNMG1E60404-EF | 166 | 9.525 | 4.76 | 3.81 | 04 ok ¢ * %

H VNMG180408-EF 166 | 9.525 | 4.76 | 381 | 08 O % * *
VNMG1E0412-EF | 166 | 9.525| 476 | 3.81 | 12 [ *

For finishing

ADE |VNMG1E0404-ADF | 166 (9525 | 476 | 381 | 04 * %

VNMG160408-ADF | 166 |9.525| 476 | 381 | 08 * %

¢

Faor finishing

NF  |VNEG160404.NF | 166 (9525| 476 381 | 04 *

s -

For finishing

VNEG160408-NF 166 |6.525| 476 | 381 | 08

*Racommended grade (always stock avadable)  @Available grade (ahways stock available) Make-to-order

Applicable tool

DVVNN DVINR/L MVVNN MVJINR/L
KAPR:T2"300 KAPR: 92 KAPR:72°30° KAPR: 83"

= 5=

Page  A140 A140 A166 A1E7

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 Ags

:
|
2
£
i
:
£
8




 VN[][] (Negative inserts)
5 [gstee!

M stainless steel

General Turning Inserts

Cemented carbide and cermet inserts

Inserts
shape

Type

o1

o)
:
g
g
2
g
3
:
3

NGF

e

Far finishing

5F

S

Faor finishing
PM
e

For semi-
finishing

XM

-

For semi-
finishing

VNEG160408-NGF

VNEG160412-NGF

VNMG1E0404-5F

VNMG160408-5F

16.6

16.8

4.76 I 381

4.76

3.81

|

476

4.7

381

| 381 | 0,

VHMG160404-PM
VNMG160408-PM

VNMG1E0412-PM

.81

|38

VNMG180404-XM
VHMG1E0408-XM

i

| 381

VNMG160412-XM

4,76

DM

——
For semi-
finishing

VHMG160408-DM

VHNMG160412-DM

476 | 3.81

Applicable tool

DVVNN

KAPR 7230

wRecommended grade (always slock avaidable)

DVJINR/L
KAPR93°

= 5=

Page

A6

Al40

4140

MVVNN
KAPR:72°30°

A166

=3 Good working condition () Mormal working condition () Bad working mnuu:;-.\-
CEERED

e
E €

4

Coated cemented carbide

YNG151 |Cenmet
carbide

YNG151C |t oemel]

YBC103
YBO203
YEC152
YBC252
YEC352
| YEG10Z
[ @ @ YBGID5
YEG202
YBG205
YBG212
YBG302
YBHOS3
YEM153
YEMZ1S
YEMZ51
YEM253
YBS103
YEDO5Z
YED10Z
YEDi52
YD101
Y0201

thl-l

3.81 o 0

3.81

@available grade (abways slock available)

==



\ General Turning Inserts

Cemented carbide and cermet inserts

 VN[J[] (Negative inserts)

H Stainless steel

§mcaﬁtirm

i L | Non-farrous matal

e

Mt rsistart sy, i iy

3! Good working condition (2 Nommal working condition (&) Bad working wndl-o:l\'
Dogoeo

oo
T
cue

BEoees

O QLLY oW

s
]
G

Inserts

Dimensions{mm)

E
é
%

Type

I | § | D1 | RE

YBC103

YBC203

YBC152

YBC252

YBC352

YNG151 |Cenmet
YNG151C el oemel]

YBG102
YBGI10S
YB35
YBG3I02
YBM153
YBMZ15
YBM253
YES103
YEBDOS2
YED102
YBD1S2C
Y0201

o

For semi-
finizhing

EG

§

For sami-
finishing

VNMG160404-EM

VHNMG160408-EM

VNMG1E0404-EG

VYNMG160408-EG

16.6

16.8

9.525

9525 | 476 | 3.81 | O4

476 | 3.81

0.8

@ @ vBc2

| % % |YBG20S
| % . ® [YBG205H

o
D a

16.6

16.6

NM

For semi-
finishing

SNR

VHMG1E0412-NM

“

16.6

VNMG1E0408-5SNR
VHMG1E0412-5NR

16.6

16.6

9.525

9.525 | 4.78 0.8

476

9525 | 476 | 381 | 04 *
9525 | 476 | 381 | OB *
9.525| 476 | 381 | 1.2 i 3 )

For roughing

TC

¢

9.525 0.4

*

VNMG160408-TC

VNMG160412-TC

9525 0.a

9.525 381

12

*

Applicable tool

DVVNN
KAPR:T2"300

wRecommended grade (always slock avaidable)

DVJINR/L
KAPR93°

Al40

Page

e )

A140

AdB-A48

i )

MVVNN
KAPR:72°30°

A166

AZVIAIE-AL5

MVJINR/L
KAPR 83"

ATET

Chipbraaker selechion reference
ADLATT

@available grade (abways slock available)

Recommended an

AZ222-A224

U Make-to-order

ABT7

:
|
2
£
i
:
£
8




o)
:
g
g
2
g
3
:
3

— WIN[[] (Negative inserts)
[Fstee

B0°

General Turning Inserts /

Cemented carbide and cermet inserts

M stainless steel

e Good working condition (2 Normal working condition
Cooueg

e

v ww

L8

L=4~]

e

CTH

i

(&) Badd working thllm:\'

el
=

E

e

2

Inserts
shape

Type

Coated cemented carbide

RE

YBC103

YBC152
YBC252

YBC3S2

YBG102
YBGI10S
YBG202
YBG205
YBG212
YBGI02
YBHOS3

YBM153
YBM215
YEMZ51
YBM253
YES103
YEBDOS2
YED102

YBD152

YNG151 | Cormet

Yo101
¥ D201

YNGIS1C Jaeomel|
L
cartide

XF

e

For finishing |

HNHEH'MMJF
WHMGMNM IF

WHHEWNM-IF
WHMEE@UIN-IF

WNME'DG&Nﬂ )IF

6.5
85

57

87

87

9,525
B.525
127

127

‘sZ.T

4,78

478

4.76
4,78

476

3.81

0.4
na

04

» [YBC2OZ

*

*

DF

T
N

For finishing

WNMGOETI04-DF

6.5

9.525

397

&5
6.5

6.5

9.525

397

9.525

9.525

387

4. 76

%*
* %

A

WHMBDENM EIF

WHMENN12-DF

8.5

65

* %

WNMG0E0404-DF

WMHGMNM-DF
WHHBD:BNﬂ-EIF

87

87

87

¥k

For finishing

WNMGOET3I04-SF

WHHGMTM&SF
WHMEWTME—SF :
WHMGNNM—SF

WNHM-EF
WNMGOE0404-5F

wuuﬁmnﬂz-&F |

4. 76

4.76

4,76

4. 76

06

*
*

*

FIEIE I S

Applicable tool

DWLNR/L
KAPRSS

Ags8

#Recommended grade (ahlways slock avaiabla)

KAPR 95“

MWLNR/L

KAPR:

a5°

P >

A5

K.-".PR 95°

@4vailable grade (atways stock available)

Make-to-order



\ General Turning Inserts

Cemented carbide and cermet inserts

— WIN[[] (Negative inserts)

Eﬁﬂwl CLOLBE VLLLLS

B0°

H Stainless steel e EaaaE Sl

g
¥
g
L&
4]
£

i Good working condstion (22 Normal working condition (=) Bad working condition

I § mcml. iron tjw@

~

b
=

& E

]

Inserts
Shiige Type

YB8215
¥ BS320

YEBHOES
YBM153
YBMZ15
YBM253
YES103
YEBDOS2
YED102

YBD152

YNG151 | Cormet

Y101
¥ D201

YNG151C (ol
LY
tarbide

WNMGOSTI04-EF | 65 |8.525) 3467 381 | 04
WNMGOETI08-EF | &5 | 9525 397 3681 | OB

*

*
e e 331 E ; O
WNMGOG0404EF | 65 (9525|476 (381 04 | @ % *

WNMGO60408-EF | 65 |9.525| 476 | 3.81 | 0.8 o *
For finahing |- R R

WNMGOS0408-EF | B7 | 127 | 476 | 516 | 08 & & * *

WNMGOE0404-ES BT (127 | 476 | 516 | 04 -

For finishing

WNMGOBD404-EF | BT | 127 | 476 | 596 | 04 8 & & * %

Es W F—— wrav ” S—— P—— . " S——
‘ WNMGO80408-ES | 87 | 127 | 476 | 5.16 | 08 5

WNMGOB0404-ADF | 5.5 |9.525| 476 | 381 | 0.4 o
WNMGO0408-ADF | 65 |9.525 | 476 ] 181 | 08 S

ADF
‘ WNMGOB0404-ADF| 87 | 127 | 476 516 | 04 % *
S e |k T EE

Far finishing

WNMGOB0412-ADF| BT | 127 [ 476 516 | 12 o ¥

NF  \WNEGOS0404-NF | 67 | 127 | 476 | 516 | 04 *

Faor finishing

WNEGOBO40S.NF | &7 | 127 | 478 516 | o0& +*

wRecommended grade (always stock avalable)  @Available grade (ahways stock available)

Applicable tool

DWLNR/L PWLNR/L MWLNR/L PWLNR/L

KAPR 85" _— KAPR 95" KAPR95" MP%

Page  AT41 A153 A168 A109

Irmgant m @mmwﬁm Chapbraaker selection reference Recommended mg;@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224

Make-to-order

AB9

:
|
2
£
i
:
£
8




o)
:
g
g
2
g
3
:
3

— WIN[][] (Negative inserts)

S
-

General Turning Inserts /

Cemented carbide and cermet inserts

Ds-la-al

g M stainless stesl

mﬂaﬂ. iran

. | Mon-lafrous matal
ol reistart oy, i iy

s> Good working condition (22 Normal working condition (23 Bad working -cnndlﬁl:;'l\‘
WELDLBW
o

TR

b=

(=g

Cee

i~
==

Inserts
shape

Dimensions{mm)

& @

i

¥
3

]

Ic

o1

YBC103
YBC203
YBC152
YBC252

YBC3S2

YBG102

YBGI10S

YBG202

YBG205

YBG212

YBGI02

¥EBHO53

YBM153

YBM215

YBM251

YBM253

YES103
YEBDOS2
YED102
YBD152

YNG151 | Cormet

YNG151C |t oemel]

Y101
¥ D201

For semi-
finishing

xm

- ¥

For semi-
finizhing

MHWH
WHMW1 E-F'H

WNMEWU-IN—FH
WHHGUHDI-UB—FH

WHMEM1E-PI|I

WNMBWMW—FH
WNHMO!-FM

WHMG'DEDIN-—IH

WHHIEWNHB-IH

B5.525

9525

12?

12.7

12.7

476 | 3.81

476 | 381
T
476|518 |
476 | 5.1
reawTeE

516

*

Wﬂﬂmﬂ IH

WMHEWNM—IH

WNMWMH—IH

WMMM‘II IH

WHHBWMﬁ-IH

12,7

127

i

3.81

381

5.16 | 04

5.1’6

5.15 12
5 16

4?6 1E

0.8

**

**
* %

Lot Lo

o+ *

*
* *
*t

**

Applicable tool

DWLNR/L
KAPRSS

Ag0

W Recommended grade (always stock avalable)

PWLNR/L
KAPR: 95"

A5

MWLNR/L
KAPR:85"

B 4vailable grade (abways stock available)

Make-to-order



\ General Turning Inserts

Cemented carbide and cermet inserts

WN /[ ][] (Negative inserts)
(] " 52 Good working condition () Normal working condition ) Bad working Wndnl.u::'l\‘

Eﬁﬂwl CLOLBE VLLLBS

B0°

i O
(UM ¢

M stainless stes O Wy o
i 8 [Rcastiron Cwe

|
5
:
g
5 &

g
¥
g
L]
o
£

Inserts
Shiige Type

Y101
¥ D201

YNG151C (ol
L]
tarbide

YBC103
YBC203
YBC152
YBC252
YBC3IS2
YBG102
YBG105
YBG20Z
Y¥BG205
YBG205H
YBS315
YBGI02
YEBHOS3
YEM215 g
YEBMZ51
YBMZ53
YBS103
YBDOS2
YBD102
YBD152
¥YNG151 | Comet

muﬁﬂﬁm 65 (9525|397 | 381 | 04
wuuammam 65 (9525|397 | 381 | 08
DM WNMGOET312.0M | 65 |9525| 397 | 381 | 12

1 wuusmmuuu 65 (9525 476 | 381 | 08 +* ¥ ®
Q WNMGO60412:DM | 65 |9525| 476 | 381 | 12 O
wuuammuu 87 | 127 | 476 | 5.16 | 04 * % )
Fiar semi- . el e L TR S (A V. SRR PP T - MR S - (R P

fimishing m"mnu BT (127 | 476 | 516 | 08 *

:
|
2
£
i
:
£
8

WHNMGOB0412-DM | 87 | 127 | 476 | 518 | 12 - &

WNMGOB0416-DM | B7 | 127 [ 476 | 516 | 16

WHHEDET!-N—EH 6.5 |8.525) 387 | 381 | 04

WHMBWTM-E" 6.5 [9525)| 397 | 381 | DA

* % %

WNMGOET312.EM | 55 |9.525| 397 381 | 12
wuumum 65 |9.525 1.151'3_31 0.4

%
A 4 4 %

WNMGOG0408-EM | 65 9525|476 381 | 08 o *

For semi- WNMEWN-IH-EM BT | 127 | 476 1I 516 | 04 . i‘ * *
finishing B e e el
WHHMDIHB-EH BT | 127 | 476 | 516 | 08 . * * *

WNMGOSO412-EM | B7 | 127 | 476 | 516 | 12 % % *

EG WNMGOE0404-EG | &7 [ 127 [ 476 | 516 | 04 +*
muemmnu.ne 87 |127 | 476 | 516 | 08 I
WHNMGOS0412-EG | 87 | 127 | 476 516 | 1.2 *

Foa Sermi-
finishing

wRecommended grade (ahways slock avalable) @Available grade (abwarys stock available) Make-to-order

Applicable tool

DWLNR/L MWLNR/L
KAPRSS" mpn 95" KAPR:85" - MPR%"‘

&

A153

mwm Chapbreaker selection reference Recommended m;f@
AZAIE-A45 A24-ATT A2Z2-AIT4 A a1




o)
:
g
g
2
g
3
:
3

e WND D (Negative inserts)

S
-

General Turning Inserts /

Cemented carbide and cermet inserts

_‘ﬁmﬁlﬁﬂl

g M stainless stesl

mcaﬂimn
27 Non-ferrous metal
ol reistart oy, i iy

i=> Good working congition (22 Normal working condition (23 Bad working -t:::-nl;inil:;'l\'I
BERoe9

Seees

w SeU L=l

Cee

]

i~
==

(E

& @

¥
1

Inserts
shape

Type

Dimensions{mm)

Coated cemented carbide

s | D

YBC103
YBC203

YBC152

YBC252

YBC3S2

YBG102
YBGI10S
YBG202
YBG205
YBGI02
YBHOS3
YBM153
YBM215
YEMZ51
YBM253
YES103
YEBDOS2
YED102
YBD152

YNG151 | Cormet

Y101
¥ D201

YNGIS1C Jostedoome|

EH
For semi-

finishing
NM

For sami-
finishing

DR

»

-~

(

For roughing

WNMGOE0404-EH
WNMGOE0408-EH
WNMGOE0412-EH

WNMGOB0408-NM

WNMGOE0412-NM

BT

-

BT

476 | 518
478

4.76

5.16

0.4

[LE:]

* ir * | YBHIIS

WNMGOE0408-DR

WNMG0E0412-DR

WNMGOE0408-DR

WNMG0E0412-DR

WNMGOE0416-DR

127 | 476 | 518 | 0.8 ok
127 | 476 | 5.16 | 12 *

SNR

For roughing

WNMGOE0408-5SNR

WNMG020412-SNR

Applicable tool

wRecommended grade (always stock avaiable)

Ag2

A5

MWLNR/L
KAPR:85"

@Available grade (ahways stock available)

Make-to-order



\ General Turning Inserts

Cemented carbide and cermet inserts

'u I: ” | Negative inserts
r/'"_ " ( } ﬁﬁm thlng oondlion k;;-ﬂgrmg mmmg condition '«:':_:':‘I Bad ng me:;:\
gﬂﬂ'ﬁ' DooLwes Lo Vo e

B0°

| o

H Stainless steel @ & [l d LR b
sTEF g (Rocestin GVe

& €

|
£
|
i

Fiaal esstart oy, T aloy e

C
L

Dimensions{mm) Coated cemented carbide

Inserts
L IC | & | 01| RE

YNG151 |Cenmet

Y101
¥ D201

YNG151C [ ol
L
tarbide

YBC103
YBC203
YBC152
YBC252
YBC3S2
YBG102
YBGI10S
YBG202
YBG205
YBG212
YBGI02
YBHOS3
YBM153
YBM215
YEMZ51
YBM253
YES103
YEBDOS2
YED102
YBD1S2C

wum;mrc 87 | 127 4.?&]5_15 0.4
WHMEMN#B-TC BT | 127 | 476 | 518 | 08

EAESE"

\WIMEWM12—TC BT 12.? 4?6]513 1.2

:
|
2
£
i
:
£
8

WHMMHTHM 65 [9.925| 397 381 | OB
WNHIADEIHM 6.5 19525 4.?15':3.51 04

mmmu 6.5 |9.525) 476 | 3.81 | 048 *

Without
chipbreaker

WHMI.IEDI'IE 65 9525|476 | 381 | 132

.. WHMDM BT | 127 | 476 | 516 | 04

=== wumumma 87 | 127 | 476 | 516 | 08 * * %
wummu BY | 127 | 476 | 518 | 1.2 % H ¥

WNH#BMHE BT (127 | 476 | 516 | 16 -*
*Recommended grade (always slock avadable) @Available grade (always siock available) Make-to-order

Applicable tool

DWLNR/L IIWI.I?H.'I P'WI.HF.‘.I'I.

KAPR:G5" KAPH 95“ KAPR:-95" - mpjy

Page  AT41 A153 ATE8 A189

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 Ag3



o)
:
g
g
2
g
3
:
3

~ LN

(Negative inserts)

General Turning Inserts /

Cemented carbide and cermet inserts

s> Good working condition (22 Normal working condition (23 Bad working -t:::-nl;inil:;'l\'I

Bl e A PECY CUCLBL VO ©o =TS
jﬂ LW g“sminrass sl -+ L LY =1 F LT =)
5 .@- A mcmiimn S (&
== &= iz .| Non-ferrous metal @
Heal ressstart aboy, Tialoy i e o et =
Inserts Type &
Ehaps Bg¥NYS833Y823253828883(8.-
L |iw| 5 |D1|REIEG-aR=3 S88-228888 55 - -
38888888 8835355325223(2/228
> > > > oo o>
RF LNUX191940-RF 1805 100 [ 1905 635 | 4.0 |%
B LNUX301940-RF 30.0 | 12.0 | 19.05 | 6.35 40 (%
RH LNUX191940-RH 19.05( 10.0 | 1905 ) 6.35 | 40 |% i = =
E LNUX3I01940-RH 300 | 120 [ 1905 635 | 4.0 %

Ag4

kRecommended grade (always slock avaiable)

@available grade (abways slock available)

Make-to-order



\ General Turning Inserts

Cemented carbide and cermet inserts

' cc D D (Positive inserts) & Good warking candiion € Normal working condiion 0 Bad working condition }

5 [gstee! CUOLBS VO Ve =15

g M stainless stesl O Qu Lo Lo QLR =
[Qosstiron Cwe =

: | | Non-ferrous metal e

Fial resastant 3oy, Tialey i

-
Dimensions(mm) Coated cemented carbide

Inserts
L [ § | D1 | RE

YBC103
YBC203
YBC152
YBC252
YBC3S2
YBG102
YBG105
YRG20Z
YBG205
YBGZ12
YBGI0Z
YEHOSS
YEM153
YBM215
YEM251
YBM253
YES103
YBDO0S2
YBO102
YEOH 62
¥NG151 | Cemmet
YNGIS1C Jostedoome|
YD201 ml

SF  |ccerosozoz-SF | 54 | 635 | 238 | 28 | 02

E CCGTO60204.SF | 64 | B35 | 238 | 28 | 04 ' i i '
CCGTOSTIONSF | 97 |9525| 397 | 44 | 04 : * -

ooy el e e b 5 PR SR BR BRUAR B M B PUUIS
finishing

:
|
2
£
i
:
£
8

COMTOE0202-XF 64 | 635 | 238 | 28 | 02 |& *

XF CCMTOG0Z04-XF G4 (G35 | 238 | 28 | 04 [ W

COMTOE0208-XF 64 (635 | 238 | 28 | 08 |k W
CCMTO9TI02-XF 07 (0525 307 | 44 | 02 |k &

Faor finishing

CCMTOSTI04-XF 8.7 (9525 387 | 44 | 04 |4 &

CCMTOSTI08-XF 97 (9525 397 | 44 | 0B | W

COMTOE0202-HF 64 (635|238 | 26 | 02 +

CCOMTOE0204-HF 64 (B35 | 238 | 28 | 04 +*

".f CCMTOAT302-HF 97 |9525| 397 | 44 | 02

CCMTOST304-HF | 97 (9525 397 | 44 | 04 ¥ %

L
For finishing (CCMTOST308-HF | ©7 |9525| 387 | 44 | 08 +*

CCMT120404-HF | 129 | 127 | 476 | 556 | D4 O &

CCMT120408-HF 129 | 127 | 476 | 556 | 08
wRecommended grade (abways stock avadable)  @Available grade (always stock available) [ Make-to-order

Applicable tool

SCACR/L SCLCR/L SCLCRL SCFCR/L SCLCR/L
KAPR:B0 ., KAPRSS g KAPR9S’ KAPR S0 KAPR:85'

Page  A196 ATTO A200 A214 AZ1G

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 Ags



General Turning Inserts /

Cemented carbide and cermet inserts

/o chD {mlmnm} &2 Good working condition L2/ Mormal woeking condition ) Bad working mmqn\'
3 [ stee! CLOCYBE VOLLYLE GO
%Hsmﬁlmatae! © Yuowy cow =T
8 [[castiron Ve @

| Non-ferrous metal L

B

1]

Heat esistant iy, Ti iy o

L4

Dimensions(mm) Coated cemented

Inserts
L [ § | D1 | RE

YHG151

Cermat
YNGIS1C fostedoome|

YBG205H
Y101

¥YBO103
YBC203

YBC152

YBC252

YBC3S2

YBG102

YBG105

& YBGIOZ

¥ |YBG20S

YBS315

¥ BEA20

[ |vBHOS3

* % % % YBMI53
YBM253

YES103

YBDO0S2

YBO102

YEOH 62

Y0201

| YEM215

CCMTO&0202-EF 64 | B35 | 238 | 28 0.2

CCMTOG0204-EF 64 (535|238 28 | 04

® e
* %
*

CCMTODaTI02-EF 07 |0525) 397 | 44 | 02

= CCMTOST3IO4-EF | 97 [9.525| 307 | 44 | 04 o * * *
O

CCMTOST308-EF | 97 (9525 397 | 44 | 08 o

o)
:
g
g
2
g
3
:
3

orInehing | CMT120404-EF | 120 | 127 | 476 | 5.56 | 0.4 ® * *

CCMT120408-EF 120 | 127 | 476 | 556 | 08 & *

CCMTOG0204-AHF | 64 | 635 | 238 | 28 | 04 * % *

AiF HF. PO PV [P TP I . **

CCMTOSTI04-AHF | 87 (9525 397 | 44 | 04 * % *
CCMTOST308-AHF | 97 (9525 397 | 44 | 08 3
For finishing [CCMT120404-AHF | 128 | 127 | 476 | 558 | 0.4 n  kk -
CCMT120408-AHF | 129 | 127 | 476 | 556 | 08 e

CCMTOATI04-KM 87 (9523 397 | 44 | 04 |d *

XM  |CCMTOST308-XM | 87 |9525 3.7 [ 44 | 08 |& %

CCMTOST312.XM | 7 |9525| 397 | 44 | 12 |* *
CCMTI20404XM | 127 | 127 | 476 | 556 | 04 |* *
Forsami- DSt s i

finishing  |CCMT120408-XM 127 | 127 | 476 | 556 | 08 |4

CCMT120412-XM 127 | 127 | 476 | 556 ( 1.2 % *

*Recommended grade (always stock avadable) @Available grade (abways stock available) Make-to-order

Applicable tool

SCACR/L SCLCR/L SCLCRL SCFCRL SCLCR/L

KAPRS0 _  KAPR:85° - KAPR:G5" KAPRS0" KAPR:25"
= | s
e g
- = ” 1*_.”

Page  A196 ATTO AZ200 A214 AZ215

AQ96



\ General Turning Inserts

Cemented carbide and cermet inserts

(] cc D D il lﬂlll'l:l} ke Good working condition (2 Normal working condition (23 Bad working -t:::-nl;inil:;'l\'I

5 [gstee! CLOLEE VLLLES =TS

g M stainless steel = Bz Sl [l
mﬂmi iron CHENE

. | Non-ferrous metal i

& €

E

¥
3

ieal resastant alow, Ti ally et e o

Dimensions(mm) Coated cemented

L |IC| S |D1|RE

YHG151

Cermet
YNG151C [ad el

YBG205H
Yoo
& [YD204

YBC203

o |YBC1S2

# |YBC252

YBCI52

YBG102

E YBG105
® ® ® @ vocIe
o YBG205
YBS315

YBG302

YBHO53

YBMZ15

. @ |YEM251

YEMZ53

YBS103

YBDO52

- @ [YBED10Z

YBC103

& [YBDi52

CMHH 64 | B35 | 238 | 28 0.4

HM ECMTWHEEB—HH 64 (635 (238 28 | 08

ol

| — CCHTNTW#—HH 97 |9.525| 397 | 44 | 04 & W

:
|
2
£
i
:
£
8

o g o~ e 2 M D
Cﬂﬂﬂzmﬂm 129 | 127 | 476 | 558 | 0.4 * O
For semi- b, SR 7

finizhing ccu‘nznquu.um 129 | 127 | 476 | 556 | 08 * & l L L X ]

CCHT12M12—HM 120 | 127 | 476 | 556 | 1.2

CCMTOG0204-EM | 64 | 635 | 238 | 28 | 04 ST x

EM  |CCMTO60208.EM | 64 | 635 | 238 | 28 | 08 ® * X

CCMTHT!N—EH 87 |9.525| 3497 | 44 | 04 ® * * *
. cmma.su 07 (9525|397 | 44 | 0B ® % * *
CCHT‘IZMM-EH 128 | 127 | 476 | 556 | 04 [ B 3

For semi-

finishing cmngmm 128 | 127 | 476 | 558 | 0.8 LB & 4

A ok ok A % 4

CCMT120412-EM | 129 | 127 | 476 | 556 | 1.2 ® *x
EG cmma 64 | 635|238 | 28 | 04

ccmmuua_EG .3_4- &35 2.3.3 o u.g L W .U
CHWTMEE 9.7 |9.525)| 397 | 44 | 04

* o+

For sami-
finishing

CCMTOSTI0R-EG a7 (8525 3697 | 44 | 08 *
#Recommended grade (always stock availabla)  @Available grade (always slock available) Make-to-order

Applicable tool

SCACR/L SCLCR/L SCLCR/L SCFCRL SCLCR/L

KAPR:80" . KAPR:85" i KAPR:95" KAPR: 90 KAPR:95
s d =

Page  A196 ATTO A200 A214 AZ1G

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 AaF



o)
:
g
g
2
g
3
:
3

~ ©CL[][] (Positive inserts)

%

General Turning Inserts /

Cemented carbide and cermet inserts

[Pstee

H Stainless steel

§mcmtirm

3! Good working condition (2 Nommal working condition (&) Bad working wndl-o:l\

CeoLew Lo eo

| Mon-{armous metal

= Ee o ) 2

Coe &

Ll
=

2E

For roughing

CCMT120408-HR

CCMT120412-HR

476

Vil ressistart 2oy, Ti gy e o o )
b Llic|s|ot|rRe BREEEECE8 882 R88888 085
Eggggggggggnmmiuﬂmgngﬁﬁ
> > > > P o> o[>
CCMTOG0204-HR | 54 | 635 | 238 | 28 | 04 (
HR  |ccMTO60208-HR | 64 | 635 | 236 | 28 | 08 e ™
M CCMTOST304.HR | 97 |0525| 367 | 44 | 04

T CCMTOST3I08-HR 67 |8525| 367 | 44 | 0B + % ™ ' K | ™
12.9 | 127 | 4.76 | 5.56 X ]

TC

CCMTOG0204-TC
CCMTO09T304-TC
CCMTOOT308-TC

CCMT120404-TC

CCMT120408-TC

2.38

a7

3.97

128 | 127

129 | 127

4.76

4.7

* % 4 ok

Applicable tool

SCACRIL
KAPR:B0"

A98

wRecommended grade (always siock avaidable) @Available grade (ahways slock available)

SCLCR/L
KAPR:95°

ATTO

SCLCRL

KAPR:95%

SCFC
mm':u!k*

A214

SCLCR/L
KAPR:85'

AZ15

Make-to-arder



\ General Turning Inserts

Cemented carbide and cermet inserts

 ©C[][] (positive inserts)
A PES CUCLBS
E M stainless stoel (=]

mcasl iron

e
o

elig)

W

{25 Good working condition |22) Normal working condition ) Bad working muia;\

Ll
oo
we

I Type ]
oo [ar Ty ™ 0 Mo o= o £ | =
shape L ic s | o1 | RE Eﬁgﬁg?—ggggﬁgféﬁigggggﬂéﬁ
2EE8E888 frasnadnoaae2od
> > > 3> > > > > o> > oF o>
BGGK“MM—LC B4 (835|238 | 28 0.2 +
e cmxmm-r_c 64 | 635|238 | 28 | 04 e
lccoxosTs02LC | 87 |9s2s| 397 | 44 | 02 *
1_-‘) COGX09T304-LC BT | 8525 367 | 44 0.4 -
Foras |CCGXO09TI0BLC | o7 |9.525| 397 | 44 | 08 i
Shicia cmmznqm.m 120 | 127 | 476 | 55 | 04 i
CCGX120408-LC | 128 | 127 | 476 | 55 | 08 *
CCGX060202-LH | 64 | 635 | 238 | 28 | 02 B B B EEREE W E
CCGX060204LH | 64 | 635 | 238 | 28 | 04 *x®
ccﬁxninmuu 64 | 635|238 | 28 | 08 *
LH cmxmmz-l.l-l o7 |9525| 397 | 44 | 02 *
r ‘,l CCGXOST304.LH | 07 (0525|397 | 44 | 04 *®
- cm:mm_m 87 |9525| 397 | 44 | 08 *
ForAl |cCGX120402-LH | 129 | 127 | 476 | 556 | 02
machining [ ...
CQGMZHM-LH 129 | 127 | 476 | 556 | 04 *
ccﬁxﬂmm 129 | 127 | 476 | 5.56 | 08 e
CCOX120412LH | 129 | 127 | 476 | 556 | 12

kRecommended grade (always stock available)

Applicable tool

SCACR/L SCLCR/L
KAPR:S0" KAPR:95"
=

SCLCRL SCFCR/L SCLCR/L
KAPRD5 KAPR30 KAPR:95'

A200

A19E ATTO

Page A214 AZ15

i )

AZVIAIE-AL5

e )

AdB-A48

Chipbraaker selechion reference
ADLATT

@Available grade (abways slock available)

Recommended an

AZ222-A224

‘Make-to-order

AQ99

:
|
2
£
i
:
£
8




o)
:
g
g
2
g
3
:
3

~~DCLIL[] (positive inserts)

General Turning Inserts /

Cemented carbide and cermet inserts

e

H Stainless steel

mcmtirm

| Mon-{armous metal

W rsistart aboy, T oy

3! Good working condition (2 Nommal working condition (&) Bad working wndl-o:l\
b 63
s

CEoReo
o

L

e 8o

W

L8

o ) 2

L 4

Coe

Inserts
shape

Dimensions{mm)

Coated cemented carbide

&
2E

e

1]

o1

YBC103
YBC203
YBC152
YBC252
YBC3IS2

YBG102

YBG202
YBG205
YBG212
YBGI02
YBHOS3
YBM153
YBM215
YEMZ51

YBGI10S

YBM253
YES103

YEBDOS2
YED102

YBD152

YNG151 |Cenmet

YNG151C |t oemel]

Y101

¥ D201

SF

&

For extra
fimlzhing

DCGTOT0202-5F

DOGTOT0204-5F
DCGTOT0208-SF i

DCGT11T302-5F

DCGT11TI0NG-5F

DOGT11T3I08-5F

28

28

0.2

0.4

[LE:]

XF

&

Far finishing

DCMTOTO202-XF

DCMT11T308-XF

HF

A=y
F 7 A
g

For finishing

DCMTOTO202-HF

DCMTOTO0204-HF

DCMT11TI02-HF
DCMT11TI04-HF

DCMT11T308-HF

1.6

397 | 44

397 | 44

*
* &

0.8

*

Applicable tool

SDAC
MPH%

AT

Pags

A100

wRecommended grade (always stock avadable)

@available grade (abways stock available)

SOJCRIL
g KAPR:9Y'

A1T2

ATTE

SDUCRL
KAPR: 93"

SDICR/L
KAPR:S3

A202

Make-to-order



\ General Turning Inserts

Cemented carbide and cermet inserts

7\ Dcl:l I:I (ot insay) 5 Good working concition (23 Normal working condition () Bad working candition )

& [gstee CLOLYY LVYLOYS oo

g M stainless stesl @ Lwoow 9Ow =o
[Ecm iron (=TT

C,

E
:
3
g
i

§
g
E
B
L4
L4
Ci

Inseris

Y101
¥ D201

YNG151C [ad el

YBG205H
YBS315

YBHOS3

YEM153 g
YBM253

YES103

YBDO052

YBOM0Z

YEDI52

YNG151 |Cemmet

¥ BS320

& [YEGZOZ
» [YBGZOS

O |YBM215

DGMTH?MI]Z—EF T8 (835|238 | 28 02
EF  |bcmrorozeser | 78 635|238 | 28 | 04 ® *

’DCMTHTJDZ—EF N6 9525 397 | 44 | 02 o *

[)CHH1TMF 1.6 (8525 397 | 44 | 04 0o ® % * 1

Eatarar:

i S R

Faor finishing
D’G‘MT11T3I'.IB-EF 1.6 |9.525| 397 | 44 | 08 { [ B

DC:‘IITWIJ.EM-AHF 75 | 635 | 236 | 26 | 04 % %
AL DCHTWDZM—AHF 78 (635|238 )| 28 | 08 * *

, DCMT11T302-AHF | 116 |9525| 397 | 44 | 02 * %
DCMT1T304-AHF | 116 |9.525| 357 | 44 | 04 * % *
For finishing |.. i [ [ i o BRI I USSR LW BN i B IR e

DCa‘ITﬂTMHF 16 |8525) 397 | 44 | 048 * * *

XM DCMTWDEM—IH 78 | 635 | 238 | 28 04 **

Dt:umuzmu 78 [ 635|238 | 28 | 08 **
g DCMT1ITI0AXM | 116 |9.525| 367 | 44 | 04 % *
For sami- DCMTTI08-XM | 116 (9525|397 | 44 | 08 |% %

g |DC{|IT11.‘.|:5;2.]H 1.6 | 9525 3.97 44 gy, T RN

*Recommendad grade (ahways stock avadable)  @Available grade (abways stock available) Make-to-arder

Applicable tool

SDACR/L SDJCR/L SONCN SDOCR/L SDUCR/L SDICR/L
KAPR:90' g KAPR:93' KAPREZ 30 KAPR"IQ}; KAPR:93" o HKAPR:93

Page  AIT1 ATT2 A1T3 A201 AZ02 AZ03

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 A101

:
|
2
£
i
:
£
8




General Turning Inserts /

Cemented carbide and cermet inserts

(Positive inserts)
o Dc D D : 23 Good working condition (25 Mormal working conditon (&3 Bad working condition

gﬂsml CUoLee Lo o oo

M stainless stesl & Lo L] T e
§ (Joestinn e

Ly .:Nm-l'arruus metal

Heat esistant iy, Ti iy =l

o
L4

Dimensions{mm) Coated cemented carbide

L |IE| S |B1|RE

Yo101
Y D201

YNG151 | Cermet

YNGIS1C fostedoomel|
um_mr.1 g G
carmide T

YRO2O03
YBC252
YBC352
YBG102
YBG105

& YBGZOZ
YBG205
YEG205H
YBG212
YBGI02
YBHOS2
YEMZ15

. @ [YBMZ51
YEM253
YES103
YBDO52
YED102

& [YED152

* ¥ |yBcis2
*

YBC103

DCMTOTO204-HM | 7.8 | 635 | 228 I 28 | o4
- DCMTOTOZ208-HM TH | 835|238 28 08
;_l. DCMTHT304-H 16 |0525| 397 ] 44 | 04 * %

Faor semi-
finishing

o)
:
g
g
2
g
3
:
3

DCMTA1TI0E-HM 1.6 (8525 397 | 44 | OB ¥ ¥

DCMTA1T312-HM | 116 |9.525| 397 | 44 | 12 G O

EM  DCMTO70204-EM | 78 | 635 | 236 | 28 | 04 ® & &

’DCHTD?DM!—EH 78 | 635 (238 | 28 | 0@ & *

DCMTA1TI0G-EM 1.6 (8525 397 | 44 | 04 @ * *

— | Bl bebind Kl B B B -, .y
inishing |DCMT11T308-EM | 116 |9.525| 397 | 44 | 08 ®**

* 4 4 %

HR |DCMTHT304HR | 116 (9.525| 387 | 44 | 04 O 0 ™

. = |DCMTIITI08-HR | 116 |9.525) 397 | 44 | 08 ®* G 'Y )
DCMTHTII2-HR 116 (9525 3497 | 44 | 12

Fan

For roughing

#*Recommended grade (ahways stock avadable)  @Available grade (always stock available)  ©Make-to-order

Applicable tool

SDACR/L SDJCRL
KAPRS0' g KAPR#3'

SDUCR/L SDICRL
KAPR: 93" s  KAPRSY

Page  ATT1 A1T2 ATTE A201 AZ02 AZ03

A102



\ General Turning Inserts

Cemented carbide and cermet inserts

52 Good working condition (2 Normal working condition (=) Bad working wnum:\
5 [gstee CLOLYY LY Vo Co
% M stainless steel e o oo (==
8 [Rcastiron Cue
g_ . | Nonferrous metal

et resstart iy, Ti iy i

& €

0
i

Dimensions{mm) Coated cemented carbide

L |IE| S |B1|RE

YNG151 |Cermet

YBC103
YBC203
YBC152
YBC252
YBC3IS2
YBG102
YBG105
YBG20Z
Y¥BG205
YBG212
YBGI02
YBHOS3
YEM153
YEM215
YEBMZ51
YBMZ53
YBS103
YBDOS2
YBD102
YBD152
YNGIS1C Jaeome|
YO0
¥O201 m

L DCGX0T0201-LC T8 | 835|238 | 28 0.1

___|DCGXO7T0202LC | 78 | 635 | 238 | 28 | 02
E)/ DCGX070204LC | 78 | 635 | 238 28 | 04

Foral  |DCGXTTIOALC. | H10 e
MAChiNNg | CGX11T208-LC | 116 |9.525| 397 | 44 | 08

LH DCGXO0T0202-LH 76 | 635 | 256 | 26 | O2

-

DOGROTO204-LH T8 (635 | 238 | 28 | 04
\‘ DOGX11TI02-LH 1.6 (8525 397 | 44 0.2

Foral |DCGXMTI0LLH | 116 |9525| 397 | 44 | 04
iy

* A F K H * * *

DOGX11T308-LH 6 |8.525( 397 | 44 | 08
*Recommended grade (always stock avadable) @Available grade (abways stock available) ' Make-to-order

Applicable tool

SDACR/L SDJCR/L SONCN SDOCR/L SDUCR/L SDICR/L
KAPR:90' g KAPR:93' KAPREZ 30 KAPR:'IQ}; KAPR:93" o HKAPR:93

Page  AIT1 ATT2 A1T3 A201 AZ02 AZ03

am i
=

=

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 A103

:
|
2
£
i
:
£
8




o)
:
g
g
2
g
3
:
3

e RCD D (Positive inserts)

General Turning Inserts /

Cemented carbide and cermet inserts

i Good working congition {22/ Nomal working condition (23 Bad working w&dliu_l;\

s A PECY CUSLEL VO B oo
- ic — gmsminruss steel o Qu e Lo LU =
’ a1 [Roastiron Ve =
h ‘ rf- [T Non-ferrous metal e
Pl estard iy, T iy 6363 = &3 &
Inserts Type &
Hupa L e 5 o1 Eggﬁﬁggggﬂﬁﬁggﬁﬁﬁggﬁﬁﬁsa
2EeSa33EE8853233222223/2/2/38
o R B
RCGT1204MO 12 12 4,76 4.4
RCMTOB03MO 80 | 80 | 318 | 338 - "
@ RCMTY0TIMO 10 10 | 397 | 44
RCMT1204M0 12 12 | 476 | 44 * * *
e~ . BB EEEEE 4

*Racommendad grade (always stock avadable)  @Available grade (always stock available) | Make-to-ordes

4 EEGnmwmng_mmn = Nomal working condition I{'-,;'.;Baﬂmnungmndm;\'
_ ’ 5 [Jstee! CLOLYY GO e ce
= 51 glﬁ&ﬁnmml @ Vv =TT ~1~]
Oy
I I - ([Jcastiron Cwe ;
H :L;Hm-'l'amusmm i)
Faal resastart aloy, Ti oy el - — -
Dimensions(mm) Coated cemented carbide Eggg
m w mmNNNNIﬂNENNMEﬂEEENNNEE
L e | s | ot |58 58c03508:3:25528288/2/5/28
drgrrdddireeococBegaEdon
&80 B.0 318 336 k3

LH RCGX0B03IMO-LH

Applicable tool

SRDCN SRGCR/L

o

Page  A1BB Al1BT

A104

% Recommended grade (always stock avaiable) @Available grade (abways slock available) _Make-to-order



General Turning Inserts

N

Positive inserts
o RcD D (om ) %3 Good working condition (2 Normal working condibon (&3 Bad working condition )
gﬂmwl CUCLBE VY B GG

Cemented carbide and cermet inserts

"Slainhaﬁs stesl = S I =) L
8 mcam iron L TRV

g_ I.Nm-l'arruus metal

r €

0
i

Heat sistant oy Ti iy e

Dimensions(mm)

L Ic 8 D1

YHG151

E
%
:

YBC152
YBC252
YBC3S2
YBG102
YBG10S
YBG202
YBG205
YBG212
YBGI02
YBHOS3
YBM153
YBM215
YEMZ51
YBM253
YES103
YBDOS2
YBO102
YBO152
Yoi101

¥ D201

YBC103
YBC203

RCMX0803MO a0 8.0 318 338
RCMX1003MO | 10 | 10 | 348 | 38 ' '
RCMX1204MO 12 | 12 | 476 | 44 e

@ RCMX1606MO 16 | 16 | 835 | 55 ;
RCMX2006MO 20 | 20 | &35 | 85 * O b O

:
|
2
£
i
:
£
8

RCMX2507TMO 25 25 794 72 *

RCMX3209MO 3z a2 852 9.5 y &
*Recommendad grade (abeays stock available) @ Available grade (atways stock available) Make-to-order

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 A108



~ SC[][] (positive inserts)

Cemented carbide and cermet inserts

General Turning Inserts /

M stainless stesl

8 [Ecmlm

: :Nm—l'arruus melal

%Eﬂm

a2 Good working condition (22 Mommal working condition (5 Bad working ncw:nr'n.'«ln::ﬁ\1
PoEooEen Lo

YUow

i

S

o)
:
g
g
2
g
3
:
3

Hieat resistant aloy. i sy o
Dimensions(mm) Coated cemented carbide Eg
Insens -
Ehape 22Uy E88ee2225823Y 853, -
GRS NIEEINEREN - & oo 8 = raO L AR R 28 8lnie o
B ERE Rl EEsa3332ER8[3338
> > > > > > » > > > > > > > 3> > > > > >|>|F|> >
XF  |SCMTOST304-XF 9525 307 | 44 | 04 |% %
P SCMTOST308XF 9525|397 | 44 | 0B |k %
- etk el R B
For finishing

HF

b i
=
ﬁ_-ﬁ

For finishing

SCMTOITI0Z-HF

9525 3987 | 44 | 02

SCMTOITI04-HF

9.525| 397 | 44 | 04

SCMTOSTI08-HF

9525 397 | 44 | 08

EF

For finishmng

9525 397 | 44 | 02

L *

SCMTOITI0B-EF

B.525| 397 | 44 | 04

9525 | 397 | 44 og

L4

L% * !

AHF

For finishing

SCMTOITI0S-AHF
SCMTOITI0E-AHF

9525 3497 | 44 ( 04

9.525)| 397 | 44 | 08

* %

* *

Applicable tool

SSBCR/L
KAPR:TS"

Page

A106

#Recommended grade (always stock avaiable) @Available grade (ahways slock available)

AlTS

SSKCRL

A181

__Make-to-order



\ General Turning Inserts

Cemented carbide and cermet inserts

Faz scD D (Positive inserts) &3 Good working condition |2 Normal working condiion &3 Bad working condil

gﬂﬂwl CUOVLBD LLL V6 :

Y

G
¢

M stainless steel e oo =TI >
8 [chl iron GueE

Mnn-l'am metal

& €

[H

e resistant oy, Ty

L4
L

L
€

Dimensions{mm) Coated cemented carbide

L |IE| S |B1|RE

YNG151 |Cenmet
YNG151C {ad el
L1}

YBC103
* |YBC203
YBC152
YBC252
YBC3S2
YBG102
YBGI10S
YBG202
YBG205
YBG205H
YBG212
YBG3I02
YBHOE3
YBM215
YEMZ51
YBM253
YES103
YBDOS2
YED102
YBD152
Yo101
Y D201

scmwmxm 9,525 | 9.525 3.9?] 44 | 04

C ¥

scum‘rsua-m 9525 9525 | 3157 | 44 | 08
- scummz-m 9525 | 0.525 s.grj 44 | 12

$'CIIT1MB—KM 127 | 127 | 476 | 556 | 08
For sami- g i

finishing  [SCMT120412-XM 12.7 | 127 | 476 | 558 | 1.2

:
|
2
£
i
:
£
8

* * * %
* % ok | o*

HM  |SCMTOST304-HM |9.525 8525| 357 | 44 | 04 ® ° o0

SCMTOSTI0B-HM | 9.525 | 9.525| 397 | 44 | 08 & 0 - ®

"'l.‘l SCMT120404-HM | 127 | 127 476 | 556 | 04 ® °

SCMT120408-HM | 127 | 127 | 476 | 556 | 08 ™ * O ® °
For sémi- | L] LB = | IS | [ Se— IR N Lo TR DR SR Sei TR TTEE JURNG B

finighing E-CHTﬂNTZ-HH 127 [ 127 | 476 | 556 | 1.2

EM  SCMTOSTIO4EM |9525 9525 | 367 | 44 | 04 o x

scumnuu-eu 9525|8525 | 387 | 44 | 08 S kx
B scuﬂmeu [ 127 | 127 [ 478 | 556 | 04 o *

SCMT120408-EM | 127 | 127 | 476 | 556 | 08 o x *
Forsam oo, | N -

finishing  |SCMT120412-EM 127 | 127 | 476 | 556 | 12 . -_i_- O %
% Recommended grade (always stock avaiabla) @Available grade (abwvays slock available) 'Make-to-order

* o % #

Applicable tool

SSBCR/L SS5OCN SSKCR/L

K.P.FR T - KAFPR:45° ' HA.PR 75" I

Page  AIT9 A181 ATEZ

SSKCRL

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 A107



~ SC[[] (positive inserts)

Cemented carbide and cermet inserts

General Turning Inserts /

M stainless stesl

%Eﬂm

§mﬂam-rm

| Non-farrous metal

Heat resistant iy, Ti oy

a

L

£

Qhun_mns{m}

a2 Good working condition (2 Mommal working condition () Bad working mnﬁllo-r"l\'
L ARl

= €

o

catide

Ic| s |

YBC103
YBC203

YBC152

YNG151 | Cermet

YNG151C Kaded el

YBC252
YBC3S2
YBG102
YBG10S
YBG202
YBG205
YBG212
YBGI02
YBHOS3
YBM153
YBM215
YEM251
YEM253
YES103
YBDOS2
YBO102
YBO152

Y0201

o)
:
g
g
2
g
3
:
3

5

{fil

|
A

Far Al

r*i
:=§

[’]

For Al
machining

SCGKWTML{:

ECBKHT SIIG-LC
SCGI! M-LC

8525 367 | 44

8.525 | 397 | 44

0.4

08

0.8

;:I-é:l-;:l- YD1

SCGIU‘DTMB—LH

SCGX120408-LH

ECGIiM-LH“ |

12.7

12.7

0.525( 397 | 44

12.7 | 4.76 | 5.56

12.7 | 476 | 5.56

a3

0.4

08

S‘CGKOQTME—LH §.525 (9.525| 3.97 | 44 | 0.2
EGGIWTEIH-LH : 9.525| 3.97 | 44 | 04

HR

IDZ

For roughing

S‘CHTHBTED#HR

EGHTWTH Z-HR

SCHT'I M—HR

ECHTWTWG—HR

8.525

9.525

9.525

12.7

127

8525 | 387 | 44

9525 | 397 | 44

8525 | 347 | 44

12,7 | 4.76 | 5.56

127 | 476 | 5.56

*

SCMT120412-HR

12.7

127 | 4.76 | 5.56

Applicable tool

SSBCR/L

A108

#Recommended grade (ahlways stock avadabla)

@Availabla grade (ahways slock available)

S50CN

KAPR: ]"5’ - KAPR:45" ' K.HPR 75" I
Page

SSKCRL

A181

'Make-to-order



\ General Turning Inserts

Cemented carbide and cermet inserts

CooLeo

Tt

L

i Good working condition (= Normal working condition

1
b

~

(&) Bad working condition
fr o
o T

b=~

Pt !

CTH

L4

Inserts
shape

Type
RE

YBEC103
YBC203
YBC152
YBC252
YBC35s2

YNG151 | Cormet

YBDO052
YBO102

YBD152

YNGIS1C Jaedome|
¥YO104 w~1 Y
Y0201 | carkide

YES103

22 0.2

TCGTOET102-5F

TCGTOET104-5F 22 | 04

& TCGT090202-5F 25

TCGTO90204-5F 25

TCGTO90208-5F 25

For axtra
finishing

TCGT110302-5F 28

02

:
|
2
£
i
:
£
8

TCGT110304-5F 2.8

TCGT110308-5F 6.35 28

TCMTOS0202-XF 5.56 2.5

586 | 2.

TCMTO90204-XF | 28

X TCMT110202-XF 28

6.35

TCMT110204-XF 635 | 238 | 28

| TCMT110208-XF
For NERING ... mrre s rrmrersaresfees
TCMT16T304-XF

B35 | 238 | 28

%k Tk F

9525| 397 | 44 | 04

TCMT16T308-XF

9525 397 | 44 | 08 |&

kRecommended grade (always stock avadable)

Applicable tool 9

STACA/L
KAPR:S0'

Page  A183 A184 AZ05

i )

AZVIAIE-AL5

i

AdB-A48

Chipbraaker selechion reference
AZ4-ATZT

@Available grade (always slock avallable)

,f'""__ﬁj
Recommended cutting parameders
AZZZ-A2T4



o)
:
g
g
2
g
3
:
3

=3 1

General Turning Inserts /

Cemented carbide and cermet inserts

B DSI.BIEl
g M stainless stesl

et resistart aoy, T ey

aﬂmi iran

| Mon-lefrous mistal

s> Good working congition (22 Normal working condition (23 Bad working -t:::-nl;inil:;'l\'I
e

CELRLew

S

(T

L=~

feles

£

Inserts
shape

Dimensions{mm)

o1

YBC203
1| YBC152
YBC252
YBC3S2
YBG102
YBGI10S

YBC103

YBG202
YBG205
YBG205H
YBG212

YEBHOES

YBGI02

YBM153

YBM215

YBM251
YES103

YEBDOS2
YED102

YBD152

YNG151 |Cermet

YNG151C |t oemel]

Faor finishing

TGHTNT‘IN-—HF
TEMTOGT‘IM-HF
TCHTUWEUZ—!'IF

TCHTE@D!H-I—HF

TCWRN-HF )

TEHTHUEGE—HF .
TCHT11EIN-H-IF".
TCHT 11l]2CIB-HF
TEHT18T3D2-HF

TCHT1ET!N-HF

TGHT1ET‘-1W-HF

6.4

54

28

86

3.87

397 [ 1.

L
-]
=

22

| 25

25

23
28
2.8

| 28

4.4

44

4.4

0.4

[LE:]

0.4

0a

D2

o.g

0.z

0
o2
0.4

04

For finishing |

TCMTO80202-EF

TCHTQMMF

TCHT110202-EF

5.56

5.56

6.35

TCHT110W-I—EF

TCHTHI]H’:IB—EF

TCHT1ETM4-EF

TCMT16T308-EF

6.35

B35

0.525

9,525

a7

25

25

0z

0.4

oz

0.4

0a

0.4

T

* O

0.6

L

Applicable tool

STACR/L
KAPR:S0'

ATB3

Page

A110

#*Recommended grade (always stock available)

STFCRIL
KAPR:81°

A184

STECRL
KAPR:81°

ATBS

STFCRIL.

A205

@4vailable grade (always slock available)

[ Make-to-order



\ General Turning Inserts

Cemented carbide and cermet inserts

' TCD D (Posttive inserts) 55 Good working congition (22 Normal working condition (=) Bad working wndmo:\
5 : DS’-W' DoEoes oo e o
E M stainless steel = Soooe oo =

o Emﬂﬁu iron SQE

PRI

£ g
L
: |
E g
O
¢
£
g €

Dimensions{mm) Coated cemented carbide

Inseris

YNG151 |Cermet

Yoot
YD201

YNGIS1C osted oamat|
ciitde |

YBC103
YBO203
YBC152
YBC252
YBC3IS2
YBG102
YBG105
YBGI0Z
YBG205
YBG205H
YB35
¥B&#IZ0
Y¥BHOES
YEM153
YEM215
YEM253
YES103
YBDOS2
YBO102
YBD152

AHF | TCMT110204-AHF | 11 | 635 | 235 | 28 | 04

'rcmmm-nup 1 | 635|238 28 | 08
TCMT16T304-AHF | 165 |0525| 397 44 | 04 4 %

For finishing | TCMT16TI08-AHF | 16.5 |0525| 367 | 44 | 08 + %

* |
*

*
*
Cemented carbide and cermet inserts.

Tcmmmen 98 | 558 | 238 | 28 | 04 L B & 4 d

Tcmmzoa-em 96 | 556 236 | 28 | 08 ®*

= TCHT11EIEIH-EH M | 835 | 2368 | 28 | 04 @ % &

é Tcmﬂuzun-m 1 | 835|238 28 | 08 | ek

TCMT11I]21-2-EM 1 | 635|238 | 28 | 12 ® *
For semi- mmwmeu 16.5 |8.525| 397 | 44 | 04 ® % * (
finishing PR RN e RN R eMARER | S R I el S W
Tl:hl'l'ﬁT‘.}W-EH 16.5 [9.525| 397 | 44 0.8 [ B 3 3 )
TCMTET32.EM | 165 (8525 | 367 | 44 | 12 ® *

EG | TCMT110204EG | 11 | 635 z.aal' 28 | 04 B

TCMT110208-EG | 11 | 635|238 | 28 | 08 *
......... L ...
Fof Sl [roemmmmmmmmmmmss s ) v e v e B s s s e s

finishing
xm TCMT16TI04XM | 165 (9525 307 | 44 | 04 [* *

A TEHT'IETW XM 165 (8.525) 3497 | 44 | 08 |¥& *
TCHT1ET!!2-KH 16.5 9525 3.97 . 4.4 12 |% X

Foriami TR R e et e o B
finishing

TV B v P S

wRecommended grade (always stock avalable)  @Available grade (ahways stock available) Make-to-order

Applicable tool

STACR/L STFCRIL STECRL STFCR/L
KAPR:80" KAPR:81° KAPR:81° .

Page  A183 A184 A1BS AZ035

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 A1



o)
:
g
g
2
g
3
:
3

=3 1

General Turning Inserts /

Cemented carbide and cermet inserts

= [;ISHMH
E M stainless steal
mcasl iron

| Non-fermous mal
et resisiant alloy, T aloy

553 Good working condition (22 Mormal working condition
PeUEew W ev
= @2

]
.
'
3

L4

oy

'Eﬁﬂﬂdmingmmmﬂ\'
LA~
i

owe

Inserts
shape

Dimensions{mm)

Coated cemented carbide

I | & |01 | RE

YBC103
YBC203
YBC152
YBC252
YBC3S2
YBG102
YBGI10S
YBG202
YBG205
YBG212
YBGI02
YBHOS3
YBM153
YBM215
YBM253

Y101
¥ D201

YNG151 |Cenmet

YNGIS1C Jostedoome|
mmﬂﬂii
carkide = &

YEBDOS2
YED102

YES103

For semi-
finishing

HR

A
L |
For roughing

TGHTM?N-—HM

TEM'I'WDN&-HM

TCHTH'JW—HH

TCHT“I]ZGB—HH

TCMTH'I'M‘-HH

TCHT‘IE'FJW-HH
TCHTWT“E-HH .
TCHT MJN-—HR
TCHTDNE‘I‘.IE-HR

TCHT11IIZG¢—HR

TGHT11IJEN-HR

TGHTWT-&M-HR
TCHT‘IBT!QB—HR

TEHT1ET312-HR

2.33] 25 | o4

238 | 25 | DB

235 ] 23

2.3-H 28 | 0B

397 | 44

397 | 44

44

0.4

0.4

o.g

o) |YBMZET

%

* K
* %k

12

16.5

556 (238 | 25 0.4 S B B EEE B0 m
e "
e o o

S S o s s S s
0525|307 | 44 (04 | o

16.5

16.5

9.525 44 | 08

9525|397 | 44 | 12

& [YED152

22

127 | 476 | 55 0.8

Applicable tool

STACR/L
KAPR:S0'

ATB3

Page

A112

*Recommended grade (abways stock avadable)

STFCRIL
KAPR:81°

A184

STECRL
KAPR:81°

ATBS

STFCRIL.

A205

@Available grade (always slock avallable)

Make-to-ordes



\ General Turning Inserts

Cemented carbide and cermet inserts

53 Good working condition (2 Mermal working condition (&) Bad working condition

s [Fstes CLOLBO Vo BT oo
%ﬂsmimmam @ v A= L
8 [Q4castiron o

Non-farrous metal

Heat rsistant al, Ti oy el

~ D
-
& €

{i
L]

=
Dimensions{mm) Coated cemented carbide

Inserts
L IC | & | 01| RE

YNG151 |Cermet

YNG151C ool
cibide

YBDOS2
R A % A A% % A A % & VD00

YBM153
YBM215
YEMZ51
YBM253
YES103
YED102
YBD152
YD201

TCGX090202-LC 66 | 558 | 238 | 25 | 02
LC TCGX090204-LC 86 (558 | 238 | 25 (| D4
TCGX110202-LC 1 | 635|238 | 28 | 02

éﬂ1, TCGX110204-LC 1 | 635|238 | 28 | 04

:
|
2
£
i
:
£
8

TCGX110208-LC 11 | 835 (238 | 28 | 08

machining | TCGX16T304-LC | 165 |9.525 | 397 | 44 | 04

TCGX16T308-LC 16.5 |9.525| 397 | 44 | 0B

TCGX090202-LH 66 (558 | 238 | 25 ( 02

TCGX090204-LH 88 | 556 (238 | 25 | D4

TCGX110202-LH 1 |635|238| 28 | 02
Ny TCGX110204-LH M | 635 | 2368 | 26 | 04

TCGX110208-LH 11 |[63s 238 | 28 | oa
ForAl  |TCGX1E6T302-LH | 165 (9525|387 | 44 | 02
rrmchilring - [E e e I s R TR T e LU N B W L e Y
TCGX16TI04LH | 165 |9.525| 397 | 44 | 04 L

TCGX16T308-LH 16.5 |9.525| 387 4.4 0.8 *
#Racommended grade (always stock availabla) @Available grade (ahways stock available) \Make-to-ordar

Applicable tool

STACR/L STFCRIL STECR/L STFCR/L
KAPR:80" KAPR:81° KAPR:81°

Page  A1B3 A1B4 A1BS A205

Iosert m i s Chipbreaker selecton reference Recommended mnm

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 A113



o)
:
g
g
2
g
3
:
3

 VC[][] (ositive inserts)

General Turning Inserts /

Cemented carbide and cermet inserts

= ESW
E M stainless steal
mcasl iron

| Non-ferrous metal
el resisant aoy, i oy

i3 Good working condition (2 Marmal working condition (&4 Biad working m.m;\

(RS
=izsha

weoLew

- oy

i~
=
Cwe

Inserts
shape

Dimensions{mm)

Ic | 8

o1

YEMZ51
YBM253

YES103

YBDOS2
YED102

YBD152

|¥YNG151 | Cermet

SF
For extra
finishing

VCGT110302-5F

6.35
6.35

0.2
04

II; :llF YHGI51C o oamell

XF

e

For finishing

VCMT110302-XF

VCMT110308-XF

VCMTIS0404.XF | 16

VCMT160408-XF

635
B.35

16.6

6.35
8.525 | 4. i .

9.525

NGF

-

Forfolhing |

VCGT160408-NF

16.5

0.525

476

(LE:]

For finishing

AHF

=

T e e

Applicable tool

SVVCN

KAPR:T230° i

Page  AITT

A114

*Recommended grade (ahways stock avaiable)

SWICRIL
KAPR 83"

ATTE

SVOCRL

AZ06

SVUCR/L

-

\

A207

@svailable grade (ahways stock available)

Make-to-order



\ General Turning Inserts

Cemented carbide and cermet inserts -

e Good working condition (2 Nomal working condition

= Bad working mn:-hon\-i

Applicable tool g

SVVCN

KAPR:T230°

Page ATT

Iregert codi key

AdB-A4E

SWICRIL
KAPR 83"

A1TE

SVOCRL
KAPR:107°30°

A206

Grade umm

AT IAZE-AA5

15!

Ch ph-eﬂserwuhm’:;;;:ﬁ

svuc Fl.-l.
KAPRGY g

—""/v/\/

AZ4-AZT

Recommended mmngm

AZ222-A224

3 [ stee! CHoLEL Lo s o0 |
%M Stainless steal -~ LI o o 122 e
gmcw.m SO &
|
g‘ Non-ferrous metal Wty |
= Moot strt oy Ty =T+ - = =
Dimensions(mm) Coated cemented carbide g g gg
Insens Type rrs
shal R nmnwm_@mmmgrﬂnmu | =
s e R
SRR R EE R EE R
el il il Ml Wl Al B Bl B ol
XM 'U'GHT"lE-NN -XM 166 (9.525| 476 | 44 | 04 'k *
'H'EHT*IBMM-):H 16.6 9525| 476 | 44 | 08 |4 %
\VCMT160412-XM | 166 9525 476 | 44 | 12 |3 %
For sami- | | | |
finishing | |
#Recommended grade (always stock avalabla) @Available grade (ahways stock available) Make-to-order

AT115

:
E
8
2
£
i
:
£
8




o)
:
g
g
2
g
3
:
3

oo

General Turning Inserts /

Cemented carbide and cermet inserts

w ﬂs»l&ﬂl
g M stainless stesl

mﬂml ircn

i Good working congition |2/ Nomal working condition (23 Bad working wwdliu;l\'
LESLE

lzhel

L=~
2 0

L= Pl

Gee

£
€

=i
Lol =]

'\;.

-

Inserts
shape

Coated cemented carbide

o1

YBC103
YBC203
YBC152
YBC252
YBC3S2

YBG102
YBG10S
YBG202
YBG205
YBG212
YBGI02
YBHOS3
YBM153
YBM215
YEMZ51
YBM253
YES103
YEBDOS2
YED102

YBD152

YNG151 |Cermet
YNG151C [l

¥ D201

LC

ForAl
machining

LH

.

Foral
machining

VEGX1 WSM-LG

\J’GGIH-&ME—LC
‘d"CGH'IMN—Lﬂ

Vﬂﬁlﬂﬂmu:

vcsm BMN-LC
"J"DGI1 W'IW-LC

"J'CGI1 EMH-LC

m

16.6
16.6
166 |49,

4.76

4.78

4.76

556

28

28

28
28

4.4

4.4

44

55

0.1

02

0.4

a0

04

0.6

U'DGII 1'D202-LH

‘.I"DGIH#!N-LH
V’C‘B)H 1'0301 LH
\fﬂﬁlﬁﬂﬂm

VCGX1 'I'MIM—LH

28

28

28

2.8

0z

28

0.4

0.6

0.6
1.2

0.2 0
04 *
0.1 * @

& * % * * * * % Yoot

‘."GGIH HH-‘IZ-LH

‘J'GGI?WEJU—-LH

0.2

[LE:]

0.4

127

5.56

4. 76

5.3

1.2

30

Applicable tool

SVVCN
KAPR:T2"30°

>

Page  AITT

A116

#Recommended grade (always stock avaiabla)

SWICR/L

ATTE

SVUCR/L

KAPR 93 KP-FR 1D?°3-ﬂ‘ KAPR:S3

@Available grade (ahways slock available)

| 'Make-to-order



\ General Turning Inserts

Cemented carbide and cermet inserts

Positive inserts

FVBDD : ' : : {25 Good working condition (2 Normal working condiion ) Bad worldng condition
3 g [gsteet CUOLLE LB ©o e
gn‘smmumu o B g ore]

;a_ . mwimn e

4

g
]
:
iz
% €

{

i
g
%
§
o
4
G

Dimensions{mm) Coated cemented carbide

Inseris

YNG151 |Cenmet
YNG151C fad el

YBC103
YBC203
YBC152
YBC252
YBC3S2
YBG102
YBGI10S
YBG202
YBG205
YBG212
YBGI02
YBHOS3
YBM153
YBM215
YEMZ51
YBM253
YES103
YBDOS2
YED102
YBD152
Yo101

Y D201

SF  |VBGT110302-SF 1 | 635 | 318 | 28 | oz

@VBGT'IWMF 11 | 635 | 218 | 28 | 04

For extra
finishing

:
|
2
£
i
:
£
8

VBMT110302-EF | 11 | 635 [ 318 | 28 | 02 O e% * O

EF  lvBMT110304EF | 11 | 635 | 218 | 28 | 04 ®* *

S VEMT110308-EF | 11 | 635|318 | 28 | 08 ® *

VBEMT160404-EF 16.5 |8.525| 476 44 0.4 } P i *« B
Far ﬁnghmg S TR R g > N . LN B RRRE NN NN (e

VBMT160408-EF | 165 9525|476 | 44 | 08 S T e

VEMT110202-XF 1M | 635 | 238 _ 26 | 02 |% %
XF VEMT110204-XF 1M | 835|238 | 28 | 04 |4 &

VEMT410302-XF 11 | 635318 | 28 | 0.2 | %
|¢ i i SRS [N LRl BRI L
VBMT110304-XF 1 | 835|318 | 28 | 04 |4 %

Far finishing |V EMT160404-XF 168.5 |9.525| 476 | 44 | 04 |4 W

VEMT160408-XF 16.5 |9.525 4.?'51 44 | OB |4 ¥

HE | VBMT110202-HF 1 | 635|238 | 28 | 02 ™

[

For finishing

VEMT110204-HF 11 | 635 (238 | 28 | 04 ) (
VEMT110208-HF N (635|238 28 | 08

*Recommended grade (always stock available) @Available grade (absays stock available) | 'Make-to-order

Applicable tool

SWJBR/L SVABR/L SVVEN SVOBR/L SVUBR/L

KAPR: 93" KAPR: 907 KARPR 7230 KAFR 1077 30° KAPR-O3"

Page  A1T4 A1TS A1TE A208 AZ09

Irrgrt m @mmm Chapbreaker selection reference Recommended Wﬂg@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 A7
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General Turning Inserts /

Cemented carbide and cermet inserts

(Positive inserts
FVBE“:’ } 2 Good working condition (2 Nomal working conditon ) Bad working wnum:\
gﬂﬂwl CLOLBE VLLLS 06

M stainless steel e Cwoe Souy e
8 [[§castiron oue

- Mon-ferrous metal

& €

1

s resstart aloy, T oy

L4
1
L

Dimensions{mm) Coated cemented carbide

Inserts
L IC | & | 01| RE

YNG151 | Cormet

YBC352
® @ YBG10Z
YBG105
YBG2O2
YBG205
YBA315
YBS3Z0
YEHOS2
YBM153
YBMZ15
YBM251
YBM253
W [YES103
YBD052
YBD102
YBOi52
YNG151C [ ol
Y101 il
¥ D201 m

*

YBC103
YBC203
YBC152
YBC252

VBET160404-NF 16.5 |9.525| 476 | 44 | 04
VBET160408-NF 18.5 |9.525| 476 | 44 | 0B

Far finishing

VBET160404-NGF | 165 |9.3525( 476 44 | Qa4

VBET160408-NGF | 16.5 | 9.525 | 4.76 | 44 | 08 e

VBET160412-NGF | 16.5 (9525 476 | 44 | 1.2 & (

Faor finishing

VEMT160402-AHF | 165 (9525 476 | 44 | 02 * W

VEMT160404-AHF | 16.5 | 8.525| 476 | 44 | 04 * %

0’.
o
m

VBMT160408-AHF | 165 | 9525 476 @ 4.4 0.8 + W

VBMT110304-EM | 11 | 635 a_wl' 28 | 04 o * *
VBMT110308-EM | 11 [ 635|318 | 28 | 08 ® & *

¥

For semi-
finizhing

VEMT160404-XM | 165 |9525| 476 | 44 | 04 |% &

VEMT160408-XM 16.5 (8.525| 476 | 4.4 08 |4 %

VBMT160412-XM 165 (9525 476 | 44 | 12 |4 &

For sami-
finishing

wRecommended grade (always stock avalable)  @Available grade (ahways stock available) Make-to-order

Applicable tool

SWJBR/L SVABR/L SVVEN SVOBR/L SVUBR/L

KAPR. 93" KAPR 807 KAPR:TZ 30 . KAPR1OT30' KAPR:83°
|

Page  A1T4 ATTE A1TE AZ208 AZ0R

A118



\ General Turning Inserts

Cemented carbide and cermet inserts

WVBDD Rosiig nsaas) 25 Good working condition (2 Normal working condition (23 Bad working condition
= [gsteel SLUCLBE VO 6o =T+
gﬂsuinmsmm e ww (Rl =
mc:asrmn e

|| Non-ferrous metal

iz

E €

Heatresistart afy, T sy oy (o

Qhwmﬂm} Coated cemented carbide

L |IC| S |D1|RE

YNG151 |Cermet

Y101
Y0201

YNGIS1C Jostedoome|
g

YBDOS2

@ @ veDiz

YBC103
YBC203
YBC152
YBC252
YBC352
YBG102
_ YBG105
'@ @ |vec202
5 YBG205
YBG212
YBG302
YBHOS3
YEM153
L |vemz1s
[ @ W | YEM2ST
5 YEMZ53
YES103
YED152

HM  VBMT160404-HM | 16.5 |9525| 476 | 44 | 04

—
Fior s@mi-
finishing

&
Rk

VEMT160408-HM | 185 |9525| 476 | 44 | 08
VEBMT160492-HM | 165 | 9525 | 476 | 44 | 12

:
|
2
£
i
:
£
8

HR |VEMT160404.HR | 165 (9.525 476 | 44 | 04 * O
VBMT160408-HR | 165 |9525 476 | 44 | 08
~Se VEMT160412-HR | 165 0525 476 | 44 | 12

For roughing | VBGT160408-HR 165 |8.525| 476 | 44 | 08

SNR  |VBMT160408-SNR | 16.5 | 9.525 | 476 | 44 | 08 . ] *
VBMT160412-SNR | 16.5 |9.525| 4.76 | 44 | 1.2 .y *
R NSRSV | e b e e R B R B S SR A S <5 [ e

*Recommended grade (always stock avadable) @Available grade (always slock available) Make-to-order

Applicable tool

SWJBR/L SVABR/L SVVEN SVOBR/L SVUBR/L
KAPR:93"

KAPR: 83" KAPR:90° KAPR:TZ30 KAPR: 107730
AZ08 A209

Page  A174 A1TS AITE

Iosert m i s Chipbreaker selecton reference Recommended mnm

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 AT119
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General Turning Inserts /

 CP[][] (Positive inserts)

Cemented carbide and cermet inserts

(53 Good working condition (22 Mormal working condition ) Bad working mngmn:\
Eﬂsw CLOLBL LY O oo
Emﬁtainlaﬁﬁ steel & og e e L L~
E[Ecaatimn SV &
BV ) o tanrots mekad e
Hest et sy Ty oo © & =
Dimensions(mm) Coated cemented carbide E g §g
Inserns Type e
shape 2288888888253 88885/5--
Llie|s [bt|RE|ICSSS85 5 aSsagn=8z2 221252
EEES%SE§§§E%EE§EE§%E%%EE
> > > F > > > > > > 3 3 > 3 > > > 3 > ||| >
SF |CPGTOE0202-SF 64 | 635|238 | 28 | o2
E CPGTOB0204.SF | 64 | 635|238 | 28 | 04
CPGTOSTI04-5F | 97 los2s| 307 | 44 | 04 . s
finishing |

#*Recommended grade (always stock avalable) @ Available grade (ahways stock available) Make-to-order
Applicable tool
SCLPRL
KAPR 95"
Fage  A232
24 5% Good working condition (22 Mormal working condition (&) Bad working -:awmlhm_\
5 [ stee! SLoLYE L e T
g“mainlmstaal =l LA pep
iﬁﬂaali‘m SLE &
E | Mon-farmous metal 121E
i resintar oy Ti il el = o -
Dimensions{mm) Coated cemented carbide g g gg
Insers Type I
[ o W oD gy BN e & o o =
il e |l i L | o2 Egﬁﬁﬁe,ﬂ:@@*ag;éaﬁﬁgﬁggﬂ;a
ERB28RB8 ggmmmﬁmﬁm%mz%ﬁﬂ
ol i ol ol Rl o ol ol =l il i o i il ¥l ol ol
SF DPGTOTO202-5F T8 | 635|238 | 28 | 02
DPGTOTO204-5F 78 [ 635 | 238 28 | 04
5 DPGTOTO208-SF TH | 635|238 28 08
Eof aulia DPG'I_‘HT&M-&F" HB 9525 3.91.'1' .4.4 IJ_.I.
finishing | DPGT11T308-5F 116 | 8.525| 387 | 44 | 08
% Recommanded grade (abways stock available)  @Available grade (atways stock available)  Make-to-order

Applicable tool

SDOPR/L SDUPR/L

KAPR:107°30" KAPR:93°
-

Page  AZT A212

A120




General Turning Inserts

N

rr'l'BIZ”] (Positive inserts)

Cemented carbide and cermet inserts

{s2' Good working condition {2 Mormal working condition () Bad working mnﬁﬁl:;\\‘
60" 5 5 [gstee CLoLLVO L Vo Co
g"Sla’nluss stoel & LY Lo Lo AL L
I s (i) >
: 5 [Bcau.rm oL @
= 5 | Non-ferraus metal 225
L
il retestard oy Ti aiy | = o -
Inserts Type o
o 0 MF WD L o B O ] oy =l =
shape L ic s | o1 | RE Eﬁgﬁﬁgggggﬁggégﬁgggggfgﬁ
EEEE%&% gmmmgmﬁmamz%an
> > > > > > » I > > > > > > 3> > > > > >|>|F|>>
TBGHOE0102L 64 | 307 | 1508 | 22 | oz * -
E‘ TBGHO60104L 64 | 397 | 159 | 22 | o4 Y "
o e S
finishing
1

*Racommendad grade (always stock avadable)  @Available grade (abways stock available) Make-to-ordar

23! Gaod working condition (22 Normal working condition () Bad warking mm;\

s sldsw COUOLEY LY ©o ©e
M stainess sieel o oo =1 T T
e i[ﬂcmlm SV =
11® Non-tsrrms matal ) G
el esisart sy, Ti oy Sl <~ & &
Inserts Type [T
shape 22PN 2822825838 8853,
tlhie s orfre|c S EEBC 2855525832822 38185;
oD DD DD @D@D @D @O oD@ o @ o m oD oD m(EZ|=Z(0 O
PR i o
TRGHOS0202L 96 | 555 | 238 | 28 0z @ ?
E TPGI-IﬂMQMI.. N 'B..E i 55& 2.:.1-3 ._ 23 I:H- . : [ ] . [ ]
TPGH11|'.I:!J}2L " 535 318 | 318 | 02 [}
finighing TPﬁHﬂuaML 11 5.35 318 | 318 | 04 L ] [ ]

wRecommended grade (always stock avadable)  @Available grade (ahways stock available) Make-to-arder

Irmgant m @mmwﬁm Chapbraaker selection reference Recommended mg;@

AdB-A48 AZVIAIE-AL5 A24-AZT AZ222-A224 A121

:
|
2
£
i
:
£
8
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— TP[][] (Positive inserts)

General Turning Inserts /

Cemented carbide and cermet inserts

Applicable tool

STUPR/L
KAPR:93"

Page

A122

P

A3

= Good working condition (22 Mormal working condition (&) Bad working mnum:;\
60’ . PR CUOLVE VO Yo OO
%Hsmﬁs steel o e Cowe & e
IC' i - LV o A
K 8 [ﬂcaalm GLE @
RE 1° | ' | Mon-ferrous metal e
L
Heat resistant aloy, i sy ] o - -
Inserts Type e
sha ;o o N oWy @m0, o= =
pe e e e lielll ae 23¥EEEE§§§§§EEE§2§§3595§
EEEHE%% gmmmgmﬁmgmz%nn
Eal o ol ol ol ol i il i ol =l ol = e =l i el il ol el
TPGTO90202-5F o6 | 558 | 238 | 25 | o2
SF  ltporosozos.se | o6 | 558 | 238 | 25 | 04 %
TPGTOS0208-5F 95 (558 | 238 | 25 | oA
TPGT110302-SF 11 | 635|318 | 28 | 02
TRETR s e el
BAIBHING Lo st ot MR ERERE | B DR il R SRR S RS S Loy Il EESH
TPGT110308-5F 1 | 635 s.wl 28 | 08
*Recommended grade (always stock avaiable)  @Available grade (always stock available)  © Make-to-order



D—type

double-clamping tool holder
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@ External and internal turning

3

—

General Turning Tools /

Applications sketch map of turning tools

Tool holder type

PCENR/LOO

PSBNRAOO PSSNRALOO PTGNRAOO
MSENR/LOO MTGNRADODO MTJINRLOO MTJNRALOO-Z SCACRADO SSBCRADO SSSCRAOD
| STACRAOO STGCRILOO DTJNRAOO OCSBNRAOO

PTTNRALOO MCBNRLOO MSEBNRAOO

o e
| PCLNRALOO  PWLNRAOD
E—I !ucmmun MWLNRLOD
: SCLCRADOO DCLNRADDO
| DWLNRILODO

el Frofie tuming

Tool holder type

FOPNNOO PSDNNOO MOPNNOO MSDNNOO

] MVWHNMOO SONCNOO SVWEBNDOO SvvCNOO
S5DCNOO  SRDCNOO DVVNNODO

—

2
g
3_
i
28
§
£e
3

A124

Tool holder type Profile turning m Znd Tool holder type
POJNRLOO MDJINRLODO MvINRLOO SRGCRAOO PSKNRALOO PTENRAOO
SDACRILOO SCUCRLOO SVABRLOO m MSKNRLOO MTFNRLOO
SVUBRALOO SVICRLOO SSKCRAOO STFCRAOO
DDJNRADO DVICRADO

~ N N

SO-PSKNRLO | SO-PCLNRAO | SO-PDPNRAO | SO-POUNRLO | SO-SDOCR/AO | S0O-30ZCRAO
SO-PTFNRAO | SO-PWLNRALO SO-SDUCRLO | SO-SDAPRAO
50-SCFCRO S0O-SCLCRAO SO-SDUNR/LO | SO-SVABRLO
SO-SSKCRLO SO-SCLPRLO SO-SDUPRLO | SO-SVQCRAO
SO-STFCRALO SO-SVUBRAO
SOSTUPRID | | soswera

~ & ) o

COSTUPRLO CO-SCLPRALO CO-SDUPRALO CO-SDOPRLO

CO-SVUCRAO CO-SvVacrLO




\ General Turning Tools

@ Parting, grooving and threading tools

e External threading tools ZSER/ADO

End surface grooving, Rtlgmis/mimlslEm e,
furning GFDOORIL

L

. 2
g
L=
=
£
3
5
(-8
£
5
-
$
2

QEOS26/32N

Parting blade holder e F={mp:x v

Internal threading tools ZSIRLO

QEODORMAD the Littie Squirel series i

External parting, GQCR/LO GD-QDDRJI.D.'M Litthe Squimrel

ries
grooving, tumning and  erdalm(zliHm] Intemnal grooving, GLELE D-QCUI;R-‘LD
profiling QzZsORrRLO turning CO-QZsRLO
GEDDOORSL GIDOOR/L
e i ndamg | QECODRLIRS 55
Exteral recess andprofing  QXCODORLO-45 [0 5 - S oFoporio-oL

External for hard-to- the Little Sguirrel
e T QEOSORAD-ON "

Beries

A125



£
-

A126

General Turning Tools /

- How to select external turning tools

i

How to select external turning tools

B Explanation of external turning tools detailed table

@ Listed according to clamping types.

— Tools type

Inserts type

(BCLNRIL

—=e Approach angle of tools

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

N\

¢ Specification chart

Application chart #———
The arrow shows suitable
applications such as exiernal
turning, profiling and end
turning, ete.

Corresponding tool holders of insert GN

—s Products specification

Including product description, stock (left
ard right hand), basic dimensions and

applicable spare parts,

N 18 | 100 | =4
HDEEE | & | E |13 3| 3| M CHS-NC| bl | ey | CHa |Sas e Baxe | S
JETEMDD | 4 O 0 e
KRR a4 | XD |1B| D H |-
SEDENNT |k | b | 2% | 3 | 180 | 23 | 3 | 28 CMM-RC| Cro0M | vty | CoRa | S aman | Sevs
WIWPEL |k | & | T | @ W01 Q| M
] W (T
. Far wami- For Py Fod casll o
At Foi Brishing seiaring Far rougharg -
XF b1 DR v HOR TC
§."8.:5."8
- L o r
OF e DR
R - R R R
— — - A "
5F j.—; oM -~ EE._ }F
EF EM ER
—— FH.HEE
a."8.=
T
. i
-
e
o -
B OCLNRADOMMANS CMODGNON  CHODOSEDON
iwm: CHODTNEEE  CHODN X400 CHDOU0S00  CHODIXEO0 GO0
Applicable inserts »

Including applications of inserts,
reference page, insert shape
and corresponding ool holders,



A

External turning tools >

External turning tools overviews A128-A131
External turning tools code key # A132-A133
Detailed table of external turning tools ® A136-A187

External turning tool holders by D type clamping A136-A141
External turning tool holders by P type clamping | A142-A153
External turning tool holders by M type clamping A154-A168
A169-A187

External turning tool holders by S type clamping

A127



:
g
s
:
:
2
-

General Turning Tools /

External tur'ﬁing' tools overview

A128

= Turning type Appllq::la
8% | Exemal |End suface|Brendadend| Profle | FProfile | Profile : ;
£ | tuming | luming | subcetmng | fuming | fuming | tuming | SOt Tk [Thin.Long o
18 N
(D) D) A136
© (D) @ |Aa7
© D) A138
(D) @ & | A139
‘ 72.5 @) © A140
DVJNRIL
’ 93 D) © @ | A140
DWLNRIL
P 45 (D) | (D) Al41
PCBNRIL [
? 75 © © A142
I
PCLNRIL |
@ 95 © | D) A143
PDJNRIL
3 | e ' © @) @ |A144
PDPNN
, s © (D) A145
PSBNRIL
P 75 () (D) A146
PSDNN
ﬂ 45 @ D) Al47
PSKNRIL
’ 75 © © A148
PSSNRIL
, 45 © © Al49
PTFNRIL
91 © (@) © | A180
{Z) Recommended () Available



eneral Turning Tools

'Emmﬁl'turning tools overview

Applicabl
e JNminG fype workplece shape |
8% | Extenal |End surface Exemddend Profle | Profie | Profile : .
£ | tuming | luming | subcetimng | fuming | fuming | tuming | SOt Thick [Thin.Long | o
o g
© (D) A151
© © © | A5z
© © A153
D) © A154
® © A155
MDJNRIL
’ 93 © () @ | A6
MDPNN i
’ 62.5 © © A157
MSENRI/L !
4 75 © © A158
|
MSRNR/L
v 75 ® | L) A159
MSKNRIL
75 © (@) A160
MSDNN
’ 45 @) © A161
MTGNRIL
’ 90 © © o | Ate2
MTJNRIL
’ s | © © A163
MTJNRIL-Z
93 @ & © Al164
MTFNRIL
ﬁ 91 D) © A1B5

() Recommended

) Awvailable
A129

i
g
2
i
:
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2
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External turning tools overview

eneral Turning Tools

- 4

T == i m y&@?ﬁggmu
< | tuming |“’"""! mﬁ:: mﬁ m tuming _| SOt Thick | Thin. Long |
IO o —
e © © A166
8 © © @ | At
o © © A168
SCACRIL
’ o © © © | A169
SCLGRIL
’ % © © © | At170
SDACRIL
’ o ®) © @ |am
SDJCRIL
_’ s © © @ |am
SDNCN
& = © | © | © |
SVJBRIL I
e | © @ © | A174
s SVABRIL
- © © @ | a8
SVVEN "
‘ 7285 @ © © | a7s
" SWVCN |
; = © © @ |am
SVJCRIL
’ = © © © |as
SSBCRIL
‘ ® © © A179
SSDCN
‘ » @ © A180

A130

() Recommended () Available



eneral Turning Tools

External turning tools overview

i T e T
& = | Bxternal [End surface|Exiema aviend)  Profile Frofile Frofile .
£ | ming | wming |swcetmag | tuming | tuming | tuming S Thiet | T Long | o agie
=02 ) 0= =0 =0 =0 | (3= |—
@ © A181
© (@) Al82
STACRIL
’ 90 © © © |ae3
STFCRIL
’ 91 © (D) Al84
STGCRIL
’ 91 © ) @ | Aa8s
SRDCN
‘ @ © A1B6
SRGCRIL
’ © © A187

(@) Recommended (2 Available

A131

:
g
g
:
;



General Turning Tools /

External turning tools code key

e

o - I
Clamping Insert shape SAosrance Mgle ot | | Cutting direction

|

P - Hole damping

|

im

=

3 =,

S s c L - Laft-hand
5 _M-Top and hole clamping

3 "\

g R s D =

-

O

[=]

g R - Right-hand
: g

a

% 60° e ,

C - Top clamping

=

5 w
. D= double clamping L y

I [ ‘_'

I

P 5 M Right and left hand

O
S — Screw on A

s
!

i

EJ

[

Tool holder style and approach angle

A132



\ General Turning Tools

External turning tools code key -

Mose height (mm) Width of tool holder (mm) Length of tool holder (mm)
-
0 @y e
HF! @ B |
- ——* Code  Length 7
E 70 i
Code  Height Code  Width o = 2
12 12 12 12 H 100 E"
16 16 16 16 K 125 %
20 20 20 20 o 150 g
25 25 25 25 F 170 N
32 32 3z 32 - iz
40 40 40 40 g e
5 250
50 50 50 50 | T 300
| I
Length of cutting edge
Cc D R s T v w
Inserts shape
B & O 0O & &«
Inscribed cirche (mm) Length of cutting edge(mm)
5.556 = — — = 09 il s
6.350 08 | 07 ==l i =l =
9.525 [i:] 11 ] 09 16 16 06
12.700 12 15 12 12 22 22 0a
15.875 | e | 19 T | = [
19.050 . 19 . - 19 . 19 33 . . . e
25.400 = 25 25 44 _ _
32.000 = L 32 = = o

A133



Clamp Clamp

-type double-clamping
tool holder

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

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

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

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

lug boss on

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

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

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




v Compared with lever-clamping:

@ Accurate locating ensures more stable machining accuracy @ High clamping rigidity effectively improves
resistance to breakage of insert.
it - [~m= Dtype clamping
Machining stability I_._lm,m,,?"?
i = Ime | ﬁ
T E so03f 200"
ZE %
E E 80.02 z
3 Ei 0,01 -E 2001 =
Z 8 s0oo £ =
]
2 § 7000 g ) E
B2 700 g A0 2
1)
g s 7997 E 5
7896 S o
o 1 2 3 4 5 8 =

Workpiece sampling location

WV Compared with similar products of company A:

{D Locating surface contact: (checking the @ Effect on tool life:

contact location of clamp by dyeing)

Tool holder: DCLNL3225P12

Insert: YBC252/CNMG120408-DR

Cutting material: 45° steel

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

Force evenly distributed, firm
clamping, high locating accuracy.

After 60 minutes of cutting

ZCC-CT Similar product of
company A

Similar product of
COMpany A




External turning tools

General Turning Tools /

! =_-:
"DCLNRIL B
KAPR:95° z
e x
m
& 5 |un
g LF
B
2
E Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type
“ RLHELFHFMLH’”(‘W‘)
DCLNR/L| 1616H09 | & | = | 16 | 16 | 100 | 18 | 21 | 24
2020M09 | A | L | 20 | 20 125 20 | 25 | 24 |CM5x22C| CO9BM | WH3OL | CIRA |SM5*885XA1| SPRS
2525M09 | & | ° | 25 | 25 | 150 | 25 | 32 | 24
2020612 |4 | A |20 | 20 |125| 20 | 25 | 28
o R e W EETTR N
2525M12 | & | A | 25 | 25 | 150 | 25 | 32 | 28 |CMBX25C| C12BM | WH4OL | C2RA | SMBX10XA1 | SPR4
3225P12 | A | a| 32|25 17032 |32 28
A& Stock available SuMake-io-order
Applicable inserts
g For semi- : For heawy For cast iron
Application For finishing finishing For roughing machining machining
DR 2= HDR = TC .
Deutie- (08 W LB
asg N — wl.:.ss AS8
DR '-.-, HPR Wiihonll chiphisakes
red, B. &
ASZ AST ALB ASS
ER e
ous JC
ASd AST
ER 55
Inserts shape Sgle- [N
ALS = 5T
SNR
==
sada
ASS AS
LR
=
ass * ASE

A55

£ DCLNRILOOHK/MG® CNOOO0S030O  GNOO0S0300

Tool holder

DCLNRILOOK/MIP12Z CHNOD20400 2 CNOOI20400 2 CHOOI20400 2 CHNOOI2400 2 CHNOO20400
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\ General Turning Tools

External turning tools

"DDJNRIL R
KAPR:93" .
& T
% [}
o =
TR Y \"" F
LF g
E
=2
=
Stock Basic dimensions(mm} Screw Shim | Wrench | Clamp | Shim screw | Spring E
=
Type | | |
R|L|H| B |LF|HF |wWF|LH , - r" <45 w €.
—/ : i )
DDJNR/L| 1616H11 | = | &~ | 16 | 16 | 100 | 16 | 20 | 30 '
2020k1 | 4 | 2 | 20 | 20 | 125 | 20 | 25 | 30
] e e e e e 15" L ¥kl od MWL) T WHI0L CiRA SM5aBsXAT| SPRE
2525M11 | A | 2 | 25 | 25 | 150 | 25 | 32 | 30
3225P11 | o | a2 |25 |10 | 32 | 32 | 30 _
202015 | A | A | 20 | 20 (125 | 20 | 25 | 35
2525M15 ! & | & | 25 | 25 | 150 | 25 | 32 | 35 |CMEX25C| DISBM | WH4OL | C2RA | SMBX10XA1 | SPR4
I232P15 | A | A | 32 | 32 [170 . 32 | 40 | 35

4 Stock available L Make-1o-order

Applicable inserts

R e For semi- = For heawy For cast iron
Application For finishing fnishing For roughing machining machining
XF ' XM ' DR . HDR - TC
25 e &
ABD AB3 i ABS d—uﬁ ABGE
DF Without chipbresier

7 ™ay %@ -
el Sk
ABD AB2 ABS J-ﬁﬁ?

Af ABS ABS
EF EM ER 4
& =L
B ke
Inserts sha 2oL e e
pe ADF EG SNR
L & -
A1 AEd ABE.
NF W MM LR
L =
i
A8 AB4 ABS
&
£ DOJNRLOOHKMPYY DNOO110400  ONOOH10400 DNOO110400

DDJNRILOOKMIP15 DNOO150600 DNOOISM0O0 DNOOYS0S00 DNOMS00  ONOOS0800

Tool holder
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'DSBNRIL

KAPR:75° g—— :
e £ T

E-ﬂ"‘ ke LH

General Turning Tools /

Stock Basic dimensions(mm) Shim | Wrench | Clamp | Shim screw

Spring

:
B
a
:

Screw
e RLHBLFHFH’H‘FLH’H(‘W

2020K12 | A | A | 2D | 20 |125] 20 | 1T | 34

2625M12 | A | A | 25 | 25 (150 | 25 | 22 | 34 |cmexasc S12BM | WH4OL C2RA | SME>X 10XA1

I226P12 | A | A | 32 | 25 170 32 | 22 |

3232P15 | & | & | 32 | 32 | 170 | 32 | 27 | 41 |[CMGX25C| S15BM | WH4OL C3IRA | SME=10XAZ

DSBNRI/L| 1616H09 | & | 2 | 16 | 16 | 100 | 16 | 13 | 28 |CM5x22C| SoBEM | WH3OL | CIRA |SMSx8.85XA1

SPRE

SPRY

SPR4

A Stock available S Make-1o-order

Applicable inserts
Application For finishing Ff:’_': m For roughing f“mf::; For “f[::;"
g A
ABS ato 473 TS AT

DF & i PM DR HPR Without chipbroaker
L - sings- | B i!!!l @
AT4 ATE - A

m
BE
)
nm
=
m‘li
L
] |

o

m

—

I3 B

b

@

m

Gy
E@EE

MW

=

a
EEP

>
= |

Inserts shape

43 5

I=

45 i

AT2
E DSEBNRLOCHOD SNOOM0300  SNOD0ex00O SNOOo¥300
DSEBNRILOOK/MP12 sSNOO120400 2 SNOD12400 2 SNOO120400 2 SNOD12400 2 SNOO120400

E DSENR/LOCIP1S SNODO10E00 2 SNOO150600 SNOO#:0600  SNODO150600 sSNOO1:0600

X
~1
.N

holder
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\ General Turning Tools

External turning tools

I{ﬂ -type clamping 1
DTGNRIL

KAPR:91°

¥ : :

B1° LH

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

L RLHELFHFMLH’&(‘W@)

DTGNR/L 1515H1E|_ o) 1| 16 |100] 6| 22| 28

£
:
Lal

2DZDK1E A | & |20 20 125] 20| 25 | 25 |cMsx22c TIBEM | WWH3OL CIRA | SM5=BB5XA1| SPRE

2525”15 4| 4|25 |25 |150|25|32]| 25

& Stock available LMake-10-order

Applicable inserts

o For sermi- . For heavy For cast iron
Application For finishing finishing For roughing machining machining
XF XM DR ? HDR TC
Dicebde- fﬂ “
ATE g0 = (— 5o .y AB4
DF PM . DR “ Vithowl chipbreaker
- - soge 4@ a
—— G0 _ AR3 _—

SF : 55-
ﬁ — AB3
g EM a SHR
AB1 AB3
ES ‘ EG '
A3
ADF ﬁ EH .

DTGNR!LE:IEI'IJ'KJ'H'I'E THNOO18MOO  THNOOEMOO THNOOBMOO TROOWEMOO THNOOM6400

Inserts shape

2
3
2
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General Turning Tools

N

External turning tools

Corresponding tool holders of insert WIN 1] b-type clamping

DVVNN _
KAPR:72°30° ]

risu ﬂ < Vﬁs..-

HF

m
2
g Basic dimensions{mmj) Screw Shim | Wrench | Clamp | Shim screw | Spring
E Type Stock
5 !
E | H. “E .LF .HF .w|=_ “LH_ ’ ‘-."..",.'.-- r q w Q
E DVVNN | 2020K16 fu 20 | 20 [125 | 20 | 10 | 44
] crmmrmr s e s eleneed CMBRE2C | VIBBM | WHIOL CBRA |SM5XBB5XA1| SPRE
|2525H1a A 25 | 25 | 150 | 25 (125 44
AStock available LuUMake-to-order
g B
DVJNRIL :
KAPR:93° - T
I.‘;I- m
g3/ LH
LF
Stock Basic dimensions(mm) Screw Shim | Wrench | Clamp | Shim screw | Spring
Type
Ric|ule | ||wrf| o <= ¢ a) P | §
DVJNR/L | 2020K16 | & | & | 20 | 20 | 125 | 20 | 25 | &1
S B N W DN R L T T | VIGBM WHI0L CBRA SM5 % BESKAT| SPRE
EEZEII'I‘IE A | & | 25| 25 | 150 | 25 | 32 | &1

A Stock available L Make-lo-order
Applicable inserts
Application Faor finishing For semi-finishing For roughing For cast iron machining
- - e |
ABS ABE ABT AT
bF - PM i
w ABS — 486
EF @ oM &=
ABS —~ AB6
Inserts shape A - e $
ABS ABT
v | -
ABS| ABT
ABB
ﬁ DVVNNDOOKM16 VHOO180400 VNOO160400 VNODO160400 VHOD1&60400
i DVJINR/LOOKM1E vNOO180400 YNOO16040O0 VNOO160400 VNODO180400
=
=

A140



\ General Turning Tools

External turning tools

A
DWLNRIL
KAPR:95°

HF
H

4

LF

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

e RLHBLFHFMLH’a(q.w#}

DWLHH'IL! 1616H0E | & | & | 18 | 18 | 100 18 | 25 | 24

£
:
Lal

| 2020K08

| 2825MOB

| 4
5]
=

20 125 | 20 | 25 | 24 |CM5x22C| WOBBM | WH3OL | CIRA |SM5XBE5XA1| SPRE
25 | 25 | 150 24 |

||

....'-
:F‘:F.

25
| 2020K08 20 | 20 | 125 | 20 M
25

150

S
>
b |
20
L5 )
o

| 2525M08

3 [CMEX2SC| WOBBM | WH4OL C2RA | SME>10XAT | SPR4
|3225Pﬂ5 Al A 3225 |10 32

3

4 Stock available I Make-1o-order

Applicable inserts

Application For finishing For semi-finishing For roughing

XF . XM ‘
488 Al
- S~
et

DF
SF

EF
Inserts shape

B
ES

ADF

Az

NF

PPODBD
AYYY

ABG
£ DWLNRILOOHKIMOS  WNOOOS0400 WNOD0S0400 WNOD060400 WNDOo60400

% DWLNRILOOK/MPO8  wWHNDOOEMOD WNOO0EOD WNOD08400 WNDO08400
2
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B
a
:

PCBNRIL
KAPR:75°

HF
—1

LF

R-type shown

General Turning Tools /

Stock Basic dimensions{mm)

Shim

Shim pin

Type

Screw
L|H]| B |LF|HF|WE|LH 9’

PCBNR/L 2020K12

25625M12

3232P12
2525M16
3232P16
4040R16
3232P19
4040R19
404052507 |
404052509 |

e e e

ik

A

A |20 | 20 |125( 20 | 97 | 27
22 | 27 | LEMExZ]
277 | 33

27 | 33 | LeEmexzs
35 | 3
LEM10= 27
35 40
35 50
LEM 12 = 364

35 | &0

C12AP

C16AP

C18AP

C25AP-07

CI5AP

VWHIOL

WH3OL

WH4OL

YHSO0L

LS

L&

L&

SP4

SP3

5PE

SPB

A Stock available LiMake-lo-grder

Applicable inserts

Application

Insarts shape

XF

PCBH_R_FLDDKPWP'H
PCBNRILOCMIPIR16
PCONRLOCIRRY

Tool holder type

PCBNRILOCIS2509

PCBNRLODS2S07

For finighing For semi-finishing For roughing

XM DR e
Doutie. (N
As2 A

o gy oG G

AS2 R AGT SR

7 "™ & 5B

AS2 A e

A53

AS3

CNOO120400  CHODI20400  CNOO120400
CNOO160800 CNOD160600 CNOD160800
CNOD190600 CNODO190600

For heavy
machining

For cast iron
machining

HDR o~ TC .
ASE d‘ A58 A58

Withowt chipteeakes:

i -
AST ASE

cNOO250900

CNOD120400
CHNOD160&00
CNOO180600
e " e e

&
AS9

 cNOO120400
cNOO180600
CNOO190800
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\ General Turning Tools

External turning tools

Corresponding tool holders of insert CN ][ |

KAPR:95° =
z
=
; o
[
357 LH E
LF v
.E
R-typa shown E
=
Stock Basic dimensions{mm) Screw Shim Wrench Lever | Shim pin E
Type =
R|L[H Flefvel| P B | B .
Pcl"m._lmnma A | h| 20 | 20 |125| 20 | 25 | 28
2525M12 A | & | 25 25 | 150 | 25 iz 33
3225P12 Al A 3 25 | 170 | 32 32 33
3232P12 A |32 | 32 (im0 | 32 | 40 | 23
2525M16 " .L| 25 | 25
3225P16 Al A 32 25
LEME =25 C16AP WH30L LS SP5
3232P16 A | &| 32| 32
il i 0
3z
e 1 LEM103 27 C19aP WHAOL L& SPE
40 50
40 50 C25AP-07
0 LEM12 < 364 2 WHEOL LB SPB
40 | 250 | 40 50 48 C25AP
4 Stock available £ Make-to-order
Applicable inserts
.. . ’ For heavy For cast iron
Application For finishing For semi-finishing For roughing machining machining
XF v —
g."8.:858."8."8
AS2 A54 HH e ASE HI ASE A58
DF =, r— ‘Without chipbreaker
- PM -~ gl; -“ HPR . PR
452 — oG53 e d AST ASE J A5G
— & S
SF B DM J!f ﬁi_jfﬁ'
- - -
ASZ PLTEEE AST
EF EM P ER ;
Inserts shape ﬂ -1—._ g,-r ﬁ
AL2 ASE #i AST
- R - R
Doubl-
AS3 Ag5 s AT
NF [ EH LR
i e -
B A53 AGH] T ASE
NM o
hﬂ_-
AS5
% PCBHH.I'LDEI_KI'HJ'P_‘Q CNOO120400 CNOO120400 CNOO120400 CHNOO120400 CNOO120400
PCBNRILOCOMIPIR16 CHNOO160600 CNOO160600 CHOO180600 CHOO1&60600 CNODO16M00
g FPCBNRILOOPRYS ... CNOOTS0SCO ~~ CNOD1S0e00 ~~ cNOO1S0e00  ~  CNOO180800
R ARL SR PSR ... .- P ——
= PCBNRILOOS250% CNOD250900
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General Turning Tools

¥ *\
KAPR:93"° ,_I_-
T =]
& @
()
B3 LH
LF
R-type shown
Stock Basic dimensions{mm) Screw Shim Wrench Lewver Shim pin
Type
R{L|H |8 |LF|HF|we|LH g, & r’ Lﬂ
PDJNR/L 1616H11 | & [ & | 16 | 16 | 100 16 | 20 | 25

| 2020K11 | A 4| 20|20 125 20 | 25 | 25 | LEMGX13.44 D11AP WHZSL L3 SP3
|2525H11 | & | & | 25 25 180 | 26 32 30
202!]“15 h | & | 20 20 125 | 20 25 35
2525h|15 | & A , 25 25 150 | 25 3z 35 | LEMEX21 CisaP WH20L L4B SP4
3332!’15 l A | 32 32 170 | 32 40 35
2020K15-3 ' | 20 20 123 | 20 25 35
|2525H15-3 A | & . 25 25 150 | 25 32 35 LEME =21 D15AP WHI0L L4 SP4
3232P15-3 h | A 32|32 (170 32| 0|35 | |

AStock available i Ha'ke 1o~wder

For semi- For heawvy For cast iron

Applicable inserts
Forroughing o chining machining

Application For finishing shing
" & P e e
ABS
— Withoul chpbreaker

fini
J,..r\ JH:M - J Jm’;;

LAY AT
& =L

DF

EF EH
&7 o 28
— ABE
Inserts sha
e ADF EG SNR
S &
AE4 ARG
NF NM -
& " =
51 A4 AR5
W
-2 POUNRILOCHKM11  DNOD110400  ONOO110400 oNOO110400
i FnJHR.anDHmrPis ONOO150600  CNOO1S0600  ONOO150800  DNDO1S0S00  ONOO150600
2 POUNRILOCKMPIES DNOD150400  DNOD150400 oNOO150400
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\ General Turning Tools

External turning tools

Corresponding tool holders of insert DN L|[ | p-type clamping
rFDPNN [ '

KAPR:62°30" _ —FT
=l =
B2°30° ﬁ

LH

R-type shown

Basic dimensions{mm) Screw Shim

Wrench | Lever
Type MHBLFHFMLHQ\’—./(D

PDPNN | 2020K15 i 20 | 20 | 128 zn-| 10 | 28

Shim pin

£
:
Lal

2526M15 | & 25 | 25 | 150 | 25 |125 | 38 LEMB =21 D15AP WWHEOL L4B SP4
3232P16 | A& 32 | 32 |170 | 32 | 18 | 28

20206153 | 4o | 20 | 20 [125 | 20 | 10 | 38 |

2525M15-3 | & 25 | 25 |130 | 25 | 125 38 LEME =21 D5AP WH3OL L4 SP4

3232P15-3 ' 32 32 170 | a2 16 38

4 Stock available LMake-1o-order

Applicable inserts

A For semi- : For heavy For cast iron
i
Application For finishing finishing Faor raughing machining machining
‘& i
ABQ AB3 ' ABS ABS ABG
DF PM .o — Wil chipbreaker
' AE0 AB2 ABS A
SF Dom ER
r" V4 Dockle- S
A0 AB3 ABS
EF ﬁ EM ER e
& =
— Afi1 Al ABiE
Inserts shape
9 ADF EG SNR
S &
S
A1 AR ABE
NF W NM @ LR
g
s
Afi1 AB4 AGS
W 4
_— | AR |
ﬁ: POJNRILDOH/KM11 oDNOO10400 DNOO110400 ODNOOM 400
% PDJNRILOOKMIP1E DNOO150600 DNOO150:00 DNOO50E00 DNOO150600 ONOO150600
2 PODJNRLOOKMP1E-3 ONOOI50400  DNOO150400 ONODH504000
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Corresponding tool holders of insert SN[ []

General Turning Tools /

External turning tools

"-\.\
KAPR:75° ﬂ
e T
x
5| [ojo .
ki B e
LF
R-type shown
Stock Basic dimensions{mm) Screw Shim Wench Lever Shim pin
Type
FILHBLFHFWFLHQ’ mf’b.
PSEBNRA | 1518H00 |4 (A j 6l L1006 LB L2 Lemexisaa | soosp 3 P1
2020K09 ' .l: 20 20 | 125 | 20 | 17 21 - o " Wh2SL - SFi
MDK'IZ " .l. I_!ﬂ 20 1_:.’._5 20 1'|" _EE_
3226P12 | & | 1 |31' 25 | 170 | 32 | 22 | 28
3232P12 | A | A | 32 | 32 [170] 32 | 27 | 28
252“"5 s "l i [ L8 B 1 £ 2 LEME = 25 S15AP WH30L LS SP5
3232P15 A | &| 32 a2 | 1m0 | 32 | 27 a5
Rt l l' el L | 1 . LEM10 =27 S194AP WH40L L& SPE
4040R19 | A | A | 40 | 40 | 200 | 40 | 35 | 40 .
404052507 A | A | 40 40 | 250 | 40 35 48 525.#-.P
404052508 | & | A | 40 | 40 | 250 | 40 | 35 | 48 x 825AP.09
& Stock available & Make-to-crdar
Applicable inserts
. ik For semi- ; For heawy For cast iron
Appiication For finishirg finishing Forroughing ochining machining
‘|."8.28."8."8
sade - I 3
ABE ATO AT3 s ATE
DF | ! PM DR HPR WO Chipbchatcar
ABE - _— ATE - A7
@ E S
AGE -— g " AT4
Inserts shape
hDF‘ Em E ER -
Gangie- JET N
nge- 3 4
ABS AT1 ATS
SF V== EG SNR
II I! e
A9 ATZ AT5
il =
ATZ AT2
% PSBNRILOCIH/KO9  SNOO0S0300  SNODO090300  SNOO0$0300
> PSBNRILOOK/MWP1Z2 _SNOO120400  SNOD120400  SNOD120400  SNOD120400  SNDO120400
% PSENRILOCMP1S  SNOOI50600  SNOD150600  SNODI50600  SNOD150600  SNODO150600
= .PEH-NRH_DEIF!RTE SNOO190600 SNOO180600 SNUEHQUGDEI SNDD'IWEDIJ
B 8 R O .. - - -..LL. = B sNomesoron
= PSBNRILOOS2509 SMOO25:0900 SNOO250800




\ General Turning Tools

External turning tools

~
Basic dimensions({mm) Screw Shim ‘Wranch Lever Shim pin
Type Stock —
H| B |LF|He [we|Ln 0" ~
e
PSDNN | 2020K12 A |20 |20 |125] 20 | 1030
2525M12 i | 25 | 25 | 150 | 25 [125| 30 LEMS = 21 S128P WH3OL L4 SP4
Emchchivect BOUSNE By 0
3232P12 i | 32 | 32 |170 | 32 | 18 | 35
ek —— | | | e Sl S —— ) |
| 2625M15 | & | 25 | 25 | 150 | 25 |125]| 35
K ety i ... . FFCPRRITON RS RIS Sty Gr v m— LEMa W 25 S‘ EAF mmL L5 3F-5
3232P15 | & | 32 | 32 |70 | 22 | 18 | 40
| |
3232P19 " | a2 | 32 |170 | 32 | 16 | 40
[ { i LEM10x 27 S10AP WHAOL L6 SPE
4040R19 & 40 | 40 | 200 | 40 | 20 | 40
AStock available £ Make-to-crder
Applicable inserts
o For sermi- S For heavy For cast iron
Application For finishing finishing For roughing machining ining
ABS atol ™ AT3 s ATE
DF | i PM 1 DR HPR TR CRBERR Y
— e -_— o " . ATE - T
a3 oMW  Sh.e
I fts sh — ABS ﬁ AT acit AT4
nNSers -
" ADF EM ER (R
H w . ’
E=
AFG AT1 a8T5
8F =R EG SNR
2.8
a0k
AGD ATZ ATS
MM ! LR
Sanghe-
E]
- ATZ) AT2 _
£ PSDNNOOK/MPA2 SNOOI20400 SNOO12M00  SNOCH20400  SNOO120400  SNOCH120400
i PSDNNOOMIPA SNODI50600 SNODIS0600 2 SNOOIS0600 2 SNODNS0600  SNOO1S0600
2 PSDNNODP/R19 SNOO190600  SNOOS0600 2 SNOO180600  SNOO1$0600

A147

£
:
Lal




:
B
a
:

General Turning Tools

i
PSKNRIL
KAPR:75°

HF
H

/4

& m
L]
-® :
o e ]
LF
R-type shown
Stock Basic dimensions{mm) Screw Shim Wrench Lever Shim pin
Type 1
R|L|H| B |LF|H|[we|LH .‘, - | f’ | .
PSKNR/L  1616H09 | & | & | 18 | 16 | 100 | 16 | 20 | 17
: SRR TPV ISR DRI US LEW}\134A SDQAP szﬁL L:] SFI‘”]
2020008 | & | A | 20 | 20 (125 | 20 | 25 | 20
2020612 : i | A i 20 | 20 |125 | 20 | 25 | 26
1
2526M12 : A | & |25 | 25 | 150 25 | 32 | 26 LEME 21 S12AP WWHIOL L4 SP4
3232P12 | P | 32 | 32 |10 | 32 | 40 | 30
SRR St B | | T ] Tm o e SRS | SSINE SRS TR, P,
2525MA5 | & | A | 25 | 25 | 480 | 25 | a2 | a2
f i LEME %25 S154P WWHIOL L5 SPS
3232P15 | & | A | 32 | 32 (70| 32 | &0 | 32
3232P19 | & | A | 32 | 32 [170| 32 | 40 | 36
{ i { LEM10= 27 S194P W4 0L L& SP6
4040R19 | & | & | 40 | 40 | 200 | 40 | 50 | 40 |
A Stock available £ Make-to-order
Applicable inserts
S P For semi- 2 For heawy For cast iron
Application For finishing finishing For roughing machining machining
‘W8 .28 ."E."E
pdy Pt
ABE ATO AT3 s ATE
DF & I PM DR HPR Wiihout chipbrealkes
i [ Sirgie- - H -
L Rl o
ABS - -_— ATE - AT
= — ——
EFEN] P&l SRS
Inseriz shave I cs -— i 474
-
A AT ATS
8F == EG SNR
sl
MBS ATZ ATS
NM LR
'II' Singe
Sk
ATE AT
E: PSKNR/LOOH/KOS SNOO0S0300  SNOD020300 SNOD0R0300
i PSKNRILOOK/MP1Z SNOOI20400 2 SNOD12400 2 SNOO20400  SNOD120400  SMOD120400
PSKNR/LOOMP15 SHNOOMS0EO0  SNODM50800  SNOOHIS0E00  SNODMS0800 SNOCHS0600
,E PSKNR/LOOP/R1S SNODM80800  SNOO1S0600  SNOD180800  SNOO1$0600
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\ General Turning Tools

External turning tools

p
PSSNRIL ;
KAPR:45° o

HF

%é@

a5 A~

LH

LF

Stock

Basic dimensions{mm)

Screw

Shim pin

Type

B

HF

WF

@ B

| 1616H09
P
e

2526M12
3232P12
P
3232P15

3232P19

4040R19
404052507 &
immszmi i

PSSNR/L

(e iE iR iR

L S
(5]

16

ISR (R - - 32
-4E|

.25
2
: 32

40

40

100 | 18
e Bt
et e

180 | 25
L
D
im0 | 32 :
70| 32 |
200 | 40
LR
250 | 40 |

20

25
25

40

50

50

LEME = 1344

g LEME x 21

LEME » 25
LEM10x2T

LEM12 x 364

S124P

5154P

5194P

525AP-08

WH25L

WWH30L

WH30L

WH40L

WHS0L

- e fi

L4

LS

L&

Le

SP10

5P4

SP5

5P&

SPE

4 Stock available £ Make-1o-order

Applicable inserts

Application

Ingerts shape

PSSNRILOOH/KOS  SNOD080300
PSSNRILOCIMIP1S
PSSNRILOCP/R19
PSSNRILOOS2607
PSSNRILOOS2509

Tnt.'-lhul:lnrtrpn|

PSSNRILOOIKIMIP12  SNOD120400
_SNOD150600

SNODO0s0300

SNOO190s00

AT

2

SCCHAMOR.
SHOCheon.

SMOOM0300

SNCICTAAER]
<

SNOO190600
SNOO250700
SNOD250900

HDR

For heavy
machining

Al

o L a5
el 2l 2 T

SNOO190800
SNODOz50700
SNOD250800

For cast iron
machining

Vilthaout chipbegalss

SNODR0300

° .
] ATE

SNOD1204000

SNOO190s00

e il
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General Turning Tools

ra ™
KAPR:91° =]
T L
Lé -]
()
N
LF
Stock Basic dimensions{mm) Wrench Lever | Shim pin
Type y
R| L H|e|r|r|wrl| P A& ¢ |
PTFHIHLI 1E1EH1B ' A [ 16 | 16 | 100 | 16 | 20 | 20
' zuzmt,ta | a | & |20 20 |125| 20| 25 | 20 | Lemex13ea TiBAP WH2SL L3 SP3
| |
lzszsmﬁj 4 | A |25 | 25 | 150 | 25 | 3z | 22
| 2626M22 | & | & | 25 | 25 |150 | 25 | 52 | 25
( i - LEME = 21 T22AP WH3OL L4 SP4
. J2I2PZT | A A | 32 | a2 170 | 32 | 40 | 30
3232P27 | A | & | 32 | 32 | 170 | 32 | 40 | 34
| | | | LEMBX 25 T2TAF WH30L LS 3PS5
4040527 | A | A | 40 | 40 | 250 | 40 | 50 | 34
A Stock available LuMake-io-order
Applicable inserts
o For sermi- . For heavy For cast iron
Application For finishing finishing For roughing machining machining
XF XM HDR TC
M rﬂ Y
* — o — 0 AB4
. ” Vifthoul chipbreaker
- 5:3“'- Je -
* ATE G0 _ AB3 _— A5
SF : 55-
ﬁ — AB3
Inserts shape
EM a SHR
é AB1 AB3
ES ‘ EG '
Ad3
ADF i EH .
arears AT? .;.52
-2 PTFNRILOOHIKIMIE  TNOO160400  TNOD160400  TNOO160400  TNODI60400  TNOO160400
ﬁ PTFHMLDDszz TNOO220400 THNOO220400 2 THNOO220400 2 THOOZ20400 2 THODOZ220400
2 PTENRILOCIPIS2T TNOO270600 TNOO270600  TNOO270600




\ General Turning Tools

External turning tools

-
PTTNRIL
KAPR:60° - N 51‘
£ e T <
.- - EI_ e @
LN LH @
LF %ﬂ
=
R-typa shown E
Stock Basic dimensions({mm) Secrew Shim Wrench Lever | Shim pin E
b
bl

i RLHBLFHFWFLH&&(

F1'I'HH,|'|.;151EH1B & A |16 | 16 [ 100 | 16 | 13 | 25

2020K16 | 4 | & |20 |20 12520 | 17 | 25 | Lemex17 TIBAP | WH25L L3 5P3
252‘5“1’3 A 25 25 | 150 | 25 22 25
.. M| |
| 2525!1122 | & i 25 | 25 1En|:|I 25 I 22 32 LEME =21 | T22AP | WH3OL L4 S5P4
1 |
AStock available L Make-to-order
Applicable inserts
o For sermi- . For heavy For cast iron
Application For finishing finishing For roughing machining machining
XF XM DR HDR TC
Jm ’G *
ATH apo % i o oy AB4
DF PM DR A Without chipbreaker
- - soge 4@ a
7 G0 _ AB3 _— A5
SF 55-
& ﬁ —. AB3
Inserts shape
g EM a SHR
AB1 AB3
ES ‘ EG '
A3
ADF ﬁ EH .
_ _ ATH ABZ|
E; PTTNR/ILOOHIKIMIE  THNOO160400 THOOWE0400 THNOO18400 THOOWEMOO THNOO180400
i PTTNR/ILOOM22 THNOO220400 THODZ20400 THNOO220400 THODOZZ0400 THNODO2204 00
2
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General Turning Tools

External turning tools

PTGNRIL
KAPR:90°

HF

£|=L_L.li
LF

Stock Basic dimensions(mm) Screw

Type
R|L|H|B|LF|HF|WF|LH g’
PTGNRIL 1G1EH15 i 16 | 100 | 18 [ 20 | 20
20201{15 A 20 | 125 | 20 25 20
— Craeifll Kbdmio! W00 (Sl WEiEN P 1 L0 S T16AP WH25L L3 SP3
2525M1E A | 25 | 150 | 25 | 3z | 20
3232F1G Y 32 170 | 32 | 40 | 20
252£M22 & 25 | 150 | 25 | 32 | 30
Bl LEME % 21 T22AP WH3OL L4 SP4
3!32F22 & 3z | 170
3232F'2? & | 32 | 170
B ] il B o (3o 7) Wil LEME =25 To7 AP WHEOL L5 SE5
404052? i A | 40 | 40 | 250
4 Stock available Ly Make-io-order
Applicable inserts
o For sermi- S For heavy For cast iron
Application For finishing finishing For roughing ining ining
XF XM HDR TC
A A =8 . 4. A
e o— oo o AB4
. & Vifthoul chipbreaker
y 5:3:" LON -
ﬂ ATE 0 I -_— 8
SF DM ER
& . =8
78 B1 — 0

Inserts shape

EF EM SNR
é Aufﬂ A53
ES EG ¢
T4 A, AB3
ADF i EH .

E PTGNH‘.I'LI:II:IHFH]“’HS- THNOO18MOO  THNOOEMOO THNOOBMOO TROOWEMOO THNOOM6400
i PTGNHJLDDHI'Pzz TNOO220400 2 THOOZ20400 TNEIDEEEM-EID THOOZ220400 2 TNOOZ220400

PTGNRLOCPISZT INOD270600  TNOOR270600  TNOOZ270600
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\ General Turning Tools

External turning tools

"'\-\
PWLNRIL
KAPR:95° “-—ﬁ‘
1) |iw Lé
LF » s
£
2
Stock Basic dimensions(mm) Scrow Shim | Wrench Shim pin E
=
L

Lever
Type
RLHBLFHFWFLHQ,A(D.

PWLMNR/L 1616H06 | & A |16 | 16 | 100 16 | 20 | 20

2020K08 A A | 20 | 20 |4125 | 20 | 25 | 20 | LEMEX134A WOEAP WH25L L3 5P3
2525M0E | A A |25 | 25 150 | 25 | 32 | 25
Z020K08 A & 20 [ 20 | 125 | 20 | 25 | 238

2525M0B | 4 A | 25 | 25 | 130 ) 25 | a2 | 28 LEME =21 WOBAP WH30L L4 5Pa

3232P08 A 32 [ 32 |10 | 32 | 40 | 28

A Stock available £y Make-1o-order

Applicable inserts

Application For finishing For semi-finishing For roughing
XF

For cast iron
machining

B - Y - -
o -
YL AS0 — 00 A3
. N
e red

o

DF SNR ‘Wihout chepbreaingr
= -
AR :'_ ASZ L= A53

E—
SF DM o
I
A ABE -_—
EF EM
Inserts shape
ARG Ad1
Y - Y -\
YL AP
ADF ‘ EH a
ABG AD2
Y - Y -
_ _ ABS| A92|
E PWLNRILOOH/K/MO& WHODO0EM00 WHODM0400 WNDODDE400 WHNOO0e400
i PWLNRILOOK/M/POE WHNOO0EMOO WHNODRED4 OO WNODDe40O WHOOE4 00
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General Turning Tools

External turning tools

Corresponding tool holders of insert CN[1[] w1y

ra ™
KAPR:75°
T T
s &9 »
E‘-—-
L B
LF
R-typa shown
Stock Basic dimensions{mm) Screw Shim Wrench Clamp Fin
Type .
R(L e r|r|w|| o B ¢ &l |
1816H12 [~ | A | 18 | 16 | 100 | 18 | 13 [ 32
MCBNR/L 1€ , . 1 | R
2020112 | & | & | 20 | 20 [125]| 20 | 97 | 232
2626M12 | & | & | 25 | 25 (150 | 25 | 22 | 32 | OMex30 | YWHZOL
3232P12 | & | & | 32 |32 |10 | 32 | 27 | a2 '
e S ]
2525M16 | & | A | 25 40 _
3232P16 | 4 | A | 32 40 C16BM CRD | TMEx21
4040R16 | 40 40
3232P19 | a4 | 4| 32 40 '
o e OB = 30X C19EM YWHAOL CSRD TM10x21
4040R19 | 4 | 4 | 40 | 40 | 200 | 40 | 35 | 40 | |
A Stock available L Make-{o-order
Applicable inserts
N e ; For heavy For cast iron
Application For finishing For semi-finishing For roughing ining machining
XF o >
g."8.:25."6."8
ASd ALY B e ASD H ASE A58
DF =3 ~— Without chipbieake:
- PM - SD'E -~ HPR . =
AS2 _— Ao e W A A58 J ASS
SF s DM ER P
~ ~y ol o
AS2 ASd we AST
EF EM pess ER
Inserts shape n L sege fi?
| as2 - ASBS AST
ADF EG . SNR
Dizisble-
453 A5G| e AST
NF s EH LR e
5. & .=
AS3 A5G| ASE
NM '
ASS5
_E; MCENRILOOHIKIM/PA2  CHNOO120400 cHOO120400 CNOO120400 CHNOO120400 cNOO120400
i MCENRILOOM/P/R1E  CNOO150600 CHOO160600 CNOO160600 CHDOO160600 CcHOO160600
E MCENRILOOP/R1S CHOO190600 CHNOO190600 CHOO190600 CNOD19eE00
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\ General Turning Tools

External turning tools

Corresponding tool holders of insert CN [ ][]

MCLNRIL i
KAPR:95°
& T
E @
C W
=R LH 2
LF =
.I:
R-typa shown E
®|
Stock Basic dimensions{mm) Screw Shim Wrench Clamp Pin E
=
Type . i
R|L|H|B|LF|HF|wWF|LH a r" . y
MCLMNR/L | 1616H12 Aol A 16 18 | 100 | 16 20 a2 T
2020612 A | 4| 20 20 | 125 | 20 25 a2
26256M12 | 4 | A 25 25 | 150 | 25 32 a2 DB = 30 C12BM WWHIOL C1RD TME = 1T
3zasmM1z | o | S | 32 | 25 (150 | 32 | 32 | a2 — |
3232P12 I 0 W0 LA .0 W 0 SOOI OS] S N
Z625M16 | & | & | 25 | 25 | 150 | 25 | 32 | 28 DG = 30
3225“15 L. - 32 i ,25 ti‘:: 32, s ,3‘2 £ 38 CIBEM WH3OL CIRD TME = 21
333_2P‘15 A | A | 32 32 | 170 | 32 40 38 DG = 30
| AOMORI6 | & | 4 ) 40 | 40 1200 | 40 | 50 ) 45 ol [
3232P19 A | A | 32 32 | 170 | 32 40 45
et el S s e e A DME g mx B‘IQBM III~|1.|4DL GﬁRD 'I'M‘qu 21
4040R19 A | & | 40 40 | 200 | 40 50 45
4 Stock available £ Make-1o-order
Applicable inserts
N e ; For heavy For cast iron
Application For finishing For semi-finishing For roughing ining machining
- - - e - D - |
) Coube- 08 W :
ASd ALY B e ASD ASE A58
DE = R Withowt chiptenake:
- PM ,’ -~ SD'E -~ HPR . a
AS2 _— o e A ASE J A5G
SF e DM ER P
~ Do !{'}:{
A2 Afq e AST
EF EM ER
Inserts shape p 5$,. - ’
1 AS2 ARS AST
- =
Double-
453 A5G| e AST
NF | : EH LR
5 :
AS3 A5G| ASE
NM
——— - - J‘. 5‘5. - -
E MCENRILOOHIKIMIPA2 CHNOO120400 CcHNOO120400 CHNODO1z0400 CHOD120400 CNOO120400
i MCENR/LOOM/P/IR16 CHNOO180E00 CNOO1Ee0s00 CNODOs0800 CNOD160&00 CNOO180s00
E MCENR/LOOPIR1S CHOO1e0600 CHNOO190600 CHNOO190600 cNOO180&00
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General Turning Tools

 MDJNRIL =]
KAPR:93° 1 e

R-type shown | LF

/4

Stock Basic dimensions(mm) Screw Shim Wrench Clamp

Pin

Type
RIL|H|e|ritr|wefn| g | &7 | ¢ | &)

i

MDJNR/L 1616H11 | 2 | o] 18 | 18 [100] 16 | 20 | 32
C2525M1
3232P11
et

20 | 20 [125 | 20 | 25 | 32 WH20L

25 | 25 | 150 | 25 | 32 | 32 DMEH!.EI WH3OL

&
CIRD
'y
'y
A | 20 | 20 | 125 | 20
'
'

2
38
a2

a5 | T oisem | wwao C2RD

38 | DMGx25

2

e

"2525““----- S s o (g
ISEZEHE a2 I S Ere e
323218 | A | A |82 | s 70| 32 |
4040R15 | | 1 | 40 | 40 | 200 | 40 |
'2020K16-3 | A | A | 20 | 20 | 125 | 20 |
2626M15:3| A | A | 25 | 25 [ 180 | 25 |
3226P16-3 |

e N Rt B

s

DMIG = 30

5BB RS SRR

DG = 30

TM5 =13

TME < 18

TMB =17

4 Stock available LJMake-1o-order

Applicable inserts

Application For finishing EEx Ser-

finishing

For heawvy For cast iron
machining miachining

...- HDH g TC '

ABS

Faor roughing

l'i'llhm.l hiphoegker

DF

ABD

Ebl.a#

r"

65

&

_/

.
‘ Elﬁﬁ“ = 3
EG' SNF
NMQ

I

EF

Inserts shape

ADF NR

ARG

ABS
NGF

E; HNHMDEHWH DNODO194O00O  DNOO10400 DNOONM400

MNHMDEWHH'IE DNDD!EDEDD DN DD15¢6E|E DHDEI!E-'DEDD DNOD150800  DNOO180600

E HDJHRILDEWF'IH I:INDEHED-!EID DNDD1504DB DHDDiB{.I-tDD DNOO150400
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\ General Turning Tools

External turning tools

P
MDPNN
KAPR:62°30"_

P

Type

Stock

Wrench Clamp Pin

2020K11

J225P16

4040R15

3232R15-3

MDPNN 1616H11

S
B
et
BT TN

szEP1s | oo

2020K183| 4
| 252EMIE-3) . 4en

T -

16

o
St
22

25
e

uﬁu.."
125 | 20
150 ( 25

20

S

32

200 | 32

s ....ﬂmn e
| 35 | omex3o
43 | DMEx25

_"33' DMex25

| -l-3 DP«EHN

DOME = 25
D11EM

‘3 “"nm;‘ 35

43 | DMEx30
=Fss D15BM

43 | omex3o

a
External turning tools

WH20L

WHIOL CIRD TMS> 13

TME = 18

WH30L C2RD

TME X 17

& Shock available LiMake-lo-order

Applicable inserts

Application

Inserts shape

HIZ‘IFHHEII:IHJ'NJ'IIFP‘H

2
% unpnunnmwpms _
3

HDFHHEDK!M.I'PM-S

DNOONMe400
DNDEH EuDEEID
DNDEI 1 5E|-IEI D

oNOOMo4D0O
DNDI:H 50E00
DNDDHMDD

For heavy
rrmc:hinhg

A5

DNI:|D15-DEDEI DNOO150600

DNDEH 5U-|EII3

For cast iron
machining

Y -
AEG
Without chiphieaier

-/ AET

DNOONM OO0
DNOO1s0e00
DNOD1s0400
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General Turning Tools

N

External turning tools

£ i :l: T

sl [&9® @
N

LH

MSBNRIL
KAPR:75°

LF

R-typa shown

Stock Basic dimensions(mm) Screw

Type
R|L|H| B |LF|HF|WF|LH ’

MSBEMNR/L 1818H12 16 | 16 | 100 | 16 | 13 | 32
mmmz. P MRS w13 s R o oo
2525“12“25 g e I e e o e — . - -

e 0 e 8 /5700 Wi o Bt Bl AR e ) kol OME = 30

3225P12 A

B |32 § 1?{:32 i o i muxsu

o A s B~~~ [~

e e

3232P1

323219 |

..mmi

-HIHIZIHISDE

OMEG = 25

DB > 30

S13EM WH3OL CZRD TM3 =21
OME = 30

% ikl DB = 30X S19EM WH40L CESRD TMID=21

WH40L

DM1D = 35X S25BM e L CERD TMI2x28

dmszmn i i |-m 40 | 250 | 40 | 35 | 6O mgt

& Stock available LSMake-lo-order

Applicable inserts
For semi- For heavy For cast iron

Application For finishing finishing For roughing ining ining

d B B R
ABS a0 ™ AT3 — ATE

! | [T L Wahgut chipbraaker
DF T PM - DR - HPR! =
ATE

- Rawiinnd
ABE  —all] - 74 _— AT

| B |
EF E DM ’s.-" DE\:E& .t
ABS -_— AT4
=
-

Inserts shape

S
ABD AT L ATS
EG - SNR
Dicutis-
ey
ABD ATZ ATS
MM LR
H Sangie-
e
AT2 AT2

HBBHRJ'LUEIHFWIII‘H? SNDE!IDIUD SENODM20400  SNODI20400  SHNOD120400  SNOO120400
HSBHR‘.‘LEEWP'IE SNDEI!.E'DEEIE! SNOO150800 SHDD!S’DEDEI SNODMSs0O0  sNOO1:0e00

HSHHRJLEEPIE'I! SNODO190600 SHDEI'F'BDEEIEI SNEIDHD&DD SNOO1:0E00
HSBHM_DDREHW SNDD?&DQDEI ENEI EIESHDD

Tool holder type
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\ General Turning Tools

External turning tools

MSRNRIL _ il
KAPR:75° |

LH

LF

R-typa shown

Stock

Basic dimensions(mm)

Shim

Clamp

Type

R L B LR HE

WF

MSHHRII. 161$H12 b | o 16 | 16 | 100 | 16

Zlﬂﬂlﬂﬂ A [ A 20 [ 20 125 20 :
2526M12 | 4 | a | 25 | 25 | 150 25 |
B e e e T 1
o T O

2525!“15

3225?15
3232P15 | & |

foa TP TP | smsmimins s
3232P1§ i | 4 | 32 | 32

dmnﬁzs:rs 4 | & | 40| 40

404052509 A | & | 40 | 40

17

22

36

36

43

43

36

36
40
40
45

|
-m|

G0

G0

36 DG > 30

I:IME 3'\3'EIK

DM10 = 35X

S12EM

S15BM

S25EM

S19EM

WH30L

WH2a0L

WHA0L
WHS0L

WH40L

CARD

C2ZRD

CERD

CSROD

g
£
=
:
iy

TME= 1T

TME*21

TMI0>=21

TM1Z2> 28

A Stock available LMake-lo-order

Applicable inserts

Application

-_—
A

Inserts shape

NM
iy
ATZ

ABE. ATD

For roughing

DR 55
Cocnai. |

i,
iy 473

DR

Singe-
e

70
ER

Dicraksie-
i

AT1

ER e
£+

m—

Coy

ATd

SNR
Dostia-

AT2

ATS

LR
Singe-

AT2

For heavy
machining
HOR -~

. E
ATE

For cast iron
machining

"B
ATE ATE

Vilthout chiptreaker

— 77

MSRNRILODH/KMIP12  SNOD1204000
'MSRNRLOOMP1S  SNOO150600
MSRNRILOCIP1S

e

$NI:|I:I12IMI:|EI

$NEII:|15|J'6DE|

Tool holder type

SNODO190600

SNOO120400
SNOO 15’DEEIEI

SHDEI i'BDEEIEI

SNDEI?&DQEIEI

SNOD120400
SNODO150800
SNEIDHD&DD

SNEI DESHDD

SNOO1 E'Eld-Elﬂ

sSNOO 1-5'DEEID

SNOO1$0e00
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General Turning Tools

External turning tools

MSKNRIL

KAPR:75° —‘W‘
*;; -

| lLH

LF

R-type shown

Stock Basic dimensions{mm)

Type

R|L|H|B|LF|HF|WF

o

-l +

| 20
125 | 20 | 25
150 | 25 | 32
e P

OMB 20
o DM
OMB % 30

MSKNR/L | 1616H12 Al A | 1B | 18

2020K12 | & | 4 | 20 | 20
2626M12 | & | & | 25 | 25
e
MY LA LALELE
e B e o R B e
e

3232P15
e e B &
awarts | & 1 A a0 | 40 |20

S12EM

DM = 30

M8 30

S15BM
DME = 30

DME x 30X S19BM

iz gzigs s sk

DM10 = 35X

g
3
3

404052508 | 4 A | 40 | 40

S25EM

WWH3IOL C1RD TME =17

WH30L C2RD TMEx 21

WH40L CARD TMID= 21

WHSOL CERD TM12x 28

4 Stock available

Applicable inserts

Application

I Make-1o-order

For heavy
machining
ol "R R

AT3 L

For roughing

Inserts shape

SNR
Ccedbie

. E
AT4 ATE

&

‘B =@
s

ABG AT1

F =1 E

= -
ABS

MM H LR
w.
ar2 ™

AT2

£+

AT

AT2

For cast iron
machining

"B
ATE ATE

Witheit chigbraaker
5
— 77

 MSKNRILOCIMIP15
MSKNRILOCIPIR19

Tool holder type

MSKNRILOOHMMIPI2 SNOO120400
SNOO150600

SNOO150800
SNODO190600

SNOO120400

SNOD120400

SNOO12040

SNOOYs0e00

SNOOYe0E00

sSNOO250900

SNODO150800

SNOO120800

SNODO250500

SNOO1:0600
SNOO1$0e00
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\ General Turning Tools

External turning tools

tool holders of insert SN[ 1]

Corresponding M-typ
~
KAPR:45°
'R
T =
@ :
45°
L LH
LF
Basic dimensions{mm) Screw Shim Wranch Clamgp Pin
Type Stock s ”
H| B |LF|HF | we|LH ’ Hi | C ﬁm y
MSDNN | 2020K12 | & | 20 | 20 | 125 20 | 10 35] OME = 25
2625M12 | 4 | 25 | 25 (150 | 25 [125| 35 | Dmexao S128M WH30L ¢1RD T™B 17
3232P12 | A4 |32 |32 [170| 32 | 18 | 35 |
2525M15 | & | 25 | 25 | 150 | 25 |125] 42
SRR ISR B . | || o] B L T DIME = 30
3225P15 | n |32 | 25 (170 32 [125( 42 S15BM WH30L C2RD TMB 21
3232P15 | & | 32 | 32 |170 | 32 | 18 | 42
A& Stock available SuMake-io-order
Applicable inserts
o For sermi- . For heavy For cast iron
Application For finishing finishing For roughing machining machining
o Pl -
ABS atol = AT3 s ATE
) ; Without chiptroaker
DF ,;E-___ PM -_ E‘E - HPRE =
— e -_— o " . ATE - T
"B T"E =B
I fts sh — ABS _ AT bl AT4
nsers k7|
w2 ADF EM ER i
H w ’
sale
ABS AT A7S
5F F—=3 EG SNR
B.°8.%
e
AGY ATZ ATS
MM H LR
Sngh
Eo
AT2| A72 _
MSDNNOCK/MP12  SNOO120400 2 SNODMZM00  SNOO120400  SNOD2400  SNOD120400

.
§ wsowwcowPis
2

SNOO10E0O00  SNODO150800

SNOO1:0600  SNOD150600 ENOO150600
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General Turning Tools

A
MTGNRIL
KAPR:90°

HF ,
H

s (29 ®

o LH

|:§

R-type shown

Stock Basic dimensions(mm) Screw Shim

Clamp

Type
R|L|H|B|LF|HF|WF|LH &

HTGHHJ'I. 1G1GH15 Al a1 18 |10 18] 20| 3 DM * 25

20211!{13 A A |20 | 20 | 125 | 20 | 25 | 33 DG = 25

2525&!13 A | A 25|25 |150] 25 | 32 | 33 DB X 30 T16BM mgt CIRD | TM5*13
3225P16 A | & 32|25 |70 32 ] 32 1 33
B N Py vi v O ) T LN Ml L n e AT e DB = 30
3232P1ﬁ A A | 32|32 [170 32 | 40 33!
2525M22 | & | & | 25 | 25 [150| 25 | 32 | 35 | DME = 30
3225P22 | & | A | 32| 25 |170 | 32 | =2 35| T22EM WH30L CIRD TMEX 1T
s232p22 | 4 | A | 32|32 |10 32 |40 | 40 |
4 Stock available LuMake-io-order
Applicable inserts
o For sermi- S For heavy For cast iron
Application For finishing finishing For roughing machining ining

XF l XM . DR _ HDR TC .
.|" “
_ AB2 — 0 AB4

ik
- s-ngll ,-'L.j\
'ﬂ ATE A —

qﬂl
SF DM & ER
Y
AT8 — e AB3
EF EM SHR
é Anm A8
ES EG y
Yy W 9
74 B AF3
ﬂDFﬁ EH .

E HTGHH.‘LDD WKMF'IE THNOO8MOO  THNOOEMOO THNODMBMOO THNOOEAOO

Inserts shape

i HTGHRJLEEWPEZ TNDDEZMDD THOD220400  THNOOZ20400 2 THNOORZ20400

Vifthoul chipbreaker

A4

TNOO1604 00
TNOOzZ20400
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\ General Turning Tools

External turning tools

a B
MTJNRIL

KAPR:9Y '
x|
1
= |
> :
1

&

8

LF =]

=

R-type shown E

Stock Basic dimensions(mm) Screw Shim Wrench Clamp Pin E

b

bl

T RLHELFHFW‘FLH’&(-".mW

MTJHHJI. 2020116 | & | A |20 )20 [125] 20 |25 |33 DG % 25

zszsma o | & | 25|25 |50 25 | 3z | 23 T1GEM mgt CIRD | TM5%13
B Wl Wl P21 el 6 ] sl s JRE

3225?1& a | & 32|25 170 32| 22|33

2525&!22 a | & | 25|25 |150] 25 32135

0 RSN A T T [ S, OME = 20 T29EM WHZOL CoRD TMEX 1T
3225!’22 ' h 32 25 | 170 | 32 a2 I a5
A Stock available S Make-1o-order
Applicable inserts
o For sermi- S For heavy For cast iron
Application For finishing finishing For roughing machining ining

Vifthoul chipbreaker
E‘-FI N
4 - - -
* ATE L I [ e

o
SF DM & ER
' Dousie- i
A ATS — s 483
EF EM SHR
é A AB1 AB3
ES EG y
‘ 2y
AF3
ADF ﬁ EH .

E HTJHRJ'LEII:I K.I'M.I'P‘iﬂ THNOO18MOO  THNOOEMOO THNOOBMOO TROOWEMOO THNOOM6400
HTJHRJ'LI:II:IHI'F‘22 THNOO220400  THNODO220400 2 TNOO220400 2 THOOR20400  TNOO220400

XF l XM . _ HDR TC .
-
“_ AB2 - ny AB4
J._.ri-._

Inserts shape

Tool holder

A163
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General Turning Tools

A
MTJNRIL-Z
KAPR:93° | e

) | "‘

93
893 JLH \/
LF

Slock Basic dimensions{mm) Shim Wrench

Clamp

Type -
R|L|H|B |LF|HF|WF|LH ﬁ r"' : y
MTJNR/L-Z 1616H16|
WH20L :
T16EM WHAGL C1RD TM3*13
|3zzsP2z| & | & | 32
[ ] R e I T22BM WH30L CZRD TME =17
i 3232P22 | A a2 DG = 30
|4040R22| A | A | 40
& Stock available LMake-lo-order
Applicable inserts
o For sermi- S For heavy For cast iron
Application For finishing finishing For roughing machining ining

XF XM DR fg\.. HDR TC
oute 48 -
AT ABD — 4 AB4
DF PM DR

. Vifthoul chipbreaker
- - ool N -
—— T G0 I A —
SF DM & ER
R Diouse- )

ATE — Y —

AR
EF g EM g SNR
Duis-

TG AR . 483
ES EG LR .

Y W7 W

ATS AB1 A3
ADF‘ EH .

ATS ABZ|

Inserts shape

A4

E MTINRIL-ZOO HKMP1E THNOO160400 2 THOOMEMOO  THOOBMOO THOOMSMOO  THNOO160400

Tool holder

MTINRIL-ZOOM/P/IR22 THNOO220400 2 THNOOZ20400 2 THNOO220400 2 THODZ20400 2 THNOO220400

A164




\ General Turning Tools

External turning tools

a B
MTFNRIL
KAPR:91°
wl | x
' s 59 -
i r W
;;,I LH 8
LF =]
=
R-type shown E
=
Stock Basic dimensions(mm) Shim Wrench Clamp Pin E
Type B b
R|L|H|B|LF|HF|wF|LH & r"- '-.m y
MTFNR/L 1616H18 | ~ 32
m:u 3z
2525M1E az TIGEM ..‘:"m"gg: CIRD | TM5%13
szzspia 32
U] [ LT DG = 30
szszma 40 | a2

2526‘-“22 32 | 38 DG = 30

D

3225P22 | & | 0 | 32 | 25 | 170 3z | 35 | T22BM WH2OL CZRD | TMBX1T7
3232P22 32 3z 170 40 36
A Stock available LMake-io-order
Applicable inserts
o For sermi- S For heavy For cast iron
Application For finishing finishing For roughing machining ining

Vifthoul chipbreaker
5..-.;. F iy
4 - Ak -
* ATE L I [ e

a S
SF DM & ER
e Doutle- e
A AT8 — i — 0
EF EM SNH
é A AB1 A8
ES EG y
‘ 2y
74 B AF3
ADF ﬁ EH .

E HTFHH.‘LI:ID HFNIH.I'F"IE THNOO18MOO  THNOOEMOO THNOOBMOO TROOWEMOO THNOOM6400
i HTFNHJU:IDH.I'PH THNOO220400  THNODO220400 2 TNOO220400 2 THOOR20400  TNOO220400

XF l XM . _ HDR TC .
-
’d' _ AB2 — 0 AB4

Inserts shape

A165



General Turning Tools /

External turning tools

Corresponding tool holders of insert VIN[1[ ]

MVVNN
KAPR:72°30"

HF |
H

=9 .
727300 LH
LE

Basic dimensions{mmi) Scraw Shim Wranch Clamp

hee SmHBLFHF\ﬂ.FLH’t-‘:.-F(.mw

:
B
a
:

MVVNN  1816H18 | 16 | 16 | 100 | 16 | B | 45 | DMEx25
202018 | & | 20 | 20 | 125 | 20 | 10 | 45 | DMEx2S5

2525M16 A 25 | 26 | 150 | 25 | 125 | 45 DG = 30 ViGEM WH3OL C3IRD TM5X 13

3225P16 | a4 | 32 | 25 | 170 | 32 | 125 45

3232P16 'y 32 | 32 | 170 | A2 16 | 45

A Stock available S Make-1o-order

Applicable inserts

Application For semi-finishing For roughing For cast iron machining

Inserts shape

ABT

E MYVNNDOO HK/MP16 YNOO1E0400 VYNOD180400 VNODO1e0400 VHOO160400

B O

2
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\ General Turning Tools

External turning tools

p
MVJNRIL
KAPR:93° e

Stock Basic dimensions(mm) Screw Shim Wrench Clamp Pin

Tpe RLHELFHFWFLH’-.‘E.--(-".my

MVJNRIL 1618K18

2020K18 A

g
£
=
:
iy

-
5o

16 | 125 [ 16 | 20 | 45 DG % 25

>
ek

20 | 125 | 20 | 25 | 45 DG = 25

2526M16 | & | & |

=
[
th
Ba
n
E [
B
&n
o
LX)
-
ih

OB = 30

..... ] igqEn | MR

WH3oL

CIRD TM3*13

[
tod
@
sl
w
in

3225P16 | 4 |

[
et
R
3
"
=]
i

IZIP6 | & | DME = 30

4040P18
A Stock available S Make-io-order

3
]
e
=
wn
[=]
&
h

40

Applicable inserts

Application For finishing For semi-finishing For roughing For cast iron machining

XF SNR TC
e

DF
EF

Inserts shape ADE

SF
NF

ABT

NGF

LN

; MVJINR/LOO KIM/P16 YNOO1E0400 VNOO160400 VNOO160400 VNOO1e0400

B . e

2
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:

A
MWLNRIL
KAPR:95°

HF

il

General Turning Tools

&

=

—= . |

LF

Type

Slock

Basic dimensions(mm)

Shim

Clamp

B | LF | HF

WF

2020K.08

4040R08

MWLNR/L 1616H08 | -

2525MDE
1616H0E | ~ |

sl 32

L
. 7%
8

16 | 100 | 16
20 | 125 | 20

25 | 150 | 25
16 | 100 | 18

25 | 170 | 32
32 | 170 | 32

5
g
8

20

25

32

20

28 DG 4 25
30 DG = 25

30 MG =30

35

32 | 35 |
40 ]35 | DMex30
50 | 35 |

WWOEEM

WOEBM

WH2OL
WH30L

o OME =25
a0

WWHIOL

CARD

CIRD

TM5X 12

TME =17

& Stock available LMake-io-order

Applicable inserts

Application

Inserts shape

£ MWLNRLOOHIKMOS  WNODD0S040D
i MWLNRILODHKMPRIE  WNOO08040000

For finishing

-
SF é
EF @
ES ‘
ADF‘

b

NF

ABS

For semi-finishing

WHODME0AOO
WHNOD0EDAODO WNOD0E4OO

For roughing

AB1

Az

92|

WHNODNEMDOO

WHNODOoEe400
WhOO0a400

A168




\ General Turning Tools

External turning tools

A
SCACRIL
KAPR:90°

&
Je

LH

LF

Stock Basic dimensions(mm)

Serew
Type .
R| L |H | e |tF|H |w|w v /

SCACR/L o0sosFos | / 8 8 | 0 | 8 8 | 1

£
:
Lal

1ﬂ1ﬂHﬂB A 10 10 100 10 10 18 I60M2.5*8.5 WTOTIP

1212Hus A 12 12 | 100 12 12 16

1212Hﬂ$ A & 12 12 | 100 12 12 16

e ) S EOM3 S8 WT1sIP
1E1EHEB s 16 16 100 16 16 16

A Stock available S Make-1o-order

Applicable inserts

Application For extra S For sami- ! For cast iron

finishing For finishing finishing For roughing machining

‘H'@’"@ "= "\@."=
AgE ASE — AGFE

c
(3]
- ABD

For Al machining

w
2]

Inserts shape

g SCA.CR!LEIEI'IJ'FW CoOoMzo0 Cooomsez00 CoOOesgz00 CocoOoezO0 CoOoOsetzo0 CCGX 06200
i SC&CR.‘LDEHW CCOO0eT3Oo0 CCoooaTioo cCcooeTion CEDEID"}TJDEI CCOOosT30O0 CCGX 087300
k

A169



General Turning Tools /

External turning tools

A
SCLCRIL
KAPR:95°

HF
H

-y
s

LF

R-typa shown

Stock Basic dimensions({mm)

s RLHBLFHFWFLHv a wr:/

:
B
a
:

SCLCR/L | 0808F06 | 4 | ~ |08 | o8 | 80 | 08 | 10 | 12
1010F06 & A 10 10 [:1i]
LR T et [RRPIIS (CHEVEIRN MRS T S . e T T L e WTOTIF
1212H06 | A | A | 12 | 12 |100] 12 | 16 | 12

1616H0& h 16 | 16 [ 100 | 16 | 20 | 16

1212H08 A ' 12 | 12 |100 | 12 | 16 | 16

1616H09 A ' 16 16 | 100 | 18 | 20 16

I60M3.5% 8 i = WT1SIP
2020808 | ¢ A |20 | 20 |125]| 20 | 25 | 25
2525M09 | o | A | 25 | 25 [150 | 25 | 32 | 25
2020612 | & | & | 20 | 20 [125| 20 | 25 | 25
i ez Rl W Mol b el Mol et . ——
2526M12 | & | A& | 25 | 25 | 150 | 25 | 32 | 25 | IsOM4x11X C1285 SMG 1004
[ WHAOL
i 3226M12 | & | & |32 | 25 |[150 | 32 | 32 | 25
A Stock available £ Make-to-order
Applicable inserts
: For extra S For sami- ! For cast iron ok
Application finishing For finishing finishing For roughing machining For Al machining
SF XF xm HR 5 TC LH
& g g B8 =
e i
A0S 455 AGE A58 ADE AT
HF - HM . LC
<Q @Q (5
. - i
Insers shape A AT AT
-

ASG AT
E SCLCRILOOHIFOG CCOO feeo0 CCO0 es0z00 CCOO eEzO0 CCOO ge0z0n CCOO oeteon CCGX 06200
SCLCRILODOH/MK/MO9 CCOO0sT300 ccoooaTion CCOO mT300 CCOOoeT300 ccoooeT3oo CCGX 087300
E SCLCRILOOK/M12 ¢CO0 120400 CCOO 120400 CCoO 126400 CCOO 120400 CCGx 120400

holder
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\ General Turning Tools

External turning tools

A
SDACRIL
KAPR:90°

R-typa shown

B

LF

Slock

Basic dimensions(mm)

Type

LF | HF

£
:
Lal

SDACR/L 0BOEKOY | ~ | ©
1010K07 5 | A

a

10

12

125 B

125

1212K07 [ &
1212K11 [ & |
1616K11 | ~ | &

2020K11 il

2525M11 A

24

2.||

Screw
IBOM2 5%6.5
IsOM3 58 |

24 | I80M3.3 =12

WTOTIP
WT15IP

WT15IP

e WHIEL

SM5 > B.E3XA

& Stock available LMake-to-order

Applicable inserts

Application For esdra

finishing
SF

&

A100

Inserts shape

£

SDACRILOCKO? DGO 070200

SDACRILOOK/MT DCoo 1TIoO

Tool holder

XF

H

EF

A

For finishing

R

A100

F

i
16

H

I

A101
COOeroz00
OO 1700

&

H
E

For sami-
finishing

Kﬂgm

A1

Al02
A102

DCO0O 07gz00

DCOoOnTioo

" &y

DCOO 11300

Forroughing  For Al machining
LH o
e

AT02

A103

LC E}

A103

DCGX 070200
DCGX 117300

A171



:
B
a
:

General Turning Tools

External turning tools

SDJCRIL
KAPR:93°

537 LH

LF

6o

Basic dimensions({mm)

Shim screw

Wrench

Type
HF

v

w

Ty

SDJCR/L | oso8F07 | ~ | ~ | &8 | & |80 | & | 10| 15

1010F07 i il i0 | 10 | BD | 10 | 12 | 15

1212HOY | & A | 12 | 12 | 100 | 12 | 18 | 15

100 | 14 18 15

1414H07 14 | 14 160M2 56,5 e

100 ( 16 | 20 | 18

1616H0T A 'y 16 | 16

2020807 i ful 20 | 20 | 125 | 20 | 25 | 24

2525M0T | il 25 | 25 | 150 25 | 32 | 28

1212611 A 12 | 12 | 125 | 12 | 16 | 22

1616K11 & A |16 | 16 | 125 | 16 | 20 | 22
5 01185
125 | 20 | 25 | 24

2020K11 A A | 20 | 20 160M3 512

25256M11 A 'y 25 | 25 | 150 | 25 | 32 | 24

160M3.5x 10

SM5 X 8.65XA

WTOTIP

SMSHTEA

WT15IP
WH2SL

A Stock available LMake-1o-order

Applicable inserts

Application For sami-

finishing

For extra
finishing

&

A100

HF

For finishing
SF

R

&

A100 A0

- 4

AT02

b

A100
Inserts shape

HM
i ..-I';r
Al02
EF EM
10

101 A

2

AH

QR

A101
SDJCRILOOFHIK/IMOT  DCOO0T200 COOeroz00 DCOoOe7az00
SDJCRILOOKM11 oCOoo nTIoo DCOo 1T300 DCoonTIon

DCooNnTIoon

Tool hokder ype

Forroughing  For Al machining
XF XM HR | 3 , E e

RS

A103

. LC

&7

A103

DCGX 070200
DCGX 117300

A172




\ General Turning Tools

External turning tools

—
SDNCN
KAPR:62°30° i

HF

F
R

LH iy

g
£
=
:
iy

Ene s't':m:‘ll';HBLFHF'..I'I.IFLH v # v(;//

SDNCN  0808FO7 8 | & (80| &8 | 4 |:n

1010F07 A 0 10 | &0 10 5 20

1212H07 & 12 12 [ 100 | 12 L] 20
eI E—— L Bl Bl | 18B0M2 5 < 8.5 . — WTO7IP
1616HOT 16 | 16 |100| 16 | B | 20

2020807 200 | 20 | 125 ) 20 [ 10 | 25
2525M07 i 25 | 25 (150 ) 25 | 125 20
1616K11 & 16 18 [ 125 ] 18 8 30

2020K11 & 200 | 20 [ 125 ) 20 [ 10 | 30

WT1sIP

EEZIEH'H & 25 | 25 | 150 | 25 125 30" I60M3 512 D11BS SMS X 8.65XA WH3SL

3225M11 32 | 25 (150 ) 32 |125| 30

F232P1 32 | 32 (170 ) 32 | 18 [ 30

A Stock available LJMake-1o-order

Applicable inserts

: For extra S For sami-
Application finishing For finishing finishing
SF XF XM HR LH e

& & L S
A100 A100 R i} ] A102 A103

HF HM e
M

For roughing  For Al machining

R

T

>

& £

A100 A102 A103
Ingerts shape - el = -
A10Y A102

AHF

Q

A101
E SONCNOOFHIKMOT  DCOO07200 COOeroz00 DCOoOe7az00 DCGX 070200
SDNCNOOK/M/P11 0CO0 1300 OO 7200 DCoONMT200 oCcoonTIoo DCGX 11TI00

Tool holder
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General Turning Tools

N

-

-
SVJBRIL e
KARP:9Y - I‘_l 1||

LF

Buuing
sjo0) Buiung [eusagxg [EioUBS)

Serew
Type e
R|L|H|B|LF|HF|WF|LH v e

[ 3
>
b
=
Pk

SVJBR/L | 1212H11 10| 12| 18| 25
[osrsrianmimin siiiansg ! !

1848H11 | a |18 | 18 |100| 18 [ 20 | 27
LB s . B et

e e

' 20 [ 20 | 125 | 20 | 25 | 25

2020K11 |

2525M11 | 25 | 32 | 30

[
-
k3
(5.
e
|
i
19
=]

1616H16 @ & h 16 16 | 100 | 16 20 35

[ [ : ; WT15IP
2020K18 A ' 20 | 20 |125 | 20 | 25 | 40 [BOMI. 512 VIEES SMS = 86554 il

| i | | WH

2525M16 | & A | 25 | 25 | 150 | 25 | 32 | 40

A Stock available L Make-to-order

Applicable inserts

Application For exira finishing For finishing For semi-finishing For roughing

SF XF X HR
-
=

AT

HF

17| 8|

M
- _—
A119

HM . SNR
17 Al119
NF EM

S

@

ATl
4119
A118

Inserts shape EF

NG

AH

bheecd

]

£ SWBRLOOHKMM1  VBOD103OO  VBOD103OO  VEOO110300
i SVJERILOOHK/MIE VEOD&0400 VBEOD160400 VBOO18MO0
2

A174



\ General Turning Tools

f/S VABRIL

KAPR:90°

External turning tools -

T

WF
2]

B

LH

EF:

Basic dimensions({mm)

Shim screw Wrench

Type

HF | WF

SVABR/L 1010F11
I-uuuu-- b s b e

[ k|
2020K16

161BH1E | » | ~

| 2525M16 |

20

| 18 | 100 |

5 |

80 | 10

12

o
] 1
L
-3

15

=]
el
w

Screw
160M2 5% 6.5 - — WTOTIP

WT15IP

lBOM3 5212 WHISL

VGBS SMS5 X B.E5XA

A Stock available LMake-fo-grder

Applicable inserts

Application
5F

<=

Inserts shape

£ svaBRILOOFNM
i SVABRILODHIK/M16
2

For exira finishing

For finishing
XF

¢

AT A1

HF

NF

EF

NG

[ NAN

AH

(

-1

VBOOMOO

VEOO1E0400

ir

i7

m

For semi-finishing

-

For roughing

A HR

ﬁ.

SN
<

e
. A119
EL

Al119

M
HM
EM

S

AT
A119
A118

a

VBODO160400 VBOO180400

A175

£
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-

Buuing
sjo0) Buiung [eusagxg [EioUBS)

General Turning Tools

KSWBN
KAPR:72°30" e
e =
i o
T2°30°
LH
LF
Basic dimensions(mm) Scraw Shim Shim screw Wrench
Type Stock r-v"
H | B | LF | HF | WF | LH v - w y/
SVVBN  1212H11 i 12 |12 (100 12 | & | 2%
1818H11 i 16 | 16 (100 18 [ 8 | 25
IR I W | Lo | R [t e . WTOTIR
2020111 i 20 | 20 (125 | 20 | 10 | 30
2525M11 25 [ 25 | 150 | 25 | 125 235 | |
PSSR M | || ] (D T N R | SR SNt IR DI
1616H16 " 16 [ 16 [100 | 16 | 8 | 35 |
2020K16 i 20 | 20 (125 20 | 10 | 35 | |1BOM3S5*12 VGBS SM5 % BA5KA WABIE
! | { WH3SL
2525M16 i 25 | 25 (150 | 25 |12.5| 35
A Stock available L Make-to-order
Applicable inserts
Application For exira finishing For finishing For semi-finishing For roughing
5F & XF M HR .
AT -'-.1'?_ .-'~‘1ﬁ_ A119
HF . HM . SNR
AT A119 Al119
MNF I EM
A118 A118
Inserts sha
i EF
AT
NGF
A11B
AHF
ot - ‘\15
£ SVIBRILOCHIKIMA1 VBOO110300 VEDO119300 VBOO110300
i SVIBRILOOHIKIM1E VBOD160400 VBODO1E0400 VBOO160400
2




\ General Turning Tools

External turning tools -

S-type clamping &
f/.S VVCN

KAPR:72°30°

HF
H

e ‘“

Basic dimensions(mm) Scraw Shim Shim screw Wrench

Hee SMHBLFHFWFLH v — w r‘;//

SVVCN  1212H11 " 12 | 12 |100 | 12 | & | 25

£
:
Lal

IBOM2 5%5.5 WTOTIP

2020K11 ' 20 | 20 | 125 | 20 | 10 | &0

1618H11 A 16 [ 16 [ 100 | 18 8 27 | ‘

2525M11 25 | 25 (150 | 25 [125| 38
1616H16 & 16 [ 16 | 100 | 16 L 33 |

2020K18 i 20 | 20 |125 ) 20 | 10 | 33 IBOM35 12 VIEESC SME X 86514 ‘:ﬁ"::;f

2525M16 & a5 | 25 | 150 | 25 | 125 3B

& Stock available SMake-1o-order

Applicable inserts

Application For extra finishing For finishing For Al machining
SF XF LH
<=
A114

NF

Inserts shape NGF

All4

AHF

ARN
é

al114
E; SVWCNOOHK/MA1 voeoonoioo voOoOno3noo VCGX110300
ﬁ SVVCNOIOHIKIMAG vCOO160400 VCGX160400
2

AT77



General Turning Tools /

External turning tools

SVJCRIL
KAPR:93°

Stock Basic dimensions({mm) Shim Shim screw Wrench

Serew
s RLHBLFHFWFLH’ —~ vr.;/

:
B
a
:

SVJCR/L | 1292H11 | » | ~ [ 12 | 12 |10 | 12 | 16 | 25
1616H11 A h 18 16 | 100 | 18 | 20 27
i s b e e el JGOM2 5% 8.5 o — WTOTIP
2020K11 A i 20 [ 20 |125| 20 | 26 27

2525M11 A A [ 25 | 25 | 150 | 25 | 32 | 27

1616H16 A ' 16 | 16 [ 100 | 16 | 20 | 35
WT15IP

2020K16 & A | 20 1 20 |125( 20 | 25 | ¥ 1BOM3 5=12 VIBBEC SM5 = B.63XA WHAEL

2525M1E | 4 A | 25 | 25 | 150 | 25 | 32 | #

A Stock available L Make-to-order

Applicable inserts

Application For extra finishing For finishing For Al machining
SF XF LH
<= - <<=
Af14 Al14 Al18
MF LC
-2 -
A4 A116
Inserts sh
nserts shape NGE
| A4
AHF
] | A114]
E SVVCNOOH/KIMA1 voOoO1e3oo vooo1odoo VCGX110300

SVVCNOIOHIKIMAG vCOO160400 VCGX160400

Tool holder

A178



\ General Turning Tools

External turning tools

Corresponding tool holders of insert SC[ ][]

" SSBCRIL -
KAPR:75° o

e I

LF

R-ype shown

Stock Basic dimensions(mm} Shim screw Wrench

Screw
s RLHELFHFwFLHv W\"‘;/

SSBCRI/L | 1212409 | & | & |12 [ 12 |100| 12 [ o | 16 | eomasxs - WT1sIP

£
:
Lal

D

1616H0S2 A h i6 [ 16 |[100 | 16 | 13 | 16

2020609 | & | A |20 | 20 125 [ 20 | 17 | 20 | 1eom3 512 S04BS SMS X 8.65K4 ﬂﬁf

2525M08 W 25 [ 25 | 150 | 25 | 22 | 20

2020612 | & | A |20 | 20 [125| 20 | 17 | 25 Wi tED
[ ——— JURH PPN [ SR — ) R— e [BOME X 11X S12BS SIS 10X
2526M12 | s | 25| 25 |80 | 25 | 22 | 25 WH40L

4 Stock available LUMake-1o-order

Applicable inserts

Application For finishing For semi-finishing Far roughing For Al machining

XF xm HR 7 LH

A108

0|
|
|

HF o HM

Al0T Ad
Inserts shape EF I L

AHF

x
m
=
>
=

A106
E S5BCRILOOH/K/MOS sSCO0MTI00 SCO0O0sT300 SCO0OMTI00 SCGX0ATI0O0O
i SSBCRILOOK/MIZ sCOO120400 sCOO120400 SCGX120400

A179



SSDCN
KAPR:45°

External turning tools

General Turning Tools

N

HF
,_l-

RO

=il S T

:
B
a
:

Basic dimensions(mm)

Shim

Shim screw

Wranch

Type Stock
H| B |LF|HF |WF|LH

\Y

s

SSDCN | 1212H0% i 12 | 12 |00 12 | & | 18

1616H02 " 16 | 18 | 100 | 18 B 16

2020K09 | ¢ zu]zo 125 | 20 | 10 | 20
2525M0% | o | 25 | 25 | 150 | 25 |125| 20

2525M12 ' 25 ‘ 25 (150 | 25 |125| 24

[60M3.5>8

160M3.5 12

1506 = 11X

S00BS

EMS5 X 8 65XA

o

SME = 10008,

WT1SIP

WT13IP
WH3SL

WH40L

& Stock available LMake-1o-order

Applicable inserts

Application For finishing For semi-finishing

XM
A105 A107
4 HM ¢

i L}
€ o

- — | e

ALDE |-

A105 ANDT

Al

v '
A0

SSDCNOOHKMOS sSCO0MTI00 SCO0O0sT300

SSDCNDOMI2 sCcOO120400

XF
HF

Inserts shape

For roughing

HR
(]

SCO00eTI00

For Al machining

sCO0O1z20400

SCGX0ATIO0O
SCGX120400




\ General Turning Tools

External turning tools

' SSKCRIL )
KAPR:75° w “..J =
? [1+]
@
E1 LH
LF
R-type shown
Stock Basic dimensions(mm) Screw Shim Shim scren Wrench
Type
R|L|H|B|LF|HF|wF|LH ﬁ )/
SSKCR/L 1212H09 12 |12 |100| 12 | 16 | 16 | 1eom3s=s 2 - WT15IP
I 1616H09 | & 16 [ 16 | 100 | 16 | 20 | 16
| ' | : WT1SIP
| 2020K09 ! 20 | 20 |1256) 20 | 25 | X0 EOM3.5= 12 S09BS SM5=BE5XA WH3SL
| 2525M08 25 | 25 (150 | 25 | 32 | 20
| FEgii | M Bl S M) I (ISR | [
2020K12 20 | 20 | 125 ) 20 | 25 | 22
| FEARAE | | WSFRCHIE PRIV SRERESIAN NS FVE/ e B 160ME = 115 51285 SME S 10%KA mllﬁ;f
| 2525M12 25 | 25 | 150 | 25 | 3z | 22
A Stock availabla £ Make-to-order
Applicable inserts
Application For finishing For sem-finishing For roughing For Al machining
XF XM HR 7 LH —
r.—. r—. 1
ll.f I . ‘
A108| A10T _— i0s _—
HF P HM LC =
Inserts shape A108| 07 A108
” = i H
Al :.'IE_ A107
v '
- - — A".:lﬁ.
SSKCRILOOHKMOS SCOO05T300 scOO0eT300 sCOO08TIOO SCGX09T3O0O
SEKCRILOOKIMA2

Tool holder fype|

SCOO120400

sCOO120400 SCGX120400

A181
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General Turning Tools

I/. '\-\.\
SSSCRIL
KAPR:45°
i T
s @ .
m - LH
& LF
.:_: R-type shown
2
3 Stock Basic dimensions(mm) Screw Shim Shim screw Wrench
g Type : t"'
R|L|H|B|LF|HF|WF|LH E )./
SSSCR/L 1212H08 | -~ ! 12 | 12 100 | 12 | 13 | 16 | 1e0M3ISxE | WT15IP
1616H09 | & | & | 16 | 16 | 100 | 18 | 17 | 16
2020609 | . | - ‘ 20 | 20 125 | 20 | 21 | 25 | 1somasx1z S09BS | SMsxsesxa | ISP
2525M08 25 |25 |150 | 25 | 28 | 25
........................ el oarel] M e i IRl it vzl AUV [SUSURUSRPNPUTL VS PRURRDIPIN PRSPPSO |
202012 | & | A |20 | 20 [125| 20 | 21 | 24
— aia I SRS EERSMIREH IOV RERVLEIR N 6064 = 11X £12BS SRE =104 m—luﬁ{::f
2525M12 | A | A | 25 | 25 |150 | 25 | 28 | 28
& Stock available L Make-io-order
Applicable inserts
Application For finishing For semi-finishing For roughing For Al machining
XF XM HR LH
— — b [ "-—-1
E.I \ . .
A108 A107 s -_—
HF 7 HM F LC (e
o (=) )
A1DB LRty A108
Inserts sha
) ” = " E
A108 A107
v '
. - -— ,f..‘.-ﬁ. |
& SSSCRILOCHIKIMGS sCOO0sT300 scO0O0eT300 SCOO0ATIOO SCGX09TIO0O
i SSSCRILOCIKMA scOOM20400 sCOO120400 SCGX120400
2




\ General Turning Tools

External turning tools

a ™
STACRIL
KAPR:90° i
oy =
E m
907 LH "
LF 8
5
E
=
Stock Basic dimensions{mm) Screw Wrench — — E
Type IE
R[L[H|B|[wr|rr we|w| @i / -
STACR/L | 1010K11 i A, 10 | 10 | 100 | 10 | 10 | 12
a2 | o ! 12 | 12 | 80 | 12 | 12 | 14 | 1somzsxes WTOTIP -
| |
| 1818K11 | fo| 18 | 186 | 100 | 18 | 16 | 18
A Stock available & Make-1o-order
Applicable inserts
Application For finishing  For semi-finishing  For roughing  For Al machining
XF XM HR LH A
a a A A
A108 A1 S| S 3
HF HM LC !
..-._,—.-_-. - ﬁfﬂ'\
N—— 4109 e V1 A113
NEEns s
R EF ! EM I
Al0E A1
AHF ! EG !
;-‘-'1'_ &111

STACRILOOK/F11 TCOoOonMezoo TCOO1200 TCOoOoNnezoo TCGX110200
STFCRILOOHMKMI1  TCOO10200 TCOOnMeenoo TCOONMooOO TCGX110200
STFCRILOOK/MIE TCOOMETIOO TCOO16T300O TCOOET200 TCGX16TI00

Tool hokder type

A183
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Buuing
sjo0) Buiung [eusagxg [EioUBS)

General Turning Tools

KS TFCRIL D
KAPR:91°
= -
£ fo> =
-
LF
Stock Basic dimensions{mm) Screw Shim Shim screw Wrench
Type <
R|v|H|B/|LF|HF|wF|uwH v - w r‘:/
STFCR/L | 1212H11 | & | & [ 12 | 12 | 100 | 12 [ 16 | 14
| 1616H11 | & | & | 18 | 16 |100| 18 | 20 | 14
{ ; I60M2.5% 6.5 . - WTOTIP
lzuzmcﬂ [ & Aol 20| 20 |125| 20 | 25 | 20
| 262611 | A | n | 25 | 25 | 150 | 25 | 52 | 20
| i P
| 1616K16 | A | A | 16 | 16 | 125 | 16 | 20 | 20
| 202016 | & | & |20 | 20 [125| 20 | 25 | 25 | 1somMa5x12 TIeBS | sMsxsesxA | LA
| |
2625M18 | o | A | 25 | 25 | 150 | 25 | 32 | 25
A Stock available LuMake-io-order
Applicable inserts
Application For finishing  For semi-finishing  For roughing  For Al machining
XF XM HR LH A
e a A A
A109 Al —T12 AT13
HF HM LC A
[=] [#] =2
— o — ""_"..13
Ingerts shape 4 ke L
EF ! EM !
AT08 Al
AHF ! EG !
] A111 AN
£ STACRLOCKF TCOOM0200 TCOO102O00  TCOO110200 TCGX110200
i STFCRLOOWKMI1  TCcOO10200 2 TCOOMM0200  TeOoO1ieeoo TCGX110200
£ STFCRILOOKM18 TCOO6T300 2 TCOOM6T3O0  TCOOMST3OO  TCGX16TIO0

A184




\ General Turning Tools

External turning tools

STGCRIL _
KAPR:91° 7 TE
I I
.. \ E m
o 4 ML 2
LF 5
5
R-type shown E
Stock Basic dimensions(mm) Screw Shim Shim screw Wrench E
Type i
R|L|H|B |LF|HF|WF|LH v & w r‘:’/ -
STGCR/L  0808F09 | & | ~ |08 | 08 | 80 | 8 | 10 | 12
| 1010F08 | & | 4 | 10 | 10 | 80 | 10 | 12 | 12 | wom22x5s - 5 WIOAIP
1212400 | o | A [ 12 | 12 |100 | 12 | 18 | 12

1212H11:1. & |12 | 12 |00 12| 16 | 18

1616H11 | & & 16 | 16 [ 100 | 16 | 20 | 20

2020614 | o | A | 20| 20 |125) 20| 25 | 20
| | |
os26m4d | o | A | 25 | 25 | 150 25 | 32 | 20
| | .
161616 | & | A |18 | 16 | 125 18 | 20 | 20
' ! : . . WT15IP
2020K16 | & | & |20 | 20 |125| 20 | 25 | 20 | lsomEsH12 TIBBS SM5 X 8.65XA i
| 2525M16 | A& ' 25 | 25 | 150 | 25 | a2 | 20
1
A Stock available S Make-1o-order
Applicable inserts
Application For extra For firishin For semi- For roughing  For Al machinin
PP finishing 9 finishing ghing g
SF XF XM HR LH A
AL & A -~
A108 A10E A111 A112 REE]
HF HM LC 4
I - N
nserts shane ﬁmﬁi_- E—— o 133
P EF EM
AlDg AN
AHF EG !
- : Afm'-_ A111]
& STGCRLOOFHO? TCOD0SM2OO TCODO0SZOD TCODOS0200  TCODO090200  TCGX090200
i STGCRILCIOHKIMA TCOOM10200  TCOOW10200  TCOOM0200  TCGX11020
2 STGCRLOOK/M1S TCOOM6TIO0 TCOOMETIOON TCOOHET3IOO  TCGXIGT3O

A185
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General Turning Tools

"-\.\
. E[_ﬁ_ 2
g Lo} | @
LH
LF \kw _?
&
r
Basic dimensions(mm) Screw Shim Shim screw Wrench
Type Stock t-ﬂ'
Wle |tr v |we | o Ky N o
SRDCN | 1616H08 |« 18 | 16 | 100 | 18 | 12 | 18
2020K08 | 20 | 20 | 125 20 | 14 | 18 ISOME = T = i WTOSIP
2525M08 : 26 | 25 | 150 | 25 |165| 16
|
2020K10 | 20 | 20 |125| 20 | 15 | 20
{ fr=rree . - 150M3.5 10 — — WT151F
2525M10 | & ‘ 256 | 25 | 150 | 25 |17.5)| 25
2525M12 | 25 | 25 | 150 | 25 |85 a5 ViED
_ 16035 12 R128S SMS5 * 8 65XA VIREISL
3232P12 | 32 | 32 |10 | 32 | 22 | 35
| '
3226P16 | A |32 |25 [170 | 32 [205] 35 -
{ { 160M4 % 15X RIGES SIS 1 000A WHAOL
4040516 | | 40 | 40 | 250 | 40 | 28 | 40
A Stock available S Make-io-order
Applicable inserts
Application For semi-finishing For roughing For Al machining
LH
- ‘™) ©»
Inserts shape rh__,,.: P‘ \*"-"‘hl'
A ! A4 A0 A104|
% SRDCHNOCK/MIHOE RCMTOE03IMO RCMTOBOIMO ROCGX0B03MO-LH
g SRDCNOOK/M10 RCMT10TIMO RCMT10TIMO
SRDCNOOMIP12 RCMT1204M0 RCMT1204MO
,.E SRDCNOOPIS16 RCMT1606MO RCMTIG0EMOD

A186




\ General Turning Tools

External turning tools

]
8
=]
lI:
E
=2
=
Stock Basic dimensions({mm) Screw Shim Shim screw Wrench E
=
Type r“ i
R|L|H|B|LF|H |wF o 3//
SRGCR/L 1616H08 | ~ | ~ | 18 | 16 | 100 | 18 | 20
202008 | & | A | 20 | 20 125i 20 | 25 BOM3 X T - - WTOIP
o525M08 | A | A | 25 | 28 1so| 25 | 32
1616410 | A | A | 16 | 16 [ 100 | 16 | 20
2020010 | & | A | 20 | 20 | 125 | 20 | 25 | BoM3S5*10 2 = WT15IP
2625M10 | A | 4 | 25 | 25 | 150 | 25 | 32
2020612 | 4 | A | 20 | 20 1:5[ 20 | 27
e L LT L T L LT LT omesxiz | rues | swexseswa | WIISP
2626M12 | A | & | 25 | 25 | 150 | 25 | 32
o ] —— . o I e
3232P16 | 4 | A | 32 | 32 | 170 | 32 | 40 | 1BOMAX15X RGBS SN ¥ 10XA i end
A Stock available L Make-1o-order
Applicable inserts
Application For semi-finishing For roughing For Al machining
ﬁ /.-.\ LH
Inserts shape ..'r:..g;f' 1'&-‘" @
_A104] A104] A104
% SRGCRILOCHKMOS RCMTOS03MO RCMTOE0IMO RCGXOBOIMO-LH
SRGCRILOOHIKMI0 RCMTI0T3MD RCMT10T3MD

SRGCRILOIOKIMA2

,.E SRGCRILOOP1E

RCMT1G0EMO

RCMT1204MO

RCMT1204M0

RCMT1E06MO

A187
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- How to select internal turning tools

/" How to select internal turning tools o

B Explanation of internal turning tools detailed table
@ Listed according to clamping types.

—= Approach angle of tools Specification chart

Application chart e——
The arrow shows suitable
applications such as
internal turmning, profiling
and end tuming, ete.

— Tools type
The first 4 letters in the type description stands for
tool shape and applicatio.

Insert type

Corresponding tool holders of insert DN

P
PDPMNRIL
;

N il :ﬂ E “Q

Brack Aaae drmemonaim; Boew | Whench | Laver | Shim | Stimpi
Hor Rl L |ows|ocon] v | tF | we U’ 'l | S - N
EIITPOPNRALLES &l & L =] X 30 b o o] [ [ 1 [
' LEwR3=2T W00 e Osar sy
SEOUL-PDPNRAEES | A | & | %0 - 3 ]
SIIT-POPRELIE 0 b vl X 200 |
LEis woa | LB | o | g
HOLPDPNALIS | A EENEIE
_—a N et ]
Application Far Reishing ';:':_’: For roughing ::‘{;""‘: e o e
XF M DR — ] Tt
DF PM o oR s e
T &0 V-
5F oM ER ggem
-
eF EM e
Inses shags ﬂ ﬁ o -
!D‘F' Eﬂ' ﬂﬁ
HF HH@ LR
. e 4
&
[E ooPoewmLiss D00 CoD01SMO0 CROOMAOO CrOmENOn
§ ooroevRLIs MOOISE0D  CHODWWADD  DRODENO0  DNOOMOEDO  CHODNEe0n
& H
——= Toaol holders with oil hole Applicable inserts #———0—Hm ———
Including applications of insens,
—s Products specification reference page, insert shape
Including product description, stock (left and comresponding tool holders.

and right hand). basic dimensions and
applicable spare parts,

A188



A

Internal turning tools >

Internal turning tools overviewI A191

Internal turning tools code key ¢ A192-A193

Detailed table of internal turning tools ¢ A194-4221

Internal turning tool holders by P-type clamping A194-A199
Internal turning tool holders by S-type clamping |  A200-A215

Damping internal turning tool holders and theire A218.A221
features

A189
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Internal turning tools overview

eneral Turning Tools

ez | 7 | so | e | e3 | es | e | es | 10730
: Q, & & Q Q Q & Q
b
g ) By b
i
§ |+ The minmum PDPN | PSKN | PTFN PDUN PCLN
machining
g diameteris | & / . ;
= 20min.
2 » Applicable A195 A197 A198 A198 A194
E inserls are PWLN
eoonomic
£ | negative -
§ inserts. b‘/
= » Hole cla
o e I'I'Iplrlg A199
SSKC SCFC STFC STUP sDuc SDZC sDaQc
A204 AZ14 £205 AZ13 A202 A203 2201
2 | & The minimum sSDuUp SCLC SDQP
8 | macining -
= diameter is o
'E 10mm. ;
2 | *Applicable AZ12 A200 A211
[ inserts arg
E 5°, 7° and SVUC SVQB
[= 11* positive \|
inserts. M . 1/
§. « Screw f
¢ | clamping. £207 A215 AZ0B
svuB SCLP svac
AZ09 AZ10 AZ0S
E = The minimum STUP | SDuUP SCLP | sSDaP
diameter can
2 | pe machined is = = |
£ | 120m V// 2 ‘_/
5 « Applicable
o insers ara 7*, AZZ0 AZ19 AT AZ1B
E | 11*positive ' ' ' r
E Waedis. svVuc svac
o | * Good -
E_ Performance \:V# ¥ ("‘A
E on redusing
a shake, A2 A2

A191

$
g
g
2
2
.
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-
g
g
g

i ™
Type of tool holder
Code Type

A Steel tool holder
with oil-hole
Cemented
[ carbide tool
holder
Cemented
= carbide ool
holder with oil
__Mois
S |Steal ool holder
X Spedcial inserts
applied

83

A192

shis] R

SiEs

Diameter of

tool holder
> F
F o

Code Diameter
08 08
10 10
16 16
20 20
25 25
32 3z
40 40
50 50

L of tool

older

GAR=2=

- -

Code Length

<SC-H9IDZETXI
g

350
400

.

[v]

' 'l'."'.‘.l'amplng
system

e

P-Hole clamping

General Turning Tools /

Internal turning tools code key

Inserts shape

~B0*

M-Top and hole
clamping

0

S-Screw on

)

| C-Top clamping

L ]

Tool holder style and approach angle

'-n\'as

DEJTJQ
7 Ty
alkallnlblla

|-\mr

D
D “’;ﬁ =

l“ﬂ:n'

L

]

D}D mm



\ General Turning Tools

Internal turning tools code key -

Claaram:tngla . Cutting direction Manufacture option
I Increase offset
b B RN D |fsize+1.0mm
[ S
(. C " E Increase offset

— - f size+2 0mm

Internal turning tools code key

L - Left hand
b | ..-f’.| 5* D

R | Round shank

= 2p E

| W | Wedge clamping
e’ ) N ® :
E 5 X | Back boring
Ji P R - Right hand
L1
&
Length of cutting edge
Cc D R s T v w
Inseris shape
O 0 &
Inscribed circle Length of cutting edge(mm)
5.556 - - - - 09 — —
6.350 06 a7 - - 11 - —
9,525 09 1 09 09 16 16 06
12,700 12 15 12 12 22 22 08
15.875 16 19 15 15 27 . -
19.050 19 - 19 19 33 - -
25400 25 - 25 25 44 e -

A193
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Internal turning tools

PCLNRIL

General Turning Tools

KAPR:95°

sirle
: DCON
- LF
R-type shown
Stock Basic dimensions(mm) Screw Wrench | Lewver Shim | Shim pin
Type
R|Lfomnipcon| H [ 1F [we | @ ¢ b O N
Siﬂﬁ-PGLHRanrE i 20 16 15 180 11 LEMS}aEB
BEDR PCLHR.ILIJB 25 0 | 18 200 i3 | !.Em:p}~ QB WTOoP L3C -
SzBS-Pc LHR.I'LI:B a2 25 23 250 17 LEM5>< 95
32 | 25 | 23 | 250 | 17 | LEMBX134A
i 44 32 30 300 22
squu PCLHRI'UZ A | & 54 40 38 350 27 LEMBx 21 WHa0L L4 C12APE SP4
ssw-r-*cmwuz " 63 50 47 400 35
SEO0V-PCLMNRIL1G Al &3 50 48 400 k1 LEMB = 28 WH30L LS5 C16AP SPs
SE0S-PCLMRIL1S &3 50 a7 250 35
LEM10:=27 WH4OL LG C19AP SPE
S50W-PCLNR/L19 A | & &3 50 &7 450 35
AStock available SuMake-to-order
Applicable inseris
. . For semi- - For heavy For cast iron
Application For finishing finishing For roughing hining machining
XF XM DR [ HDR TC
- - B
AS2 54 e — ASE A58
DF -~ PM DR HF"R Mm.tumuaur
= J l .
AS2 = AST| ASE J AS55
I
J'""-’j e B
AS4 AST
R =
Inserts shape o
ass| Lol
SNR
Dndbie-
ASBS e Aol

ASS
CO-PCLNRILOS CNDD0S0300  CNOD080300
__OC-PCLNRIL12 CNOD120400  CNOO120400

_ CNOO160600
cNOO150600

OO-PCLNRILTE

B
OO-PCLNRIL1S

Toul holder type

CNDD120400  CNOD120400  CNOD120400
CNOD160600  CNOD160800  CNOO160600
CNOO190600  CNOO190600  CNOD190600

A194




\ General Turning Tools

Internal turning tools

PDPNRIL

KAPR:62°30" _@:ﬂ :
H DMIMN

.® EE Y —)E! DCON
& -

R-type shown

Stock Basic dimensions{mm) Wrench | Lever Shim | Shim pin

Screw
T R|L[ommfocon| H | 1F | we | P ¢ B | &V

S&!T—PDFHRJ'L'?E-J- A | & 40 a2 30 300 22

g
£
2
5

] FoL . e SRR RIS ER | TN PINSCESAPRRIIA FRNENA LA LEMB=21 WWHIOL L4 O15&P SP4
smu PDFH ItI'L1 5—3 A | & 50 40 38 350 27
SSHJDPHRILM ho| A 40 3z 30 300 22
e R B e e el L LEMSx21 WH30L L4B D1 5AP SP4
Sdnl.l PI:IPNR:'L1 5 50 40 38 350 27
MAStock available LMake-to-order
Applicable inserts
q ;g For semi ; For heavy For cast iron
Application For finishing finishing For roughing nnﬂiining machining
XF IH - TC
& ““**_"7 - 4
ABD AES MBS ABE
Without chipbreaker

Ja’-\.ﬁ:’

F M
Inserts shape
AB1 A4

EU-FEPNH".'IS—!- DNEIEHEEI-‘IDEI DNI':IEHEIJ-IEID DNDEH&D-!EIEI DNEII]1504E|D
I:|I:| PDPNH‘IL'IE DNEIEHE!DEDEI I:INDEI!E-DEEID DNDEH&DEEIEI DNDEHEDEDD DNEID1506E|EI

Tndhnidul'_fpl'

A195
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Internal turning tools

Corresponding tool holders of insert DN [ [

2
PDUNRIL

KAPR:93°

OMIN

g

General Turning Tools /

Shim | Shim pin

Type

v
L

S20R-PDUNR/LTY
S255-PDUNR/LT
S32T-PDUNRILAS

'S40U-PDUNRIL1S

| SI2T-PDUNRIL1S-3 |

S40U-PDUNRIL1S-3 |

A

&

LEM5x12B

22 LEME =21

200
250
30 300 22 LEME=21
350
350

27 LEMB =21

27 LEME =21

WT0aF

WH3IOL

WHIoL |

WH3OL
WH3IoL

L3

L4 | DisaP
L4B
L4

4B | DisAP |

5P4

SP4

P4

5P4

MAStock availabla [ Make-to-order

Applicable inserts

Application

Inserts shape

For semi-

For heavy

finishing For roughing machining

xF’xu'nn,,.,.__

HDR

ABE

For cast iron
machining

&

OO-POUNRILTT

i e
k

 OO-PDUNRILAS

DNOO150600

oNOOM400
DNOO150400

pNODO119400
ONOO150400 DNOO1E0400

oNOO10400

DNOO50600 DONOO1S0600 ONDOO150600

DNDO150400
DNOO150600




\ General Turning Tools

Internal turning tools

R-type shown

Stock Basic dimensions{mm) Scraw Wrench

Type R|L|omN|ocoN| H | LF | we vp’ ("

SEES.-PSHNH‘.I'HE i | & a2 25 23 250 17 LEME > 13,44 WH2ZSL L4A,

Shim | Shim pin

g
£
2
5

v
-
=

532’I’-PSKHR|'L12 . A 41 32 30 300 22
NPT RPN PPN PV TRPRPIE EPRPRTSTRSPEN EFPSARISRPRN FRSTPPR I pR—— LEMEB= WH3OL L4 S12APB =1=F]
Sdl.'II.I-FS-KNRJ'HE i 50 40 38 350 27
MAStock availabla [ Make-to-order
Applicable inserts
S M z For heawy For cast iron
Application For finishing For semi-finizshing For roughing machining machining
XF o
H."E &8 "2."8
AEB ATO = AT3 LTS ATH
DF [t PM D : HPR b ———
= - sri o ﬂ -
. Aco - o ™ . e A8 A7
"B E 2E
ABE - i ATA
Inserts shape
AB9 SE-" ATS
SF E—-' EG EHR
-— e -
A AT
. H :: =
Snghy-
s

O0-PSKNR/L12 SNOOz0400 SNOO120400 SNODO1z0400 sSNOO1z400 SNOO120400

Tndhddul'_fp-'

A197
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General Turning Tools

R-type shown

/4

Slock

Basic dimensions{mm)

Scraw Wrench | Lever Shim

Shim pin

DMIN [DCON| H LF

w b A

SI2T-PTFNRIL1G

5255-PTFNRIL1G

32 25 23

250
41 32 30 300
350

21
26

17 ' LEM5=12B WT0aP L3B

LEME =17 WH25L L3 TiGAPB

5P3

AStock available S Make-to-order

Applicable inserts

Application

Inserts shape

For semi-
finishing

XF I XM .
ATE ABO
DF PM

- -
— —  FYCI OEr

SF DM
i‘l‘
ATE  — p

AB1

EF EM g
éa.‘-ﬁ AB1

ES . EG '
79 AB1

ADF ‘ EH .
ATS AB2

For finishing

For roughing

]

DR

oo
—

DR A

Sigle- A

ER

Diulsle- -y

O —— 0

SNR

Dot

s

LR .
S;K. oy

AB3|

For heavy For castiron
machining machining

HDR TC .
..*
LT Ang

WO chipbreaiar

-
LB

AB2

OO-PTFNRIL1E

TNOOE4OO0 THOOEMOO THNODOBMOO THNODOG4O0O0 THOOWE0400




\ General Turning Tools

Internal turning tools

P
PWLNRIL
KAPR:95°

DCON
LF

Scraw Shim pin

g
£
2
5

\[i
v
D
=

R|L|omN|ocoN| H | LF | we vp’

S16R-PWLNRILOG o] A 22 16 15 200 11 L3B
S20R-PWLNRILOE A i) 25 20 18 200 13 LEMSX128 WTO0oP
S255-PWLNRILOG A A 35 25 23 250 17
S20R-PWLNR/LOB Ao A 25 20 18 200 13
it (e L e By A b s D s b o VRS WOIIIRNR WP R I T WH25L L4a, sinin
S255-PWLNRILOS ho| A a2 23 23 250 17
S3IT-PWLNR/LOE f i) 40 32 30 300 22 LEMEX21 WH30L L4 WOBAP 5P4
MAStock availabla [ Make-to-order

L3B

Applicable inseris

Application For finishing For semi-finishing For roughing g o caslion

machining

xm DR A TC
P
ALB asol T a0 AD3

i Without chipbreaker
A &
ARE o AQ2 03

-
b

SF
AR

EF
Inserts shape

AgZ

=
m

Y A

AS2
O0-PWLNRILDS WhOOee4 00O YWNDOOos40O0 WNOOE0400 WHODME0AODO
O0O-PWLNR/LDS WHOOoa40O0O WNDOOoE40O0O WNOO0E40O0 WHNODO0ENAOD

Tudhddﬁlypt'

A199
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Internal turning tools

2
SCLCRIL

KAPR:95° ﬁ"_'
-.\_I

DCOMN

R-type shown

P )

General Turning Tools /

DMIN

Stock Basic dimensions{mm)

Scraw

Wranch Shim Shim screw

Type
R|L|DMN[DCON| H | LF | wF

S08K-SCLCR/LOG
SR e
e
s12m-scu:mns
S14N-SCLCRIL0S
S160-SCLCRILOS
Msznn-scmn.rmnm""'.'-'
e
i
S2ES.SCLCRILIZ | A | & | 32 | 25 | 23 | 2% | 17
SI2T-SCLCRIL1Z | ‘ 0 | 32 | 30 | 300 | 22
—wwas i

0 | 8 | 74 | 128 5
e
R b L e
% | 1z | 1 | 150 | 9
48 | 14 | 13 | 160 | 9
Al 720 | Te | | e | m

[T
-
=

3z 2% 23 250 17

25 20 18 | 200 13

v

[60M2. 5 5.5

[G0MZ.5 % 6.5

I60M3 58

IEUM-I}«H.‘A

I60M4 11X

I60M4 = 11X,

IEDME 5>-L E
IEIJMS 5 S W

WTOTIP =

WT15IP

WT15IP I
'!;M-HGL

1 6 10KA
WT1sIP i =

AStock avalable  /Make-to-order

Applicable inserts

For extra
finighing

For semi-

Application For finishing finishing

ga.'a
AgS AB5 D6

.".a.-l

Inserts shape

For roughing

For cast iron For Al
machining machining

HR -ﬁ; TC . LH =
% ) d
I ADE ' 99

I:IE»QLEHJ'LBE GGDD?EEIZDEI GGDDD&EIZDEI EGDDDEWDEI

OO-SCLCRILIZ ' ccOD120400 CCOO120400

£ O ‘ccOoos02O0
% Ell:l-sci.cml.m ©COO09T300 CCOD0eT300 ccumwsnn
2

GGGHD&UEDEI

CCDEID'EITEEID CGG.‘.‘(D’BISEIEI

CCDD i!ﬂ-ﬂ]l] CCGJ‘H 2E|-IDD




\ General Turning Tools

Internal turning tools

Corresponding tool holders of insert DC[ ][]

P
SDQCRIL
KAPR:107°30"°

DCON
LE

R-type shown

Stock Basic dimensions(mm)

Screw
bl R|L|DMIN|DCON| H | LF | wF "

S10K-5DQCR/LOT A | & 13 0 | 9 | 12 | 7 I50M2 5555
S12M-3DQCR/LOT A | A | 16 12 11 150 9
516Q-5DQCR/LOT | A 20 16 15 180 ih]
160M3.5<8

520R-SDQCRIL1Y A 2 20 18 | 200 | 13

5255-5DQCRLM A2 i az 25 23 250 17 [E0M3.5 10

S32T-SDOCR/L1 Al A 40 iz a0 300 22 I60M35 <8

S40U-5DQCRILT | | a0 40 ar 350 F{

160M3.5%10

WT1SIP o

MStock available Make-to-order

Applicable inserts

For exira
finishing

Application For finishing I:_ﬁunzm‘ For roughing

For Al machining

SF XF XM HR L e
E a.m:-: g:nm #ﬁ.iﬂ? wﬁ'aa

Inserts shape

LC
(o)

A103

OO0-SDACR/LOT DCOovrozo0O DCOOomzoOO ocoogmzoo

Tmmmm’

O0-SDACcRILN DCoOnT3InO DCOONT30O0 oCcoOonMTiOo DCoOnT3oo

DCGXoToZOO

DCGX1ITEO0

A201

£
:
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P
SDUCRIL
KAPR:93°

R-type shown

General Turning Tools

H DIMIN

DCOMN

LF

5|2M-SI]UCR.I'LEIT 't 16

EZ'DR-EDUCRJLH | A 25

SiﬂQ«SDUCR.I'LD? A | 4 20

12 i 150 8
AT GO PO P OS2 [BOME 5% 6.5

1B 15 180 1

20 18 200 13 | 160M35x8

EIBE-EDU'CH.I'Lﬂ A | A 3z
S32T-5DUCRILN h A 40
S40U-SDUCRILT Ao 50

25 23 250 17
{ WT15IP
32 30 200 22 IE0M3.5 X 10

40 a7 350 27

Slock Basic dimensions{mm) Screw -
L]
1 R|L|oMmiN|ocon| H | LF | we v y// . .
E‘IQ'H-EDUCRH.QT & & 13 10 a 125 T IBOM2 555
WTOTIP - -

AStock available S Make-to-order

Applicable inserts

For exira

Application finishing

A -y
10:0 A1 00 A101

Inserts shape

For semi-

finishing For roughing  For Al machining

R ; LH

¥

For finishing

g & (o)
"

101 A102

UU-&[HIGR!LI.‘I?
EE-SDUCRJ'LH

D'GEID'D'FUZ I]D
DCEI I:!11T3EIE|

DGDDU'TQZDD
DEDEH 1T3EIEI

DGDDE}I?T.IEDEI

DCGXoToZOO
DCDDHTEEIE!

DCEII:|11T3EIEI DCGXIITIOO




\ General Turning Tools

Internal turning tools

Corresponding tool holders of insert DC[ ][]

g ™
KAPR:93°
H DBAIN
Faip
: &
2 DCON =
\ < LF
R-type shown
Stock Basic dimensions({mm) Screw Wrench Shim Shim screw
Type r'*" :
R|L|DMN|DCON| H | LF | wF v ‘>// - w
S5255-SDZCRILM h | 32 25 23 | 250 [ 17 160M3.5 =10 WT13IP - -
S32T-5DZCR/L11 a2 | a0 500 | 22 WT15IP
o et e el 1BOMB.S5 12 D11ES SMS X EBSXA
S40U-SDZCRILT A oA | B0 40 a7 350 27 WH3SL
AStock available SMake-to-order
Applicable inserts
For exira N For semi- . h
Application finishing For finishing finishing For roughing  For Al machining
SF XF Xm HR 3 LH =
- A - - -
A100 A100 A101 A102 A103
HF HM . LC
- - S
st itiape | A100 Al02 A103
-
A1 A102
Y -4
&101
OO-SDZCR/L11 DCOoonTInO DCODN T33O0 DCOONMTIOO pCcOoOoNnTiOoo

DCGXIITIO0

Tmmmm’

A203

£
:
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' SSKCRIL
KAPR:75°

DCON

R-type shown

General Turning Tools /

Internal turning tools

Type

Basic dimensions{mm)

Shim

DMIN (DCONM| H LF

v

515(]- SS-KCRJ'LUB

532T- SSKCRIL12

S12M~ SSKCRJ'U}!I

SZI:IR- SSKCR.ILI]H
5255 SSKCR.I'H?. Ao

16 12 11 150

20 16 15 180

32 25 23 250

40 32 ] ]

I60M3.5=8
23 20 18 200

150N 11

WT15IP

WH40L

WT151P
T . e s

S12B5

AStack avalable

Applicable inserts

Application

Inserts shape

For finishing

i

AN0E
© )
(o] =
il - P -

S Make-to-order

0

x
=

E'ﬁﬁ

A106

For semi-finishing

For roughing

For Al machining

LH

A108

LC

Ll
e

A108

A108

Mhﬂdﬂbﬂe'

EI:I-SSKGR!LIIH
EE-SSKERILH

SCO00TI00

SGDDUETH:ID
$I3I:|EI1204E|EI

S’GEIDEIBTBDD

SCGR0eTI0O0

SGDEH?‘MEIEI SCGX120400

A204




\ General Turning Tools

Internal turning tools

Corresponding tool holders of insert TC ][]

P
STFCRIL
KAPR:91°

¥ ': ——
- DCON

LF

R-type shown

Stock Basic dimensions(mm)

Screw
Type R|L|omnlocon| H | LF | we "

S1ZMSTFCRILIT | 4 | 4 | 16 12 1 | 150 | o

515ﬂ-5TFCRI'L11 1 fy 20 16 15 180 1 160M2 5 6.5 WTOTIP

SWH-STFER}L'I'I f 25 20 18 200 13
szss-swcmus vl a| 32 | 25 | 28 | 250 | 17 | msomssxio
sazTS'chR.rua v la| 40 | 22 | 30 | %00 | 22 .
160M3.512

snnl..hsncmua v | A | S0 a0 | 37 | 3m0 | 27 WH3SL

WT151P

TIGBS

SMS A 8.630A

AStock available OMake-to-order

Applicable inserts

Application For finishing For semi-finishing  For roughing For Al machining

XF XM HR LH A
a. &. AaA. AL
Al0g Afif o S117 _ Alid

HF HM LC
r(L"'}i

A2 ey A113

Inserts shape

m

‘A
"A.A.

EH'.'! S‘I‘FGRJ'LH
ED-ST‘FCR!LW

TGDEH 1DE EID

TGDEIHDzEID
TCD I:IiETSEID

TCOONMezO0O
Tl'.:EII:I 167200

TCOOET30O0O

TCGKH{IZEIE!
TCG.‘-‘( 1613E|EI

Tmmmm’

A205

£
:




General Turning Tools /

Internal turning tools

Corresponding tool holders of insert VC ] [

Vg oY
SVQCRIL o
- KAPR:107°30° @’J
= | |
%— - H DMIN _
@ 8 4
o f — iz
3 ! A
El = DCON g
&
n% 5| | -E b
E R-type shown
s
E— Stock Basic dimensions(mm) Scraw Wrench Shim Shim screw
o Type
R| L |omn|ocon| H | LF | we " l'y/ - v
S16QSVQCRILM | & | & | 22 | 16 | 15 | 180 | 13 | I6OM25x65 |  wroTIP =0 2
S20R-SVOCR/L16 A | A | 27 | 20 18 200 14 BOM3S5x8 WT15IP | - —-—
$265-SVQCRIL16 | 3% | 25 | 23 | 280 | 20 —
! | frese W | v 180M3 5 12 V1685 SM5 =8 65xA
S32T-5VQCRL1E | © | | 40 | 32 30 | 300 [ 22 WhisL

AStock available I Make-to-order

Applicable inserts

Application For extra finishing For finighing For Al machining

SF XF
@ A114 ¢ A4
inserts shape e ‘ e %
114 Alig
AHF

E; OO-svacriL11 vocOoo11o03onOo - woooiio3oo VCGX110300
i OC-SVQCRIL16 VeOO160400 VCGX1604000
2

LH T
-H-'.

116

A206



\ General Turning Tools

Internal turning tools

Corresponding tool holders of insert VC[] [

SVUCRIL
KAPR:93°

DCON “

Slock Basic dimensions(mm) Scraw Wrench Shim Shim screw
i R| L |omn|pocon| H | LF | wr " o | === w

S160-SVUCRLNM 24 % | 15 180 15
S20R-SVUCRLT o 28 20 18 200 17 - -

g
£
2
5

5255-SVUCR/IL16 O | o 33 29 23 250 19 - o
i rrre e T e el e o E] AR T IBOM3.5x 12 WT151F B i rins e
S32T-SVUCR/IL1E 40 32 30 300 22 -

AStock avalable S Make-to-order

Applicable inserts

Application For extra finishing For finishing For Al machining

SF XF LH - .
@ A4 ¢ Al14 - Al1E
Insers shape " ‘ Ad14 r % A118
AHF |
o;ﬂ"d

OO-SVUCR/L11 VCcoo1oaono VCOoO110300 VCGK110300
OO-SVUCRIL1G VCOOi60400 VCGXI6MO0

Tool hokderbpe,
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Internal turning tools

General Turning Tools

Corresponding tool holders of insert VB[ ][]

r.d
' SVQBRIL

KAPR:107° 30"

H

T
R ==

%

107°30

R-type shown

/4

Stock Basic dimensions{mm}

Shim screw

DCON| H LF

a
-

DMIN

v

w

5255-5VABR/IL16

S20R-3VOBR/L1G

532T-SVQBRIL1E

|a| 27 | 20 | 18 | 200

40 32 a0 300

LR

&

35 25 23 250

20

22

[E0M3.5% 8

160M3.5% 12

VIEES

SM5 X 8 B5XA

AStock availlabla

. Make-to-ordar

Applicable inserts

Application For finishing For semi-finishing For roughing

XF

¢

EF HM

Inserts shape

O0-SVaBRIL1E VBEOOE0400 VBEOOIE0400 VEOO180400




\ General Turning Tools

Internal turning tools -

ra ™
SVUBRIL e :
KAPR:93° @5’
| ]
H DMIN
el Fain
» o JJ— g "
\=’ T DCON 8
<A LF 2
R-type shown E
&
Stock Basic dimensions(mm) Screw Wrench Shim Shim screw E
Type £
R|L|[omN|ocon| H | LF | we v (g | === v
S255. SVUBR/L1G vjal| 33 25 | 23 | 280 i | | wrise — —
! { [ T6OM35x12 |
S32T-SVUBRIL1G ala| 40 32 | 30 | 300 22 | | THLE;': ViGBS SMS X 8 6554
# Tool holder with cooling hole JSiock available [ Make-g-ordar
Applicable inserts
Application For finishing For semi-finishing For raughing
XF M HR
¢ o - o
AT AllB AT1S
EF HM SNR
¢ _ o -
AT Al A11D
NF EM
Inserts shape ‘ ¢
A8 A8
NGF
--ld ig
AHF
OO-SVUBR/L1G VEOO160400 VEOOI6400 VEOO160400

Tmmw’

A209
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sjoa) Bujwin [ewsa)|

P
SCLPRIL

KAPR:95°

R-type shown

LF

General Turning Tools /

Internal turning tools

Type

Basic dimensions(mm)

L |DMIN|DCON

LF

WF| @

\ |

S10K-SCLPRILOG
 S12MSCLPRILOS.
)
 S20RSCLPRILOS |

A 12 10

A 16 12

A 20 16

25 20

1

18

15

150

200/

{125

180

| 17

| 20

" a9

180M2.5 5.5

160M3.5% 8

WTOTIP

29

WT15IP

Toolbodetype

MAStock available

Applicable inserts

Application

Inserts shape

OO-SCLPR/LDG
O0-SCLPRILO9

LMake-to-order

For exira finishing

SF

A

CrOOME0ZO0
CPOO0sT3IOO

A210

2

120




\ General Turning Tools

Internal turning tools -

Corresponding tool holders of insert DP ][]

P
' SDQPRIL
KAPR:107°30' =

H DMIN
e,
T i :" ‘]
= f 1@!
-

LH DCON
® LF

R-type shown

Stock Basic dimensions(mm)

Secrew Wrench
e R | L [ominlpcon H [LF[wF 8 |LH " 5.__/ . ~

S10K-SDOPRILOT ’ A 13 10 | 9 1250 7 (-8 20
PSR PPN UG O SPPT PRSPPI FRSEREP. SRR, FRRSTIRUNE FAPLERIRRAPA R L ]wmzﬁx 55
512M-5DQPRILOT & f 16 12 (11 |150} 8 [-8° ) 22 WTOTIP - -

£
:

516Q-5DQPRILOT h | A 20 16 | 15 (180) 11 |-68° | 27 | 16OM2.5<E6.5
5160-5DAPRIL1 A |/ 20 16 | 15 |180) 11 [-B* | 32
S20R-SDOPRIL1T o I - 20 | 18 |200) 13 [-B* | 33

AStock avallable CMake-to-onder

Applicable inserts

Application For extra finishing
SF

Inserts shape E
A120
OO-SDAQPRILOT DFOO0T0ZO0
OO-SDaPRIL1 DFOONTI00

|Tndhddart',rpe|

A211
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sjoa) Bujwin [ewsa)|

P
' SDUPRIL
KAPR:93°

General Turning Tools /

Internal turning tools

CMIN

DCON

B

Screw Wrench
Type
R | L [oMiN|DcON| H [LF |WF| 8 [LH v y/
510K$DUPR§LW A | A | 15 10 | 9 |125) 9 [-8*) 18
W AN FERITIRS. N NSNS PN FIRGRRR RSN FUGETIR. FRRR SR, RN ]wmz‘f}}\ 55
S12|||-5DUPR.I'LGT A fi 16 12 11 |150) & |-8° | 18 WTOTIP
S1EQ-SDI.IPR|"LIII'F 20 16 15 (180 11 | -B° | 25 | 1BOM25xE.5
AStock availabla S Make-to-order
Applicable inserts
Application For exira finishing
SF
Inserts shape @
Al20
I:ID-SDUPRILW pPOOOT02O00

g
g
3

A212




\ General Turning Tools

Internal turning tools -

| STUPRIL
KAPR:93°

R-type shown

Stock Basic dimensions{mm)

£
:

R| L [DMNIDCON] H | LF | WF

\
¢

S1OM-STUPRILOS | ~ | A | 13 | 10 | o4 | 150 | &
RS PP LU P RET E NP S EL Aot W o, ECERSS SRRt MRS ATPIEY M e s L T R e D IBOM2Z 2% 55 WTOTFIP f— f—
S10M-STUPR/LM L f 13 10 9.4 150 -]

512Q-STUPRIL1 vl a| 16 | 12 | 114 | 180 | 75
froeee e GOM2.5506,5 WTOTIR 25

S16R-STUPRILYY | A | A | 20 | 16 | 15 | 200 | 10
AStock available M Make-to-order

Applicable inserts

Application For extra finishing

SF
Inserts shape é
Al22

OO0-STUPR/LOS TPOO0S0200
O0-STUPRL1M TPOONMOEOO

Tool holder type

A213
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Internal turning tools

P
SCFCRIL

KAPR:90° - l;‘ECr\
- -

DMIN

General Turning Tools /

Basic dimensions(mm) Screw

Type

v

DOMIN [BD| LF WF| H LH

S10M-SCFCRIL0SS26 | 4 | 4 | 13 |10|150 7 27 27|25| 35| 160M2.5x55

ﬁZF-EﬂFﬂRﬂ_D’isEE A | & 16 |12 1?0 'B 2? 27| 25|35

S1iﬂ-ﬁ¢|"ﬂﬂl‘l.ﬂ5325 A | & 20 16 13’0 11 |
T S prompremterel - 1BOM3. 58

SEER-SGFGHILUHSEE h | & 25 |20 |200| 13 2?

SEBR-SGFCR.I'UESEE . 32 |25 20!.‘.! 1'." 2'."

[EOMS=13

WTOoTIP

I60ME 556.5 _

WT151P

| WT2019

AStock avalable S Make-to-order

Applicable inserts

Application For semi-

finishing

For exira

finishing For finishing

- < <
AG5 A9 ABE

HM“

ABS

. H E'"l
ADE

Inserts shape

- -

For roughing

J i . -
' ]
_— 498 ==
L

For Al
machining

[~
-

For castiron
machining

A99

€ oy
o A

I:I ﬂFGRﬁLﬂEﬁZﬂ
EII:I-SGFCRJ'LME?,E
DD ECFCR:'HES!E

GGEIEIDEUE DEI GGDUD&EZDD GGDEIU&DEEIEI
CCDDWTSDD CEDDW’FSDD DGEIDEIBTSDD
ECDUi?NDD CCDEH?D-IEIE!

E'GDDWEJEDD C’GDDDEWDU
CGEI DDETEEIEI CCEIDEET!!DD
DEDD129-4E|D C-CCIDWEHDD

GCGKDGEJEDD
DCGKDETEDD
CGK12‘!J-4E|D




\ General Turning Tools

Internal turning tools

P
SCLCRIL
KAPR:95°

HF ,
H

BD DMIN

LF

Stock Basic dimensions(mm)

Serew
e R | L [DwmiN|Bo|LF [WF| H |HF| B [LH v y/ - -

310M-3GLCR1'LNS£D A | A | 13 |10|150| 7 |22 22 20|30
L b e bt [GOM2 5%5.5 WTOTIP =y s
512F -%Lﬂmﬁs!ﬂ & | A [ 16 12 (170 8 i22 22120 35

i !

£
:

20 |16 Iﬁﬂ 11'22 22 | 20|40

Sﬂl:l-ﬁﬂl.ﬁﬂrl.ﬂ&ﬂm A | A

: N | ot 16OM3 558 WT 151 e
$20R-SCLCRIL09S20 . | . | 25 |20 200 13 23122 |20|45|
AStock available I Make-to-order
Applicable inserts
For exira . For sermi- For castiron For Al
Application finishing For finishing ﬁrlishing For roughing machining machining
F XF HR P TC LH &~
A5 o A98 |____TE
s n "y e
LT - AL
Inserts shape !
F -} E'"-
ADE a7
AHF EG
E 4,06 a o7
I:I mLEmLﬂEﬁm GGEIEID’EEIE I]EI GGDUDWZDD GGDEIU&DEEIEI E’GDDM‘I}'EDD C’GDDUEWDEI GGGKDGEJEDD
EII:I-SCLCRJ'LMEM CCDDWT!DD CEDDW’FSDD DGEIDEIBTE-DD CCEIDDETSEIEI CCEIDDET!!DD ECGKDETEDD

Tmmw’

A215



Damping [ool holders for internal turming

Technical features

Increasing material rigidity of tool holder can reduce the amplitude, or obtain larger overhang
under the condition of same systemic stability. Therefore, compared with steel tool holder,
cemented carbide tool holder has better dampening effect, smaller amplitude and reaches
convergence point sooner. As for machining under the condition of long overhang and easy
vibration, they can exert excellent performance and achieve higher dimensional accuracy and
surface quality.

Under the same machining condition

The maximum overhang of cemented carbide tool holder can
reach L<6D, while the recommended maximum overhang of
steel tool holder is L=<3D.

Tarre

Cemented carbide tool holder




\ General Turning Tools

Internal turning tools -

;
' SCLPRIL
KAPR:95°

N :

‘ﬂ{ﬂ =
o LH DCOM
=]

LF

R-type shown

Stock Basic dimensions(mm)

£
:

Type

A\
¢

R| L |[DMNDCONWEFILF(LH| H | 8

C10M-SCLPR/LOG k| 12 10 | &6 |[150(17 | © |-7* |
R P PR AL E RN R LR R R O 1| TR TP SR e b noe S e IBOM2 5555 WTOTIP - [+
C120Q-SCLPR/LOG A A 16 12 B (180 20 | 11 | 4°

C16R-SCLPR/LOD k| 20 16 |10 |200) 29 | 15 | 47
C205-5CLPR/LOD ! A 25 20 |13 )250( 35| 18 | 4°
AStock available I Make-to-order

Applicable inserts

Application For extra finishing
SF

Inserts shape E
A120

& [OO-SCLPRILOG cPOONS0200
% OO-SCLPRILO9 cPOO0STION
2

A217



General Turning Tools /

Internal turning tools

|_|{Damping tool holder)

Corresponding tool holders of insert DP
3
SDQPRIL

. LT, o
KAPR:107°30 T =
107°30" H DH:IN
*~ cEEERs 4
C LH

—
e
2
=]

(=]

|elauacy

WL v
DCON

LF L

R-type shown

Stock Basic dimensions(mm)

sjoa) Bujwin [ewsa)|

Screw
e R | L |omin|con|wr! LF [LH | | @ " 5/ _

C10M-SDQPRILOT | & |~ | 13 | 10 | 7 [150]20 o |8
...........J.i' ........ ER R e 1 e
C12Q-SDQPRILOT s 16 | 12 8 |180( 22 | 11 | -8° WTOTIP . .

C16R-SDQPRILOT Al A 20 1% | 11 |200) 27 | 15 | 6° | IBOM2.5x635

C16R-SDOPRIL11 L 20 16 | 11 (200 32 | 15 | -6°
PR LY P IRCET T PP IO RHEENS SN R R ERTETRS [T YETET T TR M- ]EGM:}S }\B wr15]P Gl et~
C20S-SDAPRILN AN 25 | 20 |13 |250) 33 | 18 | B*

AStock avalable S Make-to-order

Applicable inserts

Application For extra finishing
SF

Inserts shape g
A120

OO-SDAPR/LOT DPFOO0T2O0
OO-SDAPR/LIT DPOONMTOO0

Tod hokder ype

A218



\ General Turning Tools

Internal turning tools

|_|{Damping tool holder)

Corresponding tool holders of insert DP
3
SDUPRIL

KAPR:93° ﬂ"‘a
H DMIN

D

|

LH pcon B

LF \

?J
=
®
Intermal lurning tools

Screw
bl R| L [omin|ocon|wF|LF | H o i 5/

CA10M-SDUPRILOT Al B 15 10 o (150 18 | 9 | -8°| 16OM25x55 e -

C12Q-SDUPRILOT | A 16 12 8 (180|189 | 11 | -8° | 16OM25x55 WTaTIP - -

C16R-SOUPR/LOT 0 20 16 1M (200 25 | 15 | 6 | IBOM25-6.5 == -

AStock availlabla . Make-to-ordar

Applicable inserts

Application For extra finishing
SF

Inserts shape E
A120

OO-SDUPRILOT DPFOO0T2O0

Tod hokder ype

A219
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Internal turning tools

General Turning Tools

/4

Corresponding tool holders of insert TP [_] [_](Damping tool holder)

p
STUPRIL =

KAPR:93° / _FST

LF

DCON

S-type clamping

Type

v

C10M-STUPR/LDZ AN 12 10 | & |150( 20

C18R-STUPR/L11 A| L] 20 16 | 10 |00 27

C12Q-STUPR/LOS A A 16 12 & (180| 22

C12Q-STUPRIL11 | & |~ | 18 | 12 | & |180| 25 |

180M2.2 5.5

160M2 56.5

WTOTIP

WTOTIP

MAStock available LMake-to-order

Applicable inserts

Application For extra finishing

SF
Inserts shape é

OO-STUPR/LOS TPODOOR02O00
O0-STUPR/L11 TPOONMO20O0

2122

|Tndl‘mldartyp-a|
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\ General Turning Tools

Internal turning tools

Corresponding tool holders of insert V€ [_] [_](Damping tool holder) s-type clamping

p
SVQCRIL
KAPR:107°30'
H DMIN
Fan
/] o
DCON g’; N\ Lé’
Ei
R-type shown E
™
Stock Basic dimensions{mmj Screw Wrench — - E
Type . =
R | L |oMin|ocon|we|LF [LH | H | 6 v }//
CAERSVQCRILI |~ |~ | 22 | 16 |13 |200| 28 | 15 |8 ’
TR IR PN IR AN ] R O PSR, SRR RIS IR SN N ——— . N WTOTIP - =
C20S-SVQCRIL11 A * 26 20 15 |250( 32 | 18 Iuﬂ'
AStock available S Make-to-order

P
SVUCRIL

KAPR:93°

R-typa shown

Stock Basic dimensions(mm)

Serew Wrench
Type [
R L |omnjoconjwriie (| Hfe | @i | o7

CAER-SVUCRIL11 AN 24 16 | 15 |200] 25 | 15 | -6°

il | - Skl St sl R BOM2 5565 WTOTIP — —
C208-SVUCRLN o . 28 20 |17 |250| 30 | 18 | 4 |
AStock available DSMake-to-order
Applicable inserts
Application For extra finishing For Al machining
5F = LH
:f‘T.Lt ¥ - - ] —
Inserts shape Al L
LC
R~
- A6
OO-SVaCR/L11 veoo1o03oo VEGX110300
OO-SVUCRIL11 vooonoaoo VEGX110300

[ Tool holder type

A221



General Turning Tools /

Application information for general turning

/  Table of recommended cutting parameters for general turning

CVD Coating PVD Coating Cormet E;::‘ﬂ
E YBC152 YBC252 YBGC35s2 YBG102 YBG202 YBGI0Z YHNG151 YNG151C
1SO | Materials E Feed rate (mmirev)
g i 01-08 0.1-0.8 0.2-10 02-0.4 0.1-08 0.05-0.8 0.05-0.2 0.05-0.2
g Cutting speed (m/min)
= a
g - C=0.15% 125 S00-270 480-240 430-220 460-220 380-180 380-165 550-350 S80-350
% g C=0.35% 150 460-250 450-230 350-200 440-210 J00-170 280-150 S00-200 S20-300
;f 2 C=080% 200 400-220 A00-200 310-180 3B0-180 260-150 240-130 A60-280 480-260
E Anneal | 180 | 400180 | 400200 | 250.150 | 380-180 | 200420 | 180-100 | 410240 | 430240
. .
g- E-Hammi 275 | 280150 | 260140 | 200120 | 240-120 140-90 120-70 300-180 | 320-180
% Hil‘d-ll‘l!di 00 280150 240-120 180-110 Z20-100 125-80 100-80 250-170 2T0-170
Hardened 380 230-120 220-120 1680-100 200-100 110-75% G0-55 230-150 280-150
2| Amnesl | 200 | 360490 | 310470 | 220430 | 200450 | 175100 155.80 350200 | 370.200
§ Hardene 325 180-130 150-100 140-80 . 130-80 8560 85-40 170-110 180-110
_|Mon-atoy| 180 | 28ots0 | 280440 | 190430 | 230128 12695 1875 | 260470 | 280.170
g Lew alley | 200 2B0-110 220-110 170-130 200-90 120-100 100-80 2E0-170 280-170
g .
i High ﬂ'ﬂ? 25 210-110 190-100 150-110 . 170-800 45-55 95-55 260-100 280-100
CVD Coating PVD Coating Cormet | Codted
© | vewisa | vBmas1 | vBM2s3 | vBM21s | YBG202 | YBG205 | YBG302 | YNG1S1 | YNGISIC
W
ISO | Materials E Feed rate (mmirev)
:E 0.2-06 02086 02-06 0.2-0.4 0.1-0.4 0,2-0.4 0.2-06 0.1-0.3 01-03
I . . Guﬁng speed {ni.;mln} .

180 280-180 250-140 280-140 260-1%0 300-180 250-180 250-150 330-220 350-210

260 250-150 200-110 210-110 240-160 250-160 240-160 220-120 250-150 270-140

Etainless stesl
=
=
B
=
®

3
i

330 200-140 210-130 220130 250170 260-170 250170 210-120 270170 290-160
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\ General Turning Tools

Application information for general turning

/  Table of recommended cutting parameters for general turning

Nonmetallic
CVD Coating Cermet Coated cermet e
2 YBDO52 YBD102 YBD152 YNG151 YNG151C CN3100
IS0 | Materials g Feed rate (mm/rev)
E =]
£ 0.1-0.4 0.1-04 0.1-0.5 0.1-0.4 0.1-0.4 0.1-1.5 E
Cutting speed (m/min) =
[:E]
=
Ferrclites | 130 350-230 330-220 320-105 2B0-180 300-180 B00-500 )
. B
Pearyle | 230 250-105 230-100 230-100 220-120 240-150 700-500 §
L“""‘i';:“ @ e 520.200 480-200 480-100 400-250 420-270 700-500 E
. E
. | :
PR | 200 230.120 220-115 210-100 360-240 380-260 800-600 %
Ferrolites 160 310-150 300-150 290-140 330190 350-210 G00-450 3
'I-m 1
Paarlyte | 250 230-110 220-105 210-100 310-200 330-220 500-350
Nonmetallic|
PVD Coating Cermet CBN PCD iaics
2 veciz vBG105 | YBG202 | YBS103 | YBG212| YD101 | YCBON | YCBO12 | YZB221 | YCDO11 | CN3100
150 Materials g Feed rate tm,‘mv]
=
E 0.05-0.15|0.05-0,15| 0.05-0.2 | 0.05-0.2 | 0.05-0.2 |0.05-0.35| 0.05-0.5 | 0.05-0.2 | 0.05-0.2 | 0.05-0.5 | 0.05-0.2
Cutting speed (m/min)
E _ |Unheated| 60 1750-800 <2500
£ !
ET‘ Heal
2 lisgiment| 19 510-250 <2500
;E Unheated| 75 4B0-175 <2500
i-f Heat
" E Lt | IR 300-110 <2500
Leadalloy| 110 | 610-205 630-65
g | co
ol s I 310-185 630-65
§ Copper,
G |Lead-free
COppEr, 100 225115 375-30
alectrolytic
= copper
| Nicke
s i gt I 00-30 | 00-40 | ©0-30 | ©0-20 | 00-30 | 70-20 150-260
45
E Hard steel HRE 350-225 | 350-225
-
T |Exirahard| S50-60
g i Re 250-135 | 250-135
Chilled
S| I : _ 180-120
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General Turning Tools /

Application information for general turning

/' Table of correctional cutting parameters of internal turning

Internal turning tools by P-type clamping

LD=3 L
. : Machining {Diameter of shank= @ 16mm)
Workpiece material LR | RN | e e T | e e e T [ T e T
category Feed rate Cutting depth Feed rate Cutting depth
{mimvrev) (mmj} {mmirev) {mmj}
Carbon steel, )
Alloy steelds”, HB180—280 "'ﬁ";;;'lg 0.1-0.25-0.4 <5.0 0.1-0.2-0.3 <40
42CrMo
Carbon steel, )
Alloy steal 1Cr18NISTi sHB220 F&:xg 0.1-0.2-0.3 4.0 0.1-0.15-0,25 <30
0Cr18Ni
Cast iron HT250 HB170—230 F;,':;g; 0.1-0.25-0.4 <5.0 0.1-0.2-0.3 <4.0
Internal turning tools by S-type clamping
LD=3 LiD=4 L/D=5 LID=6
: .| Hardness |Machining e : " =
ENGHISRGC. il HB category | Feed rate %'m Feed rate Cluﬂmlg Feed rate clm"g Feed rate i":su"f"
( T e N I Y e A T
|
Carbon steel, i“i':;:ng 0.05-0.1-0.15 | <0.2 |0.05-0.1-0.15| <02
Alloy sieel |HE180-280
] For semi-
45", 42CiMo fnisning |0-15-0:25-0.35| <30 !0.1-0,154}.2 =15
Blainkess 3lasl inﬁnn 0.05-0.1-0.15 | <0.2 ;U.ﬂﬁ-ﬂ.i-ﬂ.iﬁ <02
M | 1crenist | <HB220 |
For semi-
OCr1BNG Snishing 0.15-0.2025 | <20 | 0.1-0.15-02 | =1.0
|
fnianing | 00601015 | <02 [0050.1-015] <02 |0.05-0.40.15| -0.15 | 0.05-0.4-0.15 | <0.1
Al alloy — :
';‘r"‘lj:n"; 0.05-0.1-0.15 | <20 |0050.1-015| <15 |005-0.1-015| 1.0 | 0.05-0.4-0.15 | <1.0
Damping internal turning tools
. . ' Machining ) : Feed rate Cutting depth
) Workpiece material _@ndlﬂms .CI‘IIPDTEHKEI'” Inserts matenial I:I'I'Il‘l'l-fl'ﬂjl':l im}
Steel HE180-280 0.05-0.2-0.35 0.05-0.1-0.3-0.5
YHNG151
M Stainless steel <HB220 For finishing SF 0.05-0.2-0.35 0.05-0.1-0.3-0.5
YNG151C
Castiron HB170-230 0.0540.2-0.35 0.05-0.1-0.3-0.5

A224
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\ General Turning Tools

Appli:aﬁun information for general turning

T Frequent problems of turning and solutions \
maoal | Cutting conditions Tool shape e o)
Soltions | , | g § ; r s E% .
3|3 % |8 s | & ﬁ 53|3
R AR I A
Sl BIHHE i HH
provlem . Cause 2| 33|3|5|5(85)3|8 8|38 khn)ad)28 8|
W 5o precision  |Abrasion intensified on flank| v t E
3] cunng : e 5
E Bl machining Unsuitable cuting conditions| I. 1' =
wigerovhapargn | Y | | 4 v [t (v 5
-§: Cufting edge breakage v 111 v t t v [iv|v E
] nsui i |
e AT
% 2 Unsuitable cutling condtions o ol Y Y 5
a° Vibration I E L el L] Arardrs §
Buill-up edge t1t v v |t | v | <
S e i Unsuitable cutting condtions 11111
RN [ 1
B Dimensions Insert tolerance v’
i | fluctuate during
.‘.‘,E cutting Orftset of workppiece or tools v 1 I. 'I' v v | v | v
Abrasion on flank | #Abrasion on clearance face | v } I v [ 111 1 |
andrake face | \peocion on rake face v 1 34 v |1 !
Edge chipping  |Vibration and impact v HE v 111 V|V ||
Unsuitable workpiece |
N Buit-up ecge [ hardness forcuting t11 ‘&1 ik I 1 | v
% Hardness nl'wnrf-piem_
o e efelel ] | ]
conditions
Cutting Gceurming during iviermittent
edge nose machining with high feed | " AEAEAT A A dEARE R
deformation rate : :
Tool life E:ﬁm’;fﬂ“"d v 1| v t111t v v v
g Long, unbroken | Unsuitable cutting condition I- 1 lII v
—ll and snarled
% chips Unsuitable gecmetry v I. '
g Too shortang | Unsuitable cutting candition 111 |+
E=lll nard chips Unsuitable geemetrical T t 11 |
o shape of culling edge
- [ Unsuitable cutting condition 114 v |
g ' : . i
E LTS OCEUTTNG mﬁamsﬁns::;‘mum 7 A AR TR |
§ Y Ege break oyt |UnSuitable cutting condiions 111 v I
:E an cast iron ;:zlabu:_lsit:lil;:::umsuﬂabld v Y 111 |
E Heavy burr on Unsuitable cutling condition 1 i |
L soft steel ;:l;!atn'asiclms::;mnuunbw " v T ? .I. v Iv v | v
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Tool damage type

Flank wear

General Turning Tools /

Application information for general turning

/ Abrasion of tools and various damages

Phenomenon

Cutting resistant force
increasing
Groowe wear on flank

Cause

Toaol matenial is oo soft.
Cutting speed is too high.
Clearance angle is too small,
Feed rate is too how.

Solution

# Select tool matenals with good wear
resistance.

# Reduce cutiing speed.

+ Enlarge clearance angle.

#Increase feed rate,

Rake face wear

Bad chip controlling

Tool material is too soft.
Cutting speed is too hig.

# Select tool materials with good wear
resistance,

increasing

Tool material is unsuitable.

(Crater wear) Surface quality deterioration : : # Reduce cutiing speed.
fiseil b A gt # Reduce feed rate.
Tool material is too hard, #+ Select tool materials with good
Feed rate is high. toughness.
Cutting edge Cccasional breakage Cufting edge strength is not high | #Reduce feed rale.
breakage Instability of todd life enough. #Increase land width (if rounding
Rigidity of toal holder and tool changes into chamfering).
Lol el SIS K bar e,
Tool matenial is too hard. + Select tool matenals with good
Cutting resistant force Feed rafe is high. toughness,
Ereakate increasing Culting edge strength is not high | #Reduce feed rale.
- Deterioration of surface enough. #Increase land width (if rounding
roughness Rigidity of toal holder and tool changes into chamfering).
bar is low, # Enlarge tool bar size,
Tool material is oo soft. + Select tool matenal with good wear
£ : Cutting speed is too high. resistance
: Workpiece dimensions
Plastic deformation P Cutting depth and feed rate are | #Reduce cutling speed,
(Cutting edge collapse) 9 - too high. #Reduce cutting depth and feed rata.
O Cutiing edge lemperature is too | #Select tool materials with good heat
high. conductivity.
Surface quality deterioration | Cutting speed is low. :ET:_:SE a:mm $Ipeed
Built-up ed during finishi : : nlarge rake angle.
e um:rg 's_ " NG Adge B ot e + Select tool matenals that are not easy
(Bonding) Cutting resistant force enough.

to adhere together (coating, cermet.
ele.)

Thermal cracking

Chattering

Flaking

Damage because of thermal
circulation

Momally occwrming during
intermittent machining

burrs occunming
Cutting resistant force
increasing

Usually occurming when
machining super hard
materials, which is
accompanied with vibration

Premature edge failure due o
thermal cracks.
Toal material is oo hard,

Feed rate and cutting speed are
oo high,

Bonding occurs on culting edge.
Chip flow is obstructed.

+ Adopt dry cutting.
# Select tool materials with good
loughness,

# Select tool materials with good wear
resistance.

# Sharpen cutting edge by enlarging
rake angle.

# Reduce cutling speed.

+ Sharpen cutting edge by enlarging
rake angle.
# Enlarge chip pocket.
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