Turning : Drehen
(€ementedlcarnbidefandicermet{inserntsElbartmetallfundiCermetAWSE!

CC** Positive Insert/ Positive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen * Ungiinstige Bearbeitungsbedingungen

o Steel
/ /;\80 77 = ﬁ Stahi QOB B 88 ® *. @
T [feM i OOBBOONBE 0 O
od I 3eld & OBES
1 |28 o :
Bl INE © e
armioster Sian. OO0 & @)
2 _E | £| Uncoated
=] Dimension (mm) Coated Carbide g2 | 82| Carbide
D Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
-e Insert Shape e S £| Hartmetall
8 Schneid 'I};/ Fi) o o
e} plattenform - - - - ™M « — =
o Lic|s | d|r 2ERRRESS30808R8880 b oo
£Q OOOOBOOOOSS==aaooano0 o0 €8
c 0 [an N a'a Y 'a I a'a ' I a'a [ ' Y a'a [ o' e e W o' e 'a Qi o'a e a [ a'a [ a'a [ a'a | e zZ [ala)
S S>ES>>>>>>>>>>>>>>> > |[>>
£ USF |CCGTO09T301R-USF| 9.7 |9.525 3.97 | 4.4 | 0.1 o
©
3 g E CCGT09T302R-USF| 9.7 |9.525 3.97 | 4.4 | 0.2 e o0
o
[OR—
O < CCGTO09T304R-USF| 9.7 |9.525| 397 | 44 | 04 O O
Finishing
Schlichten
USF |CCGTO9T301L-USF| 9.7 9525 3.97 | 4.4 | 0.1 o
E CCGTO09T302L-USF| 9.7 |9.525| 3.97 | 44 | 0.2 o
CCGTO09T304L-USF | 9.7 |9.525/3.97 | 44 | 04 [¢)
Finishing
Schlichten
SF CCGT060202-SF | 64 |6.35|238| 28 | 0.2 ° PY
H CCGTO060204-SF | 64 |6.35|238| 28 | 04 PY PY
CCGTO09T304-SF | 9.7 (9.525|3.97 | 44 | 0.4 o |o
Finishing
Schlichten
CCMT060202-HF | 6.4 | 635|/238| 28 | 02 [0 @e @ @ o 1) o
HE CCMT060204-HF | 6.4 |{635/238| 28 | 04 |0 e @ @ @ ® fe) o o o
CCMT060208-HF | 6.4 | 635|238| 28 | 08 |0 @ @ O o o o 1)
{Q,f CCMTO09T302-HF | 9.7 (9525397 | 44 | 02 | e o ® . o |o
I | cCMTO09T304-HF | 9.7 (9525397 | 44 | 04 [0 e @ @ ® ® 0O ee 0 o
CCMTO09T308-HF | 9.7 |9.525/397 | 44 | 08 |0 @ ® ® O e 0 O eo0 |o
Finishing
Schlichten | CCMT120404-HF | 12.9 | 12.7 | 476 | 556 | 04 |0 @ ® ® o o
CCMT120408-HF | 12.9 | 12.7 | 4.76 | 5.56 | 0.8 @ 0O
CPGT050204 56 |556|238| 28 | 04 @ O
Tool holder / Klemmhalter
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
Page/Seite A208 A209 A264 A261 A262

@ Ex Stock / ab Lager O On demand / auf Anfrage YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.

A98



CC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Turning

- Drehen
(CementedlcarbidefandlcermetlinsertsEiatmetallfundlCermetAW.SPl

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen S} Normale Bearbeitungsbedingungen %’é Ungtinstige Bearbeitungsbedingungen
Steel
sy g O eeses ee & 00 ©
: T ge M AR S QOBBOONBR O O
od it |32ld & OBHS
o |2 L e ek
e 00 & @)
_E | €| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Insert Shape 5 & | Hartmetall
Schneid .I.-I};F:)e o
plattenform N _N_ . ol |©
Lilcis|a|r 28535883 S088838880 & oo
OCO0OVBOOOOSS==an0000 0 28
(o [y I Y o'a I o'a o' [ o'a [ a'a [ a'a [ a'a i a a e a R aa Ry wa R e a R aa R e Z (el
S>> > > > > > > > > > > > > > > > > > >
CCMT060202-EF | 6.4 |6.35|238| 28 | 0.2 o0 o
EF CCMT060204-EF | 6.4 |6.35|238| 28 | 04 o e °
CCMTO09T302-EF | 9.7 |9.525/3.97 | 44 | 0.2 P ) o
CCMTO09T304-EF | 9.7 |9.525|3.97 | 44 | 04 ce e °
L CCMTO09T308-EF | 9.7 |9.525/3.97 | 44 | 0.8 oo e °
Finishing
Schiichten | CCMT120404-EF | 12.9 | 12.7 | 476 | 556 | 0.4 ce e
CCMT120408-EF | 12.9 | 12.7 | 4.76 | 5.56 | 0.8 o e °
CCMT060204-HM | 64 (635|238 28 | 04 0o e @0 @ ® O O l¢) o0
HM CCMT060208-HM | 64 [6.35(238| 28 | 08 |0 e @ @ @© ° e o o0
;6/{\ CCMTO09T304-HM | 9.7 (9525397 | 44 | 04 |0 e @ @ ® @ 0O ° o0
§
'—‘. CCMTO09T308-HM | 9.7 [9525(397 | 44 | 08 |0 e @ @ ® ° o ° P
CCMT120404-HM | 129 | 127 | 476 |556 | 04 |0 @ ®@ ® @ ° f¢) ° )
Medium Cut/
Mittl. Bearb. | CCMT120408-HM | 12.9 | 12.7 | 476 | 556 | 0.8 |0 @ ® ® ® e O o P
CCMT120412-HM | 129 | 12.7 | 4.76 | 556 | 1.2 ee® O e o
CCMT060204-EM | 6.4 | 6.35 /238 | 28 | 04 o e ° °
EM CCMTO060208-EM | 6.4 | 6.35|238| 28 | 0.8 o e ° o
CCMTO09T304-EM | 9.7 |9.525| 397 | 44 | 04 Oeo0 e °
CCMTO09T308-EM | 9.7 |9.525| 397 | 44 | 0.8 o e e O e
CCMT120404-EM | 12.9 | 12.7 | 4.76 | 5.56 | 0.4 o e ° °
Medium Cut/
Mittl. Bearb. | CCMT120408-EM | 12.9 | 12.7 | 4.76 | 5.56 | 0.8 ce e e
CCMT120412-EM | 129 | 12.7 | 4.76 | 556 | 1.2 o o
Tool holder / Klemmhalter
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° — Ky Ky Kr:90° Kr:95°
Page/Seite A208 A209 A264 A261 A262
Insert code key AB56-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-A40 Recommended cutting parameters A271-A273

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

(@]
C
>
=
(0]
0
—
@©
(0]
QO
e
(0]
—
a
(0]
£
(0]
£
(0]
2
<

General Turning




Turning

- Drehen
Cameniae] catic anel cammet Mears = MermeEl une Cammet WSP

CC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
4 80 79 @ = oessx o8 & 80 ©
: Se Reatherer S OOBBOOBSG O O
] K o 08B
'5.;; - .
AN © e
armioster Sian. OO0 & @)
o _% | __g| Uncoated
= Dimension (mm) Coated Carbide g2 | 82| Carbide
D Abmessung Beschichtetes Hartmetall 88 | 3835 unbeschicht.
Q2 E
O Insert Shape Type £| Hartmetall
8 Schneid Typ o o
lattenform - O — N — - ® — .
o ’ Llicls | a r E2p85SS8800R888885 & |-
g OOOO0OBOVOOOSS==0a0000 |0 28
ca PO NMMOONMONoONoNnmM@M@@OMZ (2 |0Aa
= S>E>>>>>>>>>>>>>>>> |5 |[>>
= c HR CCMT060204-HR | 64 | 635/238| 28 | 04 |0 @ @ ®@ O
)
g = CCMT060208-HR | 6.4 | 6.35/238| 28 | 08 |o0 @ @ O O Py
[}
GC, g’ CCMTO09T304-HR | 9.7 (9525/397 | 44 | 04 (O e @ @ @ [¢) [¢) (@)
o< - CCMTO09T308-HR | 9.7 |9.525/3.97 | 44 | 0.8 |0 @ ® ® O ° °
Roughing/ | CCMT120408-HR | 129 | 12.7 | 476 | 556 | 0.8 |0 @ @ ® O o o °
Schruppen | cCMT120412-HR | 12.9 | 12.7 | 476 | 556 | 1.2 |0 @ ® ® O o o o
LC CCGX060202-LC | 6.4 | 635|238 | 28 | 0.2 °
CCGX060204-LC | 6.4 | 635|238 | 28 | 04 PY
’ CCGX09T302-LC | 9.7 |9.525| 3.97 | 4.4 | 0.2 o
S
CCGX09T304-LC | 9.7 |9.525/ 397 | 44 | 04 °
Aluminium | CCGX09T308-LC | 9.7 |9.525| 397 | 44 | 0.8 Y
Machining/
Aluminium | CCGX120404-LC | 12.9 | 127 | 476 | 55 | 0.4 °
bearbeitung | CCGX120408-LC | 12.9 | 12.7 | 476 | 55 | 0.8 °
CCGX060202-LH | 6.4 | 635|238 | 28 | 0.2 Y °
LH CCGX060204-LH | 6.4 |6.35|2.38 | 2.8 | 0.4 ° °
r -1 CCGX060208-LH | 6.4 | 635|238 | 2.8 | 0.8 o °
@’ CCGX09T302-LH | 9.7 |9.525|3.97 | 44 | 0.2 ° °
CCGX09T304-LH | 9.7 |9.525|3.97 | 44 | 0.4 ° °
Aluminium
Machining/ CCGX09T308-LH | 9.7 |9.525| 397 | 44 | 0.8 ° °
Aluminium | ccGX120402-LH | 12.9 | 12.7 | 4.76 | 556 | 0.2 o o
bearbeitung
CCGX120404-LH | 12.9 | 12.7 | 476 | 5.56 | 0.4 ° °
CCGX120408-LH | 12.9 | 12.7 | 4.76 | 5.56 | 0.8 e O °
CCGX120412-LH | 12.9 | 12.7 | 476 | 5.56 | 1.2 o °
. CCMW060204 64 | 635|238 28 | 04 o)
Basic
CCMWO09T304 9.7 19525/ 397 | 44 | 04 1)
a CCMWO09T308 9.7 19525/ 397 | 44 | 0.8 1)
CCMW120404 | 12.9 | 12.7 | 4.76 | 5.56 | 0.4 o
CCMW120408 | 12.9 | 12.7 | 4.76 | 5.56 | 0.8 o
Tool holder / Klemmbhalter
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
Page/Seite A208 A209 A264 A261 A262

@ Ex Stock / ab Lager

A100

O On demand / auf Anfrage

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




Turning : Drehen
Cemented|carbidelandlcermetiinserntsElbantmetalllundCermetAWSEI

CP** Positive Insert/ Positive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen S} Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
4 8010 I = oeesex o@® & o0 O
Ly éégM Rostosr S QOLBOONBER O O
od H- 324 e, o8 *®
| E00 e o €4
— e S o0 & @)
g : Uncoated 8’
Dimension (mm) Coated Carbide g2 | E3S Carbide 3
i 38 | 8o2 unbeschicht. =
s Abmessung Beschichtetes Hartmetall 3% | 853 nosschon 8
nse ape El ]
Schneid leyF:)e o o g
plattenform -— — — [To) O~ M — — —
Lilc|s | d|r PERRBRESCS00LREREB00L b oo oE
OODOBOOOOSS==a0000 |0 28 c 90
[ra e Jywa R Qwa Jea [ aa Wea i oa Rwa Qe ltwa M oa lrea Baa e Ml e o | =4 Z [ala) =la
SE>>>>>>>>>>>>>>>> | [>> o
SF CPGT060202-SF | 6.4 | 635|238 | 28 | 02 oo - c
= O
©
E CPGT060204-SF | 6.4 | 6.35|238| 2.8 | 0.4 e |o o GE,
c
(&)
— o =
Finish o =
Sclmischlpegn CPGTO09T304-SF | 9.7 |9.525| 397 | 44 | 04 ° ° O
Flat CPGW060204 6.4 |6.35|238| 28 | 04 Y
Glatt
CPMT060204-HF | 6.4 | 635|238 | 28 | 0.4 o ° o
CPMT060208-HF | 6.4 | 6.35 238 | 28 | 0.8 ° 1)
Finishing
Schlichten
HM | cpMT09T304-HM | 9.7 |9.525|3.97 | 4.4 | 0.4 o e .
3]
f.-“_n‘ CPMTO09T308-HM | 9.7 |9.525|3.97 | 44 | 0.8 o ° o
Medium Cut
Mittl. Bearb.

Tool holder / Klemmbhalter

SCLPR/L
Kr:95°

Page/Seite A257

Insert code key _ Grade selection reference _ chip breaker selection reference - Recommended cutting parameters _
ISO Code ASB-AST Sortenauswahl A16/A41-AS3 Spanbrecherauswahl A31-A40 Empfohlene Schnittparameter A271-A273

A101



- Drehen
Cameniae] catic anel cammet Mears = MermeEl une Cammet WSIP

Turning

DC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
@ = oosex o9 © 80 O
00BBOOBS O O
| K -l 08 %S
'5.;; - .
=L e © o6
W armiesior Sty OO0 & @)
2 _E | £| Uncoated
= Dimension (mm) Coated Carbide g2 | 82| Carbide
D Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
Q Insert Shape E £| Hartmetall
—
g Schneid 1%”‘)9 o o
o plattenform — - - — ™ « — =
=5 Lilcls|d| r RBRRESSSSbBRBRsR8L b -
£Q COJO00LDODOOSSSS8a0a00 |0 2R
c O PN NANDNmMOdnONoNnom@O@Om@mAZ |Z |0Aa
S S>> >>>>>>>>>>>>>>> > |>>
l: = USF DCGT0702005R-USF| 7.8 | 6.35|2.38 | 2.8 | 0.05 )
g 2
§ o DCGT070201R-USF | 7.8 | 6.35 | 238 | 2.8 | 0.1 ® 0
o
[OR—
O < DCGT070202R-USF | 7.8 | 6.35 238 | 28 | 0.2 ® O
. DCGT11T301R-USF | 11.6 {9.525| 3.97 | 4.4 | 0.1 [¢)
Finishing
Schlichten | pcGT11T302R-USF | 11.6 |9.525| 3.97 | 4.4 | 0.2 °
USF DCGT0702005L-USF| 7.8 | 6.35|2.38 | 2.8 | 0.05 [¢)
- DCGT070201L-USF | 7.8 | 6.35| 238 | 2.8 | 0.1 °
e DCGT070202L-USF | 7.8 | 6.35| 238 | 2.8 | 0.2 °
L DCGT11T301L-USF | 11.6 [9.525| 3.97 | 44 | 0.1 e}
Finishing
Schlichten | pCGT11T302L-USF | 11.6 [9.525| 3.97 | 4.4 | 0.2 °
DCGT070202-SF 78 635|238 | 28 | 0.2 ° P
SF DCGT070204-SF 78 635|238 | 28 | 04 o °
DCGT070208-SF | 7.8 | 635|238 | 2.8 | 08 o |e
: L DCGT11T302-SF | 11.6 |9.525| 3.97 | 4.4 | 0.2 o o |o
Finishing | DCGT11T304-SF | 11.6 |9.525| 3.97 | 4.4 | 0.4 o |o
Schlichten
DCGT11T308-SF | 11.6 |9.525| 3.97 | 44 | 0.8 e |o
DCMTO070202-HF | 7.8 635|238 | 28 | 02 [0 0O @ @ ° o o
HF DCMT070204-HF | 7.8 [6.35(238| 28 | 04 ([0 @ ® ® O e o °
DCMT070208-HF | 7.8 [ 6.35/238| 28 | 08 [0 @ @ O
DCMT11T302-HF | 11.6 |9.525| 3.97 | 4.4 | 0.2 o0 ® O ° o
S'Zﬂ;fcm?fn DCMT11T304-HF | 1.6 [9.525|3.97 | 44 | 04 |0 @ ® ® O oo ce e |e o
DCMT11T308-HF | 11.6 |9.525/3.97 | 44 | 08 |0 @ ® ® e O ° o |o
Tool holder / Klemmbhalter
SDACR/L SDJCR/L SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:93° Kr:107°30" Kr:93° Kr:85°
Page/Seit A210 A211 A212 A248 A249 A250

@ Ex Stock / ab Lager O On demand / auf Anfrage

A102

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




Turning : Drehen
(CementedfcarbidefandicermetinsertsElbiantmetalllindICerme tAWSE

DC** Positive Insert/ Positive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen S} Normale Bearbeitungsbedingungen % Ungtinstige Bearbeitungsbedingungen
Steel
- P Stai Q0BBE BH 8 80 O
éégM Rostorsr Stanl QOBHBOOBS O O
se(@ S, 0B %S
S= torri -
N © €
et 00 & o
_E | €| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
E £| Hartmetall
Insert Sh_ape Type =
Schneid Typ o o 8
lattenform — - - 7o) O — M «— - =
p Lic s | a| r BERY5S88C0B8RRR8885 o o .-
OO0V OOOSS==a0000 0 2R =
[sa e Jwa Qe e Jea [ s Wfwa Qs Rt ea Qo [l ea Qe a Jr e e a Jrea lva =4 z [alfa) c N
SE>S>>>S>>>>>>>>>>>> | [>> =
DCMTO070202-EF | 7.8 | 6.35|238 | 2.8 | 0.2 e0 O = c
= O
EF s
DCMT070204-EF | 7.8 | 6.35 238 | 28 | 04 o0 ° [Tl
c
()]
’ DCMTA1T302-EF | 116 |9525| 397 | 44 | 0.2 eo0 o 3=
Finishing DCMT11T304-EF | 11.6 |9.525| 3.97 | 44 | 04 ) °
Schlichten
DCMT11T308-EF | 11.6 [9.5253.97 | 44 | 0.8 ce e
DCMT070204-HM | 7.8 |[635(238| 28 | 04 O e @ @ @ ® ® O o )
HM
~. - | DCMT070208-HM | 7.8 | 635|238 | 28 | 08 [0 @ ®© ® O ° ) ® O
("//' I DCMT11T304-HM | 116 |9.525/397 | 44 | 04 ([0 e @ ® ® Py o o o0
Medium Cut/ | DCMT11T308-HM | 11.6 |9.525/ 397 | 44 | 08 ([0 @ ® ® O ° o o P o
Mittl. Bearb.
DCMT11T312-HM | 116 |9525/397 | 44 | 12 |0 O @ O O o o 0O
EM DCMT070204-EM | 7.8 | 6.35 | 2.38 | 2.8 | 0.4 ce e e
' DCMTO070208-EM | 7.8 |6.35|2.38 | 28 | 0.8 ce e o
DCMT11T304-EM | 11.6 |9.525| 3.97 | 44 | 04 o0 O @00 @
Medium CUl| DCMT11T308-EM | 116 9525 3.97 | 4.4 | 08 ole leole

Tool holder / Klemmhalter

SDACR/L SDJCR/L SDQCRI/L SDUCRI/L SDZCR/L
Kr:90° Kr:93° Kr:107°30' Kr:93° Kr:85°
Page/Seite A210 A211 A212 A248 A249 A250

Insert code key _ Grade selection reference _ chip breaker selection reference - Recommended cutting parameters _
ISO Code ASB-AST Sortenauswahl A16/A41-AS3 Spanbrecherauswahl A31-A40 Empfohlene Schnittparameter A271-A273

A103



Turning : Drehen
(€ementedlcarnbidefandicermet{inserntsElbartmetallfundiCermetAWSE!

DC** Positive Insert/ Positive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen * Ungiinstige Bearbeitungsbedingungen

Steel
@ = oosex o9 © 80 O
SoM S OOLBOOBE o O
| K =t OB%S
o= o o
£ i o &8
W armiesior Sty OO0 & @)
2 _8 | | Uncoated
=] Dimension (mm) Coated Carbide g2 | 82| Carbide
D Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
Qo Insert Shape E £| Hartmetall
§ Schneid .I%F:)e & )
mg plattenform L liel s | 4 . 5%§§§gg§§;§§§§g$$5 R -
o) - ~ Yo e s — - - 6 (‘5 ‘9 o
£ 5 SER28282R23828228328 2 |8
= SESS>>>>>>>>>>>>>5 |5 |[>>
- c DCMT11T304-HR | 11.6 |9.525/ 397 | 44 | 04 |0 0 O ® O o P o
= O
©
o GEJ DCMT11T308-HR | 11.6 |9.525/397 | 44 | 08 [0 e @ ® ® O o0 oee o
C
o
& z DCMT11T312-HR | 11.6 (9525397 | 44 | 12 | o o o o oo
Roughing/
Schruppen
LC DCGX070201-LC | 7.8 | 6.35|2.38| 2.8 | 0.1 °
[.> DCGX070202-LC | 7.8 | 635|238 | 2.8 | 0.2 °
5]
DCGX070204-LC | 7.8 | 635|238 | 2.8 | 0.4 °
Aluminium
Machining/ | DCGX11T304-LC | 11.6 |9.525| 3.97 | 44 | 0.4 °
Aluminium
bearbeitung | DCGX11T308-LC | 11.6 |9.525| 3.97 | 44 | 0.8 °
DCGX070202-LH | 7.8 | 6.35|2.38 | 2.8 | 0.2 e O °
LH DCGX070204-LH | 7.8 | 6.35|238 | 2.8 | 0.4 ° o °
]
:\.‘/ DCGX070208-LH | 7.8 | 6.35|2.38 | 2.8 | 0.8 I °
Aluminium | PCGX11T302-LH | 11.6 |9.525| 3.97 | 4.4 | 0.2 e o °
Machining/
Aluminium | DCGX11T304-LH | 11.6 (9.525| 3.97 | 4.4 | 0.4 e o °
bearbeitung
DCGX11T308-LH | 11.6 |9.525| 3.97 | 4.4 | 0.8 e O °
DCMW070204 78 |6.35]238| 28 | 04
Flat
Glatt DCMWA11T304 | 11.6 |9.525| 3.97 | 4.4 | 0.4 ® ®
Q/ DCMW11T308 | 11.6 |9.525| 3.97 | 4.4 | 0.8 o) o

Tool holder / Klemmbhalter

SDACRI/L SDJCR/L
Kr:90° Kr:93°

SDQCRI/L SDUCRI/L SDZCR/L
Kr:107°30' Kr:93° Kr:85°

Page/Seite A210 A211 A212 A248 A249 A250

@ Ex Stock / ab Lager O On demand / auf Anfrage YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.

A104



Turning : Drehen
Cemented|carbidelandlcermetiinserntsElbantmetalllundCermetAWSEI

DP** Positive Insert/ Positive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen S} Normale Bearbeitungsbedingungen % Ungtinstige Bearbeitungsbedingungen
Steel
- P Stent QOB B 8H ® 80 O
éégM Rostosr S OQOEBHEO00HBS O O
] K = 0B %S
25 e '
S(NR o © 8B
s 00 o
P £
Dimension (mm) Coated Carbide g2 | E82| carbide
Abmessung Beschichte Hartmetal 8% |83 | Hartmetal
insert shape El 8
Schneid 1%2)9
plattenform - o P o [ . o_ |9
Lilc| s | d | r 2SRRBESS8IoL8RERSB8L b oo
OOO0OBVOOOSS==0a0000 |0 28
DA MMOMOonOonmMm@Mm@M@MMZ (2 |0A
S>ES>S>>>>>>>>>>>>>>> > |[>>
USF  |DPGT0702005R-USF| 7.8 | 6.35 | 2.38 | 2.8 | 0.05 o
g DPGT070201R-USF | 7.8 | 6.35|238 | 2.8 | 0.1 o
DPGT11T301R-USF | 11.6 |9.525| 3.97 | 44 | 0.1 e}
Finishing
Schlichten
USF  |DPGT0702005L-USF| 7.8 | 6.35 | 2.38 | 2.8 | 0.05 o
‘ DPGT070201L-USF | 7.8 | 6.35 | 2.38 | 2.8 | 0.1 o
DPGT11T301L-USF | 11.6 |9.525| 3.97 | 44 | 0.1 [¢)
Finishing
Schlichten
SF DPGT070202-SF | 7.8 | 6.35|238 | 2.8 | 0.2 ° °
DPGT070204-SF | 7.8 | 635|238 | 28 | 04 ° °
@ DPGT070208-SF 78 |6.35]|238| 28 | 0.8 o Y
Finishing DPGT11T304-SF | 11.6 |9.525/ 397 | 44 | 04 'Y °
Schlicht
CHICteN | DPGT11T308-SF | 116 |9.525| 3.97 | 4.4 | 0.8 o lo
DPMW11T304 11.6 |19.525/ 397 | 44 | 04
Basic
DPMW11T308 11.6 |9.525|3.97 | 44 | 0.8 o

Tool holder / Klemmbhalter

SDQPR/L SDUPR/L
Kr:107°30" Kr:93°

Page/Seite A265 A266

Insert code key _ Grade selection reference _ chip breaker selection reference - Recommended cutting parameters _
ISO Code ASB-AST Sortenauswahl A16/A41-AS3 Spanbrecherauswahl A31-A40 Empfohlene Schnittparameter A271-A273
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General Turning
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General Turning

Turning

- Drehen
Cameniae] catic anel cammet Mears = MermeEl une Cammet WSIP

RC** Positive Insert/ Positive WSP

@)

Ideal Machining Condition
Gute Bearbeitungsbedingungen

Normal Machining Condition
Normale Bearbeitungsbedingungen

Unfavorable Machining Condition
Ungiinstige Bearbeitungsbedingungen

Workpiece Material

s M

Steel
Stahl

Stainless Steel
Rostfreier Stahl

OOLBBO0LBS

¢[3

Cast iron
Gusseisen

Werkst

Non-ferrite material
Ne Metalle

Heat-resistant steel
Warmfester Stahl

@)
O

o &

Dk
©)

_% | __&| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 382 | unbeschicht.
Insert Shape/ Type E £| Hartmetall
Schneid Typ ) o
plattenform . c S § 5%§§§g§§§§§§§§g%$§ § .
: "00003bowOsSS==a0000 0 28
NN OMoOM@M@MMAMZ (2 |0A
S>> >>>>>>>>>>>>>>>>% |5 |[>>
. RCGT1204MO 12 12 | 476 | 44 \ Y
Basic
RCGT190600 19.05/19.05| 6.35 | 6.55 \ o
RCMT0803MO 8.0 | 80 |3.18 | 3.36 \
RCMT10T3MO 10 10 | 3.97 | 3.6 \ o
RCMT1204MO 12 | 12 | 476 | 44 | o o
. RCMT1606MO 16 16 |6.35| 55 \
Medium cut.
Mittl. Bearb. | RCMT2006MO | 20 | 20 | 6.35| 65 | \
RCMT2507MO 25 | 25 | 794 | 7.7 \
*k iti i Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
RC pOSltlve Insert O Gute Bearbeitungsbedingungen Normale Bearbeitungsbedingungen Ungiinstige Bearbeitungsbedingungen
° Steel
/ 7 [ 5 ﬂ Stahl 88
5 Stainless Steel
©1.C \' § ® R:)aslzr‘]free?:r;teaehl OOSB%BOOSS
od] ] K
i — |0 e © €4
Heat-resi I
Warmioster Stant OO0 © @)
_£|__g| Uncoated
Dimension (mm) Coated Carbide g2 | ggz| Carbide
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Insert Shape Type E £| Hartmetall
Schneid Typ o o
plattenform Ll ! s ; 5%5%%8@%%5@&%%8%%5 o |< <
: 500008000 0SsSsSS880a00 |0 2R
Nnomomooo0NoMAMo@OM@omommMmM@M@mMM@MZ |2 |0AQ
S>E>>>>>>>>>>>>>>>> > |[>>
LH RCGX0803MO-LH | 80 | 80 [3.18|336| \ °

Aluminium
Machining/
Aluminium
bearbeitung

Tool holder / Klemmhalter

SRDCN

Page/Seite A224

@ Ex Stock / ab Lager

A106

SRGCR/L

A225

O On demand / auf Anfrage

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




RC** Positive Insert/ Positive WSP

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

&

Normal Machining Condition
Normale Bearbeitungsbedingungen

Turning

- Drehen
(CementedlcarbidefandlcermetlinsertsEiatmetallfundlCermetAW.SPl

Unfavorable Machining Condition
% Ungiinstige Bearbeitungsbedingungen

ISO Code

Sortenauswahl

Spanbrecherauswahl

Steel
- 7 - P Stai Q0BBE BH 8 80 O
oLe ] geM Reieese OOBLBO0BE o O
N - 5 ;
S edl it 3e[d S oBH®
|| %’53 Non-l{;err’i‘;e tmlelnerial SS %\%
e Metalle
= ;
5 iy 00 o
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 8% | 383 | unbeschicht.
Inssegrt“?:izpe -I-I{z)e . 5 . £| Hartmetall
lattenform = - - — — — =
’ Llic| s |d r E83ZRRE8S8808RRR8850 b |-
CO0OVBOOOOSS==a0000 0 2R
nmooooONoMNo@OMOmoOm@OM@M@MM@MZ (2 |0A
S>> >>>>>>>>>>>>>>5> |~ |>>
RCMX0803MO 80 | 80 | 318|336 | \ ® OO
Basic | pemx1003Mo | 10 | 10 (31836 \ o e o e
RCMX1204MO 12 12 | 476 | 4.4 \' oo @ 0O o
g RCMX1606MO 16 | 16 | 6.35| 5.5 \ looeee o o O
RCMX2006MO 20 20 |6.35| 6.5 \ loe e e @ ° [elNe)
Light RCMX2507MO 25 | 25 | 794 | 72 \ loeo e e
roughing
Leicht RCMX2507MO-1 | 25 | 25 |7.94| 7.2 \ o e
Schruppen
RCMX3209MO 32 32 | 952 | 95 \' loo e @ O
RCMX3209MO-PV | 32 32 | 952 | 95 \' oo e e
Insert code key AB6-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-A40 Recommended cutting parameters AD71-A273

Empfohlene Schnittparameter

A107
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General Turning




Turning : Drehen
(€ementedlcarnbidefandicermet{inserntsElbartmetallfundiCermetAWSE!

SC** Positive InsertPositive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen * Ungiinstige Bearbeitungsbedingungen
Steel
a -0 N P Stai Q0BBE BH ® 80 O
ac_ TR ] 2eM RERESE OOSBBO0BESB o O
i S C F
N od ol as OBEH
; N - Pl ? ;2'53 Non-ltleerrli‘}eetrgﬁéerial O %%
- armioster Sian. OO @& @)
1 _% | __&| Uncoated
= Dimension (mm) Coated Carbide g2 | E82| Carbide
‘O Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
= Insert Shape Tvpe < & | Hartmetall
© Schneid T{f;) o o
lattenform - - - — =
o2 P L liel s | 4 O r IS N8N8 Bs3NNNYD |5 |-«
ge 50808000055 S2350a0 0 289
‘c N NP pOpOONdOdOOMO@O@O@O@AZ |Z |00
=5 S>E>>>>>>>>>>>>>>>5 |5 > >
= < HF SCMT09T302-HF |9.525/9.525|3.97 | 44 | 02 | o @ O °
© <
) 5
§ g \“ﬁz SCMTO09T304-HF |9.525/9525/ 397 | 44 | 04 | e @ ® .
o2 e~
O< W | SCMT09T308-HF [9.525(9.525(3.97 | 44 | 08 | e e @ °
Finishing
Schlichten
EF SCMTO09T302-EF |9.525|9.525| 3.97 | 4.4 | 0.2 eO0 O
SCMTO09T304-EF |9.525|9.525| 3.97 | 44 | 04 o e °
SCMTO09T308-EF |9.525|9.525| 3.97 | 44 | 0.8 o e °
Finishing
Schlichten
HM SCMT09T304-HM [9.525|9525/ 397 | 44 | 04 O e @ @ @ [ 2N ]
S 7 SCMT09T308-HM [9.525|9.525/ 397 | 44 | 08 o e @ @ @ ° [ N o
(2 :
SCMT120404-HM | 12.7 | 12.7 | 476 | 556 | 04 |0 @ @ O o
] SCMT120408-HM | 12.7 | 127 | 476 | 556 | 0.8 |0 @ @ @ @ o [ 3} @)
M«_ad|um Cut/
Mittl. Bearb. | gCMT120412-HM | 12.7 | 12.7 | 4.76 | 556 | 1.2 PRI
SCMTO09T304-EM |9.525(9.525| 3.97 | 44 | 0.4 e O O
SCMTO09T308-EM |9.525|9.525| 3.97 | 44 | 0.8 o e ° °
SCMT120404-EM | 12.7 | 12.7 | 4.76 | 556 | 0.4 o e fe) fe)
Finishing | SCMT120408-EM | 12.7 | 12.7 | 476 | 556 | 0.8 ce e e
Schlichten
SCMT120412-EM | 12.7 | 12.7 | 476 | 556 | 1.2 ° o)
Tool holder / Klemmbhalter
SSBCR/L SSDCN SSKCR/L SSSCR/L SSKCR/L
Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°

Page/Seite A218 A218 A219 A219 A251

@ Ex Stock / ab Lager O On demand / auf Anfrage YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.

A108



SC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Turning

- Drehen
(CementedlcarbidefandlcermetlinsertsEiatmetallfundlCermetAW.SPl

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen S} Normale Bearbeitungsbedingungen %@ Ungtinstige Bearbeitungsbedingungen
Steel
e w ., |p[@ % eesss o8 © o0 @
ol.c_[7 N ] 3eM R QOBBOOBH O O
Bt [ BE s OBHS
; D » 27 \ -;gf; Non-li\‘;:;n"i‘»eetrgﬁéerial 69‘%%
- amiostar Sian oo & O
£ £
Dimension (mm) Coated Carbide Ej:;’ §§§ carbide
Abmessung Beschichte Hartmetal 88 | 385 | Hartmetal
insert shape 5 8
Schneid -I.—I};ppe o
plattenform —NM_N_ - ™ Ol |©
Lic|s | d | RPERER38RLRERRRSBEE B |50
CO0OBOOOOSS==a0000 0 2R
faa iy Iy Y 'a [ o'a Y a'a [ o' I a'a [ o a aa J a a e a e a Y e a I a a R e a R } o=d P4 [alya)
S>> > > > S>> > > > > > > > > > > > > >
SCGX09T304-LC (9.525/9.525| 3.97 | 44 | 0.4 °
SCGX09T308-LC (9.525/9.525| 3.97 | 44 | 0.8 °
SCGX120408-LC | 12.7 | 12.7 | 476 | 55 | 0.8 °
Aluminium
Machining/
Aluminium
bearbeitung
LH SCGX09T302-LH |9.525|9.525| 3.97 | 44 | 0.2 o °
SCGX09T304-LH |9.525|9.525| 3.97 | 44 | 0.4 o)
\~/ SCGX09T308-LH |9.525|9.525| 3.97 | 44 | 0.8 o)
SCGX120404-LH | 12.7 | 12.7 | 4.76 | 556 | 0.4 o)
Aluminium
Machining/ | SCGX120408-LH | 12.7 | 12.7 | 476 | 5.56 | 0.8 o °
Aluminium
bearbeitung
SCMT09T304-HR (9.525|9.525| 3.97 | 44 | 04 ce e o)
SCMT09T308-HR |9.525/9.525/ 397 | 44 | 08 O e @ @ @ °
SCMT09T312-HR [9.525|9.525| 3.97 | 44 | 1.2 o o
SCMT120404-HR | 12.7 | 12.7 | 476 | 556 | 04 |0 O @ O ©
Roughing/ SCMT120408-HR | 12.7 | 127 | 476 | 556 | 08 |0 0O @ @ @ P )
Schruppen | SCMT120412-HR | 127 | 127 | 476 556 | 1.2 | e o ® PO
Basic SCMT09T304 9.525|9.525| 397 | 44 | 04 o
SCMT120404 12.7 | 12.7 | 476 | 556 | 0.4 o )
SCMT120408 12.7 | 12.7 | 476 | 556 | 0.8 ) o
Flat SCMW060204 6.35 16.35|238| 28 | 04 1)
Glatt SCMWO09T304 |9.525|9.525| 397 | 44 | 04 o
() SCMWO09T308  |9.5259.525| 3.97 | 44 | 0.8 5
| | SCMW120408 12.7 | 12.7 | 4.76 | 556 | 0.8 o
Tool holder / Klemmbhalter
SSBCRI/L SSDCN SSKCR/L SSSCR/L SSKCR/L
Kr:75° Kr:45° K? Kr:45° Kr:75°
Page/Seite A218 A218 A219 A219 A251
Insert code key AB56-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-A40 Recommended cutting parameters A271-A273

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

A109
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General Turning
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General Turning

Turning

- Drehen
Cameniae] catic anel cammet Mears = MermeEl une Cammet WSIP

SP** Positive Insert/ Positive WSP

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

Normal Machining Condition

Normale Bearbeitungsbedingungen

Unfavorable Machining Condition
Ungiinstige Bearbeitungsbedingungen

o Steel
90 R = 8% 88 @
el k5 Stainless S
o.c_[7iTN 2o M R COBBOOBEH
\ % 5 Cast iron
\y\-, 9= Gusseisen
. P " _7 ;2'53 Non-,{IeerrIi&%trgﬁéerial O %%‘g‘g
Heat-resi I
Warmioster Stant OO @& @)
_£ | __g| Uncoated
Dimension (mm) Coated Carbide g2 | gg2| Carbide
Abmessung Beschichtetes Hartmetall 8% | 833 unbeschicht.
Insert Shape E £| Hartmetall
Schneid
plattenform \—N\—N\—Nleﬂ‘_m‘_mNNNg‘_ 9
IC| S |d|r RoRRBo2IRgL2ggReLLL 0 |59
O0O0OVBOOOOSS==0a0000 |0 28
NN @@@Z |2 |00
S>>>>>>>>>>>>>>>>> (> |[>>
SPMW09T304 9.525/ 397 | 44 | 04 o o
Flat
Glatt SPMW09T308 9525/ 3.97 | 44 | 038 o o
(’ SPMW120408 12.7 | 476 | 556 | 0.8
L

@ Ex Stock / ab Lager

A110

O On demand / auf Anfrage

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




Turning : Drehen
Cemented|carbidelandlcermetiinserntsElbantmetalllundCermetAWSEI

TB** Positive Insert/ Positive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen S} Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen

W eeses e¢ ® 90 ©
0OBBOOBE 0 ©
onse
o B®
®

Heat-resistant steel
Warmfester Stahl OO 89

-

Workpiece Material
VVerksiorie

= o
_2 | __&| Uncoated c
Dimension (mm) Coated Carbide g2 | E82| Carbide =
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht. ‘O
Insert Shape S 5 &| Hartmetall -g
Schneid 1};‘; o)
plattenform - - ol_ |9 gs}
Ljic|s |d | r POERRRSSISDERRRERDE 0 oo 26
D000V VLOOSS==0000l0 0 |28 a
NN ONNDDOADNDNDODOMODZ |2 OO0 =
S>E>>>>>>>>>>>>>>>> > |>> =N
c
TBGH060102L | 6.4 |3.97 | 159 | 2.2 | 0.2 ° ° o 0
s £
TBGH060104L | 6.4 | 3.97 | 1.59 | 2.2 | 0.4 ° ° o o o}
O =
O <

Insert code key _ Grade selection reference _ chip breaker selection reference - \ Recommended cutting parameters ~
ISO Code ASB-AST Sortenauswahl A16/A41-AS3 Spanbrecherauswahl A31-A40 Empfohlene Schnittparameter A271-A273

A111
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General Turning

@ Ex Stock / ab Lager

A112

Turning

- Drehen
Cameniae] catic anel cammet Mears = MermeEl une Cammet WSIP

TC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen * Ungiinstige Bearbeitungsbedingungen
Steel
s =3 Stanl Q0BBE BH ® 80 O
OOLBOOBE o O
| K =t OB%S
gd7o ;;ZE; Non-,{IeerrIi‘}eetrgﬁéerial O %%ﬁe
armioster Sian. OO @& @)
_E | £| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
Insert Shape T E £| Hartmetall
Schneid ype
plattenform Typ ‘_N\—N\—NLDNLD‘_“)‘_WNNN&)‘_ 9
LIC| s | d|r |PelRRBSS]RL2gE8RERRL |© |o-
: OOO0OBOVOOOSS==0a0000 |0 88
nMoMooo0NOMNON@OMONoOMoOM@M@MMAMZ (2 |0A
SES>>>>>>>>>>>>>>>5 > > >
USF TCGT110301R-USF| 11 |6.35|3.18 | 2.8 | 0.1 °
TCGT110302R-USF| 11 |6.35|3.18| 2.8 | 0.2 °
Finishing
Schlichten
USF TCGT110301L-USF| 11 |6.35|3.18 | 2.8 | 0.1 o
TCGT110302L-USF| 11 |6.35|3.18 | 2.8 | 0.2 °
Finishing
Schlichten
TCGT06T102-SF 6.4 | 397198 | 22 | 0.2 o o °
SF TCGT06T104-SF 6.4 | 397 (198 | 22 | 04 o 1)
TCGT090202-SF | 9.6 | 556 | 2.38 | 25 | 0.2 o o °
TCGT090204-SF | 9.6 | 556|238 | 25 | 0.4 ° °
TCGT090208-SF | 9.6 | 556 | 2.38 | 2.5 | 0.8 o o °
TCGT110302-SF 1 |6.35(3.18| 28 | 0.2 o o °
Finishing
Schlichten | TCGT110304-SF | 11 |6.35|3.18 | 2.8 | 0.4 o e |o
TCGT110308-SF 11 |[6.35|318| 2.8 | 0.8 o o Y
Tool holder / Klemmbhalter
STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:90° Kr:90° Kr:60° Kr:90°
Page/Seite  A220 A220 A221 A222 A252

O On demand / auf Anfrage

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




TC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Turning

- Drehen
(CementedlcarbidefandlcermetlinsertsEiatmetallfundlCermetAW.SPl

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen S} Normale Bearbeitungsbedingungen % Ungtinstige Bearbeitungsbedingungen
Steel
-3 Stai Q0BBH B8 & 80 O
éégM Rostorsr Stanl QOBHBOOBS O O
se(@ S, 0B %S
g8 — :
N R ek
iy 00 & o
_E | £| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
Insert Shape T E £| Hartmetall
Schneid yp
plattenform Typ ‘—N‘—N‘—wam\—w\—mmwmg‘— 9
L IC| s |d|r |RP2RR822]R2cR8L2LRR |2 55
: OO0V OOOOS===a0000 0 28
faa iy Iy Y 'a I o'a Y o'a [ o a I a'a [ a'a R aa J a a e a e a e a e n e a R | 0=d P4 [alya)
P> > > > > > > > > > > > > > > > > > > >
TCMTO06T104-HF | 6.4 | 397 | 198 | 22 | 04
TCMTO06T108-HF | 6.4 | 397 | 198 | 22 | 0.8
TCMT090202-HF | 96 | 556|238 | 25 | 02 ([0 0O @ @ °
HF TCMT090204-HF | 96 | 556|238 | 25 | 04 |0 0O O @ e} O
A TCMT090208-HF | 9.6 | 556|238 | 25 | 08 |o ® O o
/ 7. \ TCMT110202-HF 11 |[6.35|238| 28 | 0.2 ® O ° o
TCMT110204-HF 11 1635|238 | 28 | 04 [0 @ @ @ O ° o o)
Finishing
Schlichten TCMT110208-HF 11 [6.35|238| 28 | 08 [0 @ O @ O o ° o
TCMT16T302-HF | 16.5 |9.525| 3.97 | 44 | 0.2 o
TCMT16T304-HF | 16.5 |9.525/ 397 | 44 | 04 |0 @ @ e} e} o
TCMT16T308-HF | 16.5 |9.525/ 397 | 44 | 08 |0 @ @ o
Tool holder / Klemmbhalter
STACR/L STFCR/L STGCR/L STTCRI/L STFCR/L
Kr:90° Kr:90° Kr:90° Kr:60° Kr:90°
o,
Page/Seite A220 A220 A221 A222 A252
Insert code key AB56-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-A40 Recommended cutting parameters A271-A273

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

A113
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General Turning




Turning : Drehen
(€ementedlcarnbidefandicermet{inserntsElbartmetallfundiCermetAWSE!

TC** Positive Insert/ Positive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen * Ungiinstige Bearbeitungsbedingungen

Steel
s = (P Stanl QOB B A2 ® 80 O
OOLBBOOBE o o
| K =t OB%S
I N © et
armioster Sian. OO0 & @)
2 _E | £| Uncoated
=] Dimension (mm) Coated Carbide g2 | 82| Carbide
D Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Q2 Insert Sh{ape Type 5 £| Hartmetall
(] Schnei O
Q lattenform Typ — o 0 O~ M m Q= —
Qo P ED NS ChwLldINIIL b
o< L |[IC| S| d I [srANAo - -AN-cc A= = |55
c Q0 D000V V0VO====200000 (O =AQ
= NPoOPpOmMOONODdOomo@m@OMmM@MZ |Z |00
cn S>E>>>>>>>>>>>>>>>> |> [>>
P 2 TCMT090202-EF | 9.6 | 556|238 | 25 | 0.2 °
= O
©
oy GEJ EF TCMT090204-EF | 9.6 | 556 | 238 | 25 | 04 o e
c
(o))
L = ] 11 635|238 | 28 | 02
o= TCMT110202-EF [e}Ne}
TCMT110204-EF 11 |[6.35/238| 28 | 04 o e
TCMT110208-EF | 11 |[6.35|2.38| 2.8 | 0.8 oo
Finishing
Schiichten | TCMT16T304-EF | 16.5 |9.525| 3.97 | 4.4 | 0.4 ce e
TCMT16T308-EF | 16.5 |9.525| 3.97 | 44 | 0.8 o e Y
TCMTO090204-EM | 96 | 556|238 | 28 | 04 o e °
TCMTO090208-EM | 96 | 556 | 2.38 | 2.8 | 0.8 o o °
EM | 1cMT110204-EM | 11 | 635|238 | 28 | 04 -H B
TCMT110208-EM 11 |[6.35|238| 28 | 0.8 [ e) °
TCMT110212-EM | 11 |6.35|2.38 | 2.8 | 1.2 o
Medium Cut/ | TCMT16T304-EM | 16.5 [9.525| 3.97 | 4.4 | 0.4 ce e
Mittl. Bearb.
TCMT16T308-EM | 16.5 |9.525| 397 | 44 | 0.8 o e Y Y
TCMT16T312-EM | 16.5 |9.525| 397 | 44 | 1.2 o o
Tool holder / Klemmbhalter
STACR/L STFCR/L STGCR/L STTCR/L STFCRI/L
Kr:90° Kr:90° Kr:90° Kr:60° Kr:90°
o,
Page/Seite A220 A220 A221 A222 A252

@ Ex Stock / ab Lager O On demand / auf Anfrage YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.

A114



TC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Turning

- Drehen
(CementedlcarbidefandlcermetlinsertsEiatmetallfundlCermetAW.SPl

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen S} Normale Bearbeitungsbedingungen %@ Ungtinstige Bearbeitungsbedingungen
Steel
s L@ = oo%s% 88 @ 80 O
ge M AR S QOBBOONBR O O
i| K - O8388
od = o ;
S N ek
et 00 & o
_% | __&| Uncoated
Dimension (mm) Coated Carbide g2 | E82| Carbide
Abmessung Beschichtetes Hartmetall 8% | 333 unbeschicht.
Insert Shape e 5 £| Hartmetall
Schneid 1}; ‘; ) o
[ f — — — — —
e COr 5888585338885 B |-«
L 1.C S d r A ND T T ANNT T ANAND ~ «— — | ~ o o
[CNONONONSNONONONOI-Ib—1b e NaNaNallO) (O] - N
[ra e e R wa [ ea ea Qo Qi ea R oo e a Jaa yaa e a J e R aa R aa Jyaa | =4 z [alya)
S>> > > > > > > > > > > > > > > >
TCMT090204-HM | 9.6 | 556|238 | 25 | 0.4 o0 0 o0
HM TCMT090208-HM | 9.6 | 556 | 2.38 | 2.5 | 0.8 O @ O °
TCMT110204-HM 11 [6.35|238| 28 |04 |0 @ @ @O ° [ N ]
_' TCMT110208-HM 11 |[6.35/238| 28 | 0.8 ® ® O o e
I
TCMT16T304-HM | 16.5 (9525/397 | 44 | 04 O @e @ @ @ ° o0
Medium Cut/
Mittl. Bearb. | TCMT16T308-HM | 16.5 |9.525/ 397 | 44 | 08 |0 e @ @ @ ° o P )
TCMT16T312-HM | 16.5 |9.525| 3.97 | 44 | 1.2 cCe e e
TCMT090204-HR | 96 | 556|238 | 25 | 04 ® O
TCMTO090208-HR | 9.6 | 5.56 | 2.38 | 2.5 | 0.8 [eXNe) PY
HR
TCMT110204-HR 11 |6.35]238| 28 | 04 ® O
N
TCMT110208-HR 11 |6.35]238| 28 | 0.8 ® O
/o
ﬁ TCMT16T304-HR | 16.5 9525|397 | 44 | 04 |0 O @ @ ® O
Roughing/ | TCMT16T308-HR | 16.5 |9.525/ 397 | 44 | 08 |0 O @ O @ o0
Schruppen
TCMT16T312-HR | 16.5 |9.525| 3.97 | 44 | 1.2 O @ O oe
TCMT220408-HR | 22 | 12.7 | 476 | 55 | 0.8 o0 o0 0 °
Basic TCMT220408 22 | 127|476 | 55 | 0.8 ° o
_»
|
TCMW110204 11 |6.35/238| 28 | 04
Flat
Glatt TCMW16T304 16.5 19.525| 397 | 44 | 04
TCMW16T308 16.5 |9.525/ 397 | 44 | 0.8 1)
» TCMW16T312 | 16.5 |9.525| 3.97 | 44 | 1.2
TCMW220408 22 |12.7 1476 | 55 | 0.8 o)
Tool holder / Klemmhalter
STACR/L STFCR/L STGCR/L STTCRI/L STFCR/L
Kr:90° Kr:90° Kr:90° Kr:60° Kr:90°
®,
Page/Seite A220 A220 A221 A222 A252
Insert code key AB56-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-A40 Recommended cutting parameters A271-A273

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter
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General Turning
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General Turning

@ Ex Stock / ab Lager

A116

Turning

- Drehen
Cameniae] catic anel cammet Mears = MermeEl une Cammet WSIP

TC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen * Ungiinstige Bearbeitungsbedingungen
Steel
s =3 Stai Q0BBH BB ® 80 O
=T COBBOOLBES © O
Sl K OB#B
e N © €4
Mamiostar Sian, oo & o
_E | £| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
Insert Shape Type = £| Hartmetall
Schneid Typ O I3)
plattenform y 5%5%58888‘5858%%%%5 = _B
L IC| S d F T AN - -TAN-T o dNNS =« —|— - sSiE
[CNONSNONSNONONONOIIb—1b e NaNaNall0) (O] - N
[ea e e R wa Jwa fea o Y a R oo R wa J oo e e a i oa R wa R aa i aa | =4 z [alya)
S>> > > > > > > > > > > > > > > >
TCGX090202-LC | 96 | 556|238 | 25 | 0.2 PY
LC
TCGX090204-LC | 96 | 556|238 | 25 | 04 PY
TCGX110202-LC 11 16.35|238| 28 | 0.2 °
TCGX110204-LC 11 |6.35]238| 28 | 04 PY
Aluminium TCGX110208-LC 11 |6.35]238| 28 | 0.8 °
Machining/
Aluminium | TCGX16T304-LC | 16.5 |9.525| 3.97 | 4.4 | 04 °
bearbeitung
TCGX16T308-LC | 16.5 |9.525| 3.97 | 44 | 0.8 °
TCGX090202-LH | 96 | 556|238 | 25 | 0.2 1) PY
LH
TCGX090204-LH | 96 | 556|238 | 25 | 04 o °
TCGX110202-LH 11 16.35|238| 28 | 0.2 ° P
TCGX110204-LH 11 |6.35]238| 28 | 04 ° °
Aluminium TCGX110208-LH 11 |6.35]238| 28 | 0.8 o o
Machining/
Aluminium | TCGX16T302-LH | 16.5 |9.525| 3.97 | 44 | 0.2 o °
bearbeitung
TCGX16T304-LH | 16.5 |9.525| 3.97 | 44 | 0.4 o °
TCGX16T308-LH | 16.5 |9.525| 3.97 | 44 | 0.8 o °
Tool holder / Klemmhalter
STACR/L STFCR/L STGCR/L STTCRI/L STFCR/L
Kr:90° Kr:90° Kr:90° Kr:60° Kr:90°
Page/Seite A220 A220 A221 A222 A252

O On demand / auf Anfrage

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




Turning : Drehen
Cemented|carbidelandlcermetiinserntsElbantmetalllundCermetAWSEI

TP** Positive Insert/ Positive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen S} Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
. -3 Stai Q0BBH B8 & 80 O
i éé o M RS Soh QOLBOONBER O O
| ] K = 0B %S
ad s= e i
L e o €4
Whimresar i 00 & o
_%2|__g| Uncoated
Dimension (mm) Coated Carbide g2 | E82| Carbide
Abmessung Beschichtetes Hartmetall 8% | 833 unbeschicht.
Insert Sh@pe Type E £| Hartmetall
Schneid Typ o o
lattenform = - - o) O~ M — — =
' Lllc| s|d r RERBBSS8cnbRBRSBB0 b |-
VOO0V OOOSS==an0a000 0 28
[ea s e BYwa Qi ea e s QY ra R wa R wa J o e iy ea My wa Ry aa R aa Jyaa | =4 pd [ala)
P> > > > > > > > > >
TPGT090202-SF | 96 | 556|238 | 25 | 0.2 o) °
SF TPGT090204-SF | 96 | 556|238 | 25 | 04 o ° °
TPGT090208-SF | 96 | 556|238 | 25 | 0.8 o °
TPGT110302-SF 11 1635|318 | 28 | 0.2 ° °
Finishing TPGT110304-SF | 11 |6.35|3.18 | 28 | 0.4 o °
Schlichten
TPGT110308-SF 11 /635|318 | 28 | 0.8 o Y
TPGH090202L 96 | 556|238 | 25 | 0.2 ° °
TPGH090204L 96 | 556|238 | 25 | 04 ° °
TPGH110302L 11 |6.35|3.18| 28 | 0.2 Y °
Super Finishing
b Feist TPGH110304L 11 |6.35]318| 28 | 04 ° °
earbeitung

Tool holder / Klemmhalter

STUPR/L
Kr:93°

Page/Seite A260

Insert code key _ Grade selection reference _ chip breaker selection reference - Recommended cutting parameters _
ISO Code ASB-AST Sortenauswahl A16/A41-AS3 Spanbrecherauswahl A31-A40 Empfohlene Schnittparameter A271-A273
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General Turning
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General Turning

@ Ex Stock / ab Lager

A118

Turning

- Drehen
Cameniae] catic anel cammet Mears = MermeEl une Cammet WSIP

VC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

Page/Seite A253

A254

O On demand / auf Anfrage

A216

A217

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.

OGute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen *Ungﬂnstige Bearbeitungsbedingungen
Steel
a @ = oosex o9 © 80 O
216 g Restiersr St OOLBHBOONBH o O
Za g@ o on#ke
T = ferri i
£ i o &8
Mamiostar Sian, oo & o
_E | £| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Insert Shape S 2| Hartmetall
Schneid 1%’); o o
plattenform - - - - « - =
L|IC| S| d]|r £§ﬁ§£§§§§i‘_’£t‘u’§§§§§ﬁ L ==
COOOVBOOOOSS==a0000 0 28
[va ea Jrwa Jfa e Ryea Qi wa [ aa QY oa B ea o a i aa Jyaa Jea ol aa i aa) e z [alfa)
S>E>>>>>>>>>>>>>>>> > |[>>
VCGT080201R-USF| 8 |4.76 238 | 23 | 0.1 o
USF
. s VCGT080202R-USF| 8 |4.76 238 | 23 | 0.2 o
Finishing VCGT110301R-USF| 11 |6.35|3.18 | 2.8 | 0.1 )
Schlichten
VCGT110302R-USF| 11 |6.35|3.18 | 2.8 | 0.2 °
VCGTO080201L-USF| 8 |4.76 |238| 2.3 | 0.1 o
USF
@ VCGTO080202L-USF| 8 |4.76 238 | 23 | 0.2 o
Finishing VCGT110301L-USF | 11 6.35|3.18 | 28 | 01 [
Schlichten
VCGT110302L-USF | 11 [6.35|3.18 | 2.8 | 0.2 °
VCGT110302-SF | 11 |6.35|3.18 | 2.8 | 0.2 o |o
SF
g VCGT110304-SF 11 1635|318 | 28 | 04 o ° °
Finishing VCGT160404-SF | 16.5 |9.525| 4.8 | 44 | 0.4 °
Schlichten
VCGT110304-HF 11 1635|318 | 28 | 04 ° 1)
HF
S
Finishing
Schlichten
VCGT130304 138|794 | 33 | 34 | 04 °
NF VCGT160408-NF | 16.5 |9.525| 4.76 | 44 | 0.8 o e
Finishing
Schlichten
Tool holder / Klemmhalter
SVQCR/L SVUCR/L SVVCN SVJCR/L
Kr:107°30' Kr:93° Kr:72°30' Kr:93°




Turning : Drehen
(CementedfcarbidefandicermetinsertsElbiantmetalllindICerme tAWSE

VC** Positive Insert/ Positive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen S} Normale Bearbeitungsbedingungen %@ Ungtinstige Bearbeitungsbedingungen
Steel
r @ = oo%ex e e o0 O
oc_ T LM R OOBHOOBER O O
A se(@ S, Oe38E
£3 o :
(g D — § e it O Bz
rresir S o0 & o
_% | __&| Uncoated
Dimension (mm) Coated Carbide g2 | E82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 88% | unbeschicht.
E 2| Hartmetall
Insert Shape Tvoe E
Schneid 'I};/ ‘:) 8
plattenform - B O _ (‘._) =
Llic| s | d| r 505859383853 5833888[5 |5 |« 2%
—rr AN T T AN AN T T ANAND ~ «— «— |7 — o o =5
[CNONONONSNONONONOI-I>b—1b- e laNaNallO) [O) - N c N
NnNomoonOmMOoONdOoo@m@m@A@Z |(Z |00 =
>>>>>>>>>>>>>>>>> (> |>> Eg
VCGX110301-LC | 11 |6.35|3.18 | 2.8 | 0.1 ° ° © 'g
—
(0]
LC VCGX110302-LC | 11 |6.35|3.18 | 2.8 | 0.2 o0 ° = A
VCGX110304-LC | 11 |6.35|3.18 | 2.8 | 0.4 o o<
< VCGX110308-LC | 11 |6.35|3.18| 2.8 | 0.8 °
VCGX160404-LC | 16.6 |9.525| 4.76 | 44 | 0.4 Y
Aluminium
Machining/ | VCGX160408-LC | 16.6 [9.525| 4.76 | 4.4 | 0.8 °
Aluminium
bearbeitung | VCGX160412-LC | 16.6 |9.525| 4.76 | 4.4 | 1.2 °
VCGX220530-LC | 22 | 12.7 | 556 | 55 | 3.0 o e
VCGX110202-LH 11 |6.35]238| 28 | 0.2 o
VCGX110204-LH 11 1635|238 | 28 | 04 ° °
VCGX110301-LH | 11 |6.35|3.18| 2.8 | 01 o o o0
LH VCGX110302-LH | 11 |[6.35[3.18| 2.8 | 0.2 ° ° o0
- VCGX110304-LH | 11 | 6.35|3.18 | 2.8 | 0.4 e O o e
o)
O VCGX110308-LH | 11 |6.35|3.18 | 2.8 | 0.8 o °
Aluminium | VCGX160402-LH | 16.6 |9.525| 4.76 | 44 | 0.2 ° ° °
Machining/
Aluminium | VCGX160404-LH | 16.6 |9.525| 4.76 | 4.4 | 0.4 e o e O
bearbeitung
VCGX160408-LH | 16.6 |9.525| 4.76 | 4.4 | 0.8 ° ® O
VCGX160412-LH | 16.6 |9.525| 4.76 | 4.4 | 1.2 ° ® O
VCGX220530-LH | 22 | 12.7 | 556 | 55 | 3.0 o PYe)

Tool holder / Klemmbhalter

SVQCRI/L SVUCR/L
Kr:107°30 Kr:93°

SVVCN
Kr:72°30'

SVJCR/L
Kr:93°

Page/Seite  A253 A254 A216 A217

Insert code key _ Grade selection reference _ chip breaker selection reference - Recommended cutting parameters _
ISO Code ASB-AST Sortenauswahl A16/A41-AS3 Spanbrecherauswahl A31-A40 Empfohlene Schnittparameter A271-A273

A119
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General Turning

Turning

- Drehen
Cameniae] catic anel cammet Mears = MermeEl une Cammet WSIP

VB** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen Normale Bearbeitungsbedingungen Ungiinstige Bearbeitungsbedingungen
Steel
a v B P 88 80 @
@1.c ¢ §1=> Rostorsr oanl OQOLBHBOO5BES O O
A od e[ i o@D
o D — el (N @) D4k
e Metalle
=
Heat-resi |
Warmfostar Stant OO @& @)
_£ | __£| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Insert Shape S S £ | Hartmetall
Schneid 'I%/F:)
plattenform - - ™ < o _ |9
Lilc|s|d r DSRIRSSSS0BRRRS8BL b |-
OCO0OVBOOOOSS==a0000 0 28
[sa s wa Jea lfea Rea s lwa Qe Rwa Qi ea i ea Jca s [ aa Jrca Qi va | =4 z [alfa)
S>E>>>>>>>>>>>>>>>> > |[>>
SF VBGT110302-SF 11 1635|318 | 28 | 0.2 o P
@ VBGT110304-SF | 11 |6.35|3.18 | 2.8 | 0.4 o le
Finishing
Schlichten
VBMT110302-EF 11 1635|318 | 2.8 | 0.2 P
EF VBMT110304-EF 11 1635|318 | 28 | 04 o e °
RS \BMT110308-EF | 11 | 635|318 | 28 | 08 fr B
Finishing | yBMT160404-EF | 16.5 |9.525| 4.76 | 4.4 | 0.4 ole e
Schlichten
VBMT160408-EF | 16.5 |9.525| 4.76 | 44 | 0.8 o e °
HE VBMT110202-HF 11 16.35|238| 28 | 0.2 °
VBMT110204-HF 11 16.35|238| 28 | 04 ° ° ° °
_—.
Finishing VBMT110208-HF 11 1635|238 28 | 0.8 °
Schlichten
VBET160404-NF | 16.5 |9.525| 4.76 | 44 | 0.4 °
NF
- VBET160408-NF | 16.5 |9.525| 4.76 | 44 | 0.8 Y
Finishing VBET160408-NGF | 16.5 |9.525| 4.76 | 44 | 0.8 fe)
Schlichten
VBET160412-NGF | 16.5 |9.525| 4.76 | 4.4 1.2 fe)
Tool holder / Klemmhalter
SVJBR/L SVABRI/L SVVBN SVQBR/L SVUBRI/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
Page/Seite A213 A214 A215 A256
Insert code key A50-A51 Grade selection reference A16/A37-A47 chip breaker selection reference A28-A36 Recommended cutting parameters A261-A263

ISO Code

@ Ex Stock / ab Lager

Sortenauswahl

O On demand / auf Anfrage

Spanbrecherauswahl

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.

Empfohlene Schnittparameter




Ideal Machining Condition

Normal Machining Condition

Turning

- Drehen
(CementedlcarbidefandlcermetlinsertsEiatmetallfundlCermetAW.SPl

Unfavorable Machining Condition

VB** Positive Insert/ Positive WSP i t Y 0 vora 1 i
O Gute Bearbeitungsbedingungen 63 Normale Bearbeitungsbedingungen %% Unglinstige Bearbeitungsbedingungen
Steel
e @ = ooss% 88 ® 80 O
T Stainless Steel
21.c é» M s QOBHOOBS O O
- = Cast i
© | K CYY Y
r -,;:5; Non-ltlc?errite‘:9 gﬁ;erial O SS %I:Ig
N armioster Stan. OO0 © O
_% | __&| Uncoated
Dimension (mm) Coated Carbide g2 | E82| Carbide
Abmessung Beschichtetes Hartmetall 38 | 332 | unbeschicht.
Insge;f:igpe Type S| %| Hartmetall
plattenform Typ P I e R R R R I B 2
T AN AN T T ANNTT S ANAND «~ «— O 2] S o
LIIC| S | d|r 000000000 SS==00030 o |8
[sa s lwa Jea lfea Rwa s lfwa Qo Rtwa Qi ea i ea Baa e e el e Bl 2 = [alfa)
S>E>>>>>>>>>>>>>>>> > |[>>
EM VBMT110304-EM | 11 |6.35|3.18 | 28 | 04 o e PY
@ VBMT110308-EM | 11 |6.35|3.18| 2.8 | 0.8 o e °
) VBMT160404-EM | 16.5 [9.525| 4.76 | 44 | 0.4 ° °
Medium Cut/
Mittl. Bearb. | VBMT160408-EM | 16.5 |9.525| 4.76 | 4.4 | 0.8 ° °
HM VBMT160404-HM | 16.5 (9525|476 | 44 | 04 |0 @ @ ® @ ° le) o
— = VBMT160408-HM | 16.5 |{9.525| 4.76 | 44 | 0.8 |o ° o o Y
— VBMT160412-HM | 16.5 (9.525| 4.76 | 44 | 1.2 °
Medium Cut/
Mittl. Bearb.
HR VBMT160404-HR | 16.5 |9.525| 4.76 | 4.4 | 0.4 o
<./_,\ VBMT160408-HR | 16.5 (9.525| 4.76 | 44 | 0.8 |o ° o o o
. VBMT160412-HR | 16.5 |9.525| 4.76 | 44 | 1.2 e O e o
Roughing /
Schruppen | VBGT160408-HR | 16.5 |9.525| 4.76 | 4.4 | 0.8 o
VBMW160404 16.5 19.525/ 476 | 44 | 04 |o o
Flat VBMW160408 | 16.5 |9.525| 4.76 | 4.4 | 0.8
Glatt
N
Tool holder / Klemmhalter
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBRI/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
Page/Seite A213 A214 A215 A255 A256
*k e i Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
VC* Positive Insert/ Positive WSP O Gute Bearbeitungsbedingungen 63 Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen
Steel
e @ == oo%ex o8 e 80 O
. T Stainless Steel
e §g M R sen QOBBOOBEH o O
@) | K (YT
A £ L Mg o B
Heat-resi |
Warmmfostar Stant o0 @© o
B £
X . ) =5 | =08 Uncoated
Dimension (mm) Coated Carbide g2 | B22 Carbide
i %3 | 838 unbeschicht.
e Sl Tvoe Abmessung Beschichtetes Hartmetall 3% | 853 beschion
Schneid .IY P Bl = =
plattenform ypP 5%5%580%852§§S8$%5 g —
LIIC|sS | d|r 0000300005555 800a0 |5 28
[raJyea Qwa Jfwa R ea Bea Qi oa W wa Jf aa Qi ea o Ryaa i aa W aa Jra lea Jaa ] = = on
SE>>S>>S>>S>>>>>>>> |5 [>>
EF VCMT160404-EF | 16 |9.525|4.76 | 4.4 | 0.4 °
EM VCMT160404-EM | 16 |9.525|4.76 | 4.4 | 0.4 ® O
ﬂ, VCMT160408-EM | 16 |9.525| 4.76 | 44 | 0.8 e O
Finishing
Schlichten

A121
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General Turning




General Turning

Turning

- Drehen
Cameniae] catic anel cammet Mears = MermeEl une Cammet WSIP

VC** Positive Insert/ Positive WSP

@)

Ideal Machining Condition
Gute Bearbeitungsbedingungen

&

Normal Machining Condition

Normale Bearbeitungsbedingungen

&

Unfavorable Machining Condition
Ungiinstige Bearbeitungsbedingungen

Workpiece Material
VVErKSl

Steel
Stahl

S

Stainless Steel
Rostfreier Stahl

s M

OOLBBO0LBS

o O

Cast iron
Gusseisen

3

OB*®

Non-ferrite material

o

Ne Metalle 69%
armioster Sian. OO @& @)
o % =
c . . . “E | 2oa Uncoated
= Dimension (mm) Coated Carbide g2 | gg2 gg%?dz
) Abmessung Beschichtetes Hartmetall 88 |33% Unggsmcgtlgnt
Qo Insert Shape Tvoe 5 3
g Schneid T’;f;) o o
lattenform — — — — =
o : N~ AmMS-lNccqud8228e |2 |55
o QOO0 VOOVLOVO====00000 0O =&
(| [l o' Jya I o'a I 'a I a'a [ 'n I a'a [ ' Ra a Qo' R e a Ja'a A a & [ a'a Y a & [ a'a | e P4 [ala)
5 S>>>>>>>>>>>>>>>>> > |>>
= VPGT080201R-USF| 8 |4.76 238 | 23 | 01 [¢)
“E’ USF
) o VPGTO080202R-USF| 8 |4.76|238| 23 | 0.2 e}
By <&
< Finishing |VPGT110301R-USF| 11 | 6.35 | 3.18 | 2.8 | 0.1 °
Schlichten
VPGT110301FR-USF| 11 |6.35|3.18 | 2.8 | 0.1 o
USF  |VPGT080201L-USF| 8 |4.76 | 243 | 2.3 | 0.1 °
@ VPGT080202L-USF| 8 | 476|243 | 23 | 0.2 o
Finishing
Schiichten |VPGT110301L-USF| 11 |6.35|3.18 | 2.8 | 0.1 o

VC** Positive Insert/ Positive WSP

©)

Ideal Machining Condition
Gute Bearbeitungsbedingungen

&

Normal Machining Condition

Normale Bearbeitungsbedingungen

@

Unfavorable Machining Condition
Unglinstige Bearbeitungsbedingungen

Workpiece Material

Steel
Stahl

QOB

Stainless Steel

) Rostfreier Stahl

OOBBOOBB

@)

@)

Cast iron
Gusseisen

K]

OB *

Werkstoff

W,

Non-ferrite material
Ne Metalle

o

o

Heat-resistant steel
Warmfester Stahl

o0 &

&
@)

e €
Dimension (mm) Coated Carbide 'gg g2 carbide
Abmessung Beschichte Hartmetal 8% | 885 | Hartmetal
insert shape 5 S
Schneid ?y’:)e
plattenform - B ol_ |Q
Lilc|s | d r E358S8S0ERBRSIEDL b o
OO0OOOOS=S=00000 0 28
[ O aa I a'a [ o' [ ' N a'a o' [ ' [ I a'a S o' [ ' [ o a I a'a ' J I=d =z [ala]
S>> >>>>>>>>>>>>> |5 |[>>
. WCMX040208R-53 | 4.3 | 6.35|2.38| 3.1 | 0.8 o o
Basic
WCMX06T308R-53 | 6.5 [9.525| 397 | 3.7 | 0.8 Y Y
(.\ WCMX080412R-53 | 8.7 | 12.7 | 476 | 43 | 1.2 o °

@ Ex Stock / ab Lager

A122

O On demand / auf Anfrage

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.
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General Turning

A124

Turning

- Drehen
PCENIEIPCD]InsertsIC o deIKeYIIPC ENIEIPC YIS OKennzeichnungWSP)

Insert shape Tolerance
Schneidplattenform Toleranzklasse
85° 82° © 2\ i
b ] R ] e A b
A B c L
21.C .S,
@ <:> Code Tolerance Tolgl?alirzak?aosese Thick‘nessS Code Tolerance Tolg?ali?lgg:se Thick'nesss
D E H Toleranzklasse @1.C Dicke Toleranzklasse o1.C Dicke
555° / 86° A +0.005 +0.025 +0.025 J +0.005 +0.05-£0.13| +0.025
K L M F +0.005 +0.013 +0.025 K +0.013 +0.05-£0.13| £0.025
Q /\ C +0.013 +0.025 +0.025 L +0.025 +0.05-+0.13| +0.025
2] S T H +0.013 +0.013 +0.025 M | +0.08-+0.18 | +0.05-+0.13 +0.13
50° Others +0.025 +0.025 +0.025 N | £0.08-+0.18 | £0.05-+0.13| +0.025
@ [ Andere
Y w z G +0.025 +0.025 +0.13 U | £0.13-+0.38 | +0.08-+0.25 +0.13

cInfGla

!

Clearance angle of main cutting edge
Freiwinkel der Hauptschneide
Angle Angle
ez Winkel Code Winkel
A B
\.:30 A 50
e 2 |o
70 15°
E F
20° 25°
30° ~l-0°
Others
P e 0 Andere

([
Insert type
Plattentyp
Hol Insert Section
Code Loch Ausfiihrung
N (W
>65°
B v
>65°
c v
v U™
<65°
w v
Q v <65
o Special
X Spezial




Turning

- Drehen
PEEN & [PE [msars Gecb [Kay = PEEN & Reb (SO Kenmrzaichmme WeP

Cutting edge length Insert thickness Nose radius
Schneidenldnge (mm) Dicke (mm) Eckenradius (mm)
Diameter Insert Shape Code Radius (mm)
of incircle Plattenform ,I::I
Eingeschriebener C D S T \') w i . 00 _
Kreis thickness
g g/ 8ale
(mm) — — — — T 02 0.2
39 06 Insert Insert
97 Code | Thickness Code | Thickness
5.0 Dicke Dicke 04 04
5.56 09
6.0 02 2.38 06 6.35 08 0.8
6.35 06 07 11 1"
8.0 T2 2.58 T6 6.75 12 1.2
9.525 09 1 16
09 16 08 03 3.18 07 7.94 16 1.6
10.0
12.0
20 2.0
127 | 12 | 15 | 12 | 22 | 22 | o8 b sor | O 952
15.875 16 15 27 24 24
16.0 19 04 4.76 T9 9.72
19.05 19 33
19 T4 4.96 1 1.1 32 32
20.0 oth
25.0 25 25 X Andere
254 55 05 5.56 12 12.70 -
ound Insert
3 ;275 T5 5.95 Mo Runde Platten

I

12l0al0a[TJo2020°2

Profile of cutting edges width of chamfer angle of chamfer Number of cutting edges Wiper edge
Schneidkantenausfiihrung Breite der Fase Winkel der Fase Anzahl der Schneidkanten Wiperfase
Cutting Edge | Shape Form Number of edges
Code | Sehneidkante | Piattenform W | Code Sc’},’,’,f,‘g/(gr?{en w
Sharp edges
F Scharfe Kante / 1 1 O
010 0.10 | 040 | 0.40 05 5°
Honing 015 | 0.15 | 045 | 0.45 10 10° o
E 7z 2 2
Verrunduing 020 | 0.20 | 050 | 0.50 15 15°
025 | 0.25 | 100 | 1.00 20 20°
Chamferi
T | e | I 030 | 0.30 | 200 | 2.00 25 25° 3 3 @
Chamfering 035 | 0.35 30 30
Fase
S | g | LD 4 4 O
Verrundung
Standard edge preparation
Standard Faserausfiihrung
Solid CBN PCD
CBN Voll CBN PKD
YCB111 YCB121 YCB131 YCB211 YZB121 YZB221 YZB231
Radius = 0.4 S01020 S01020 S01020 S01020 S01020 T02020 T02025
Radius 2 0.8 S02020 S02020 S02020 S02020 S01020 T02020 T02025

* other edge preparation on demand
andere Faserausfiihrung auf Anfrage

A125
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General Turning




Continuous cutting
Vollschnitt

Continuous and interrupted cutting
@ Voll und leicht schnitt unterbrochner Schi

Turning

nitt %

- Drehen
PEEN & [Peb hsars = PeEN & [Reh W

Interrupted cutting
Stark unterbrochner Schnitt

Hardened material
/ S m Gehértete Werkstloff . * *
= Cast iron
g% m Gusseisen (]
S
;o Non-ferrite material
Ne Metalle
Dlxsnswn (mm) CBN
Insert Shape T SIS
Schneid ype - < = =
plattenform L L I.C s d r 5z B 3
: (@) &) (@) O
> > > >
CNGA120404-2 12.9 12.7 4.76 5.16 0.4 o ) o o
CNGA120408-2 12.9 12.7 4.76 5.16 0.8 o o o @)
Q CNGA120412-2 12.9 12.7 4.76 5.16 1.2 o o) (¢} @)
CNGA120408-2W 12.9 12.7 4.76 5.16 0.8 e} o
CNGA120412-2W 12.9 12.7 4.76 5.16 1.2 ) o
Tool Holder - Klemmbhalter
DCLNR/L PCLNR/L PCLNR/L
Kr:95° Kr:95° Kr:95°

Page - Seite A173

A181

A238

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock / ab Lager

O On demand / auf Anfrage

A129
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General Turning
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General Turning

Turning

- Drehen
PEEN & P [sars = REEN & PeD WP

Continuous cutting
Vollschnitt

Continuous and interrupted cutting
Vol und leicht schnitt unterbrochner Sch

&

Hardened material

E Gehértete Werkstoff
a1C [ ] ég
S Cast iron
—+ §§ m Gusseisen
S
2 Non-ferrite material
El = N
Dimension (mm)
Insert Shape Tvpe Abmessung
Schneid- 'Iyy[:) — S b —
lattenf = & 2
platientorm L S d r m oM m 8
o (@] O O
> X > >
DNGA150604-2 15.5 6.35 5.16 04 o o o o)
-« DNGA150608-2 155 6.35 5.16 08 o o o o
DNGA150612-2 15.5 6.35 5.16 1.2
Tool Holder - Klemmhalter
DDJNR/L PDJNR/L PDNNR/L PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:62°30' Kr:93°
Page - Seite A174 A182 A183 A240

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock / ab Lager

A130

O On demand / auf Anfrage

Interrupted cutting
Stark unterbrochner Schnitt




Continuous cutting

O Vollschnitt

Continuous and interrupted cutting
€9 Vol und leicht schnitt unterbrochner Sch

Turning

nitt %

- Drehen
PEEN & [Peb hsars = PeEN & [Reh W

Interrupted cutting
Stark unterbrochner Schnitt

/ o Hardened material
90 T m Gohartete Werkstoff o & L]
oc_mo [ -
73 ast iron
\;\_’ od g% m Gusseisen ()
T &
T B : ot i
T
Insert Shape Type 9
Schneid 'I};/ F;) = < = =
plattenform L e s d . é é é %
> > > >
SNGA120408-2 12.7 12.7 4.76 5.16 0.8 ) o () o
Q SNGA120412-2 12.7 12.7 4.76 5.16 1.2 ) o (o) o
Tool Holder - Klemmhalter
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
Page -Seite A175 A184 A185 A186 A243

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock / ab Lager

O On demand / auf Anfrage

A131
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General Turning




Turning : Drehen
PCEN & PED [sers » PEEN & PED WRR

O Continuous cutting
Vollschnitt

Interrupted cutting

Continuous and interrupted cutting
€9 chnitt %

Vol und leicht schnitt unterbrochner St

Stark unterbrochner Schnitt

(@]
C
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General Turning

Hardened material
] m Gehértete Werkstoff
5 Cast iron
é% m Gusseisen
e
§ Non-ferrite material
Ne Metalle
Dimension (mm)
Insert Shape T Abmessung
. ype
Schneid = = = A
plattenform Typ - o o N
L I.C S d r m m m oM
o (@] O (@]
> > > >
TNGA160404-3 16.5 9.525 4.76 3.81 0.4 ) o
-
TNGA160408-3 16.5 9.525 4.76 3.81 0.8 (¢} ¢} (¢} ¢}
' e ' TNGA160412-3 16.5 9.525 4.76 3.81 1.2
Tool Holder - Klemmbhalter
DTGNR/L PTFNR/L PTTNR/L PTGNR/L PTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90°

Page - Seite A176 A188 A189 A190 A244

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock/ ablLager O Ondemand / auf Anfrage

A132



- Drehen
PEEN & [Peb hsars = PeEN & [Reh W

Turning

Continuous cutting
Vollschnitt

Continuous and interrupted cutting Interrupted cutting

A191 A245

Page - Seite A179

89 Voll und leicht schnitt unterbrochner Schnitt Stark unterbrochner Schnitt
/ Hardened material
= m Gehartete Werkstoff . * *
B Cast iron
%% m Gusseisen .
o8
=
§ Non-ferrite material
Ne Metalle
Dimension (mm) CBN
Insert Shape Type Abmessung
Schneid - = poy -
plattenform L I.C S d r m @ ) @
(@) @] @) @)
> > > >
VNGA160404-2 16.6 9.525 4.76 3.81 0.4 ) )
w VNGA160408-2 16.6 9.525 476 3.81 0.8 o o
Tool Holder - Klemmbhalter
DVVNN DVJNR/L MVVNN MVJNR/L
Kr:72°30' ' Ky Kr:72°30' Kr:93°
Page - Seite A177 A178 A204 A205
Continuous cutting
Vollschnitt
Continuous and interrupted cutting Interrupted cutting
€9 Voll und leicht schnitt unterbrochner Schnitt Stark unterbrochner Schnitt
/ Hardened material
] m Gehértete Werkstoff . * *
aIC ' 5
. 5 Cast iron
g% m Gusseisen ()
e
: § Non-ferrite material
Ne Metalle
Dimension (mm) CBN
Insert Shape Tvpe Abmessung
Schneid e T 5 5 <
plattenform » L 1.C s d r ® @® @ o
' O o O o
> > > >
i WNGA080408-3 8.69 127 4.76 5.16 0.8 o
| . | WNGA160404-3 8.69 12.7 4.76 5.16 04 o
WNGA160408-3 8.69 12.7 4.76 5.16 0.8
Tool Holder - Klemmhalter
DWLNR/L PWLNRI/L PWLNRI/L
Kr:95° Kr:95° Kr:95°

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock/ abLager O Ondemand / auf Anfrage

A133
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General Turning
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General Turning

Turning : Drehen
PCEN & PED [sers » PEEN & PED WRR

Continuous cutting
Vollschnitt

Continuous and interrupted cutting

Voll und leicht schnitt unterbrochner Schnitt

Interrupted cutting
Stark unterbrochner Schnitt

/ Hardened material
. s [ deedmes &
= Cast i
Al K] S
28
e
§ Non-ferrite material
Ne Metalle
Dimension (mm)
Insert Shape T Abmessung
) ype
Schneid Typ = S =3 =
plattenform L .C S d r o0 m o0 @
o (@] O (@]
> > > >
CCGW060204-1 6.4 6.35 2.38 2.8 0.4 o [¢)
CCGW060208-1 6.4 6.35 2.38 2.8 0.8 o o
Q‘ CCGWO09T304-2 9.7 9.525 3.97 4.4 0.4 O
_ CCGWO09T308-2 9.7 9.525 3.97 4.4 0.8 o
CCGW120404-2 12.9 12.7 4.76 5.5 0.4 o
CCGW120408-2 12.9 12.7 4.76 5.5 0.8 o

Tool Holder - Klemmhalter

SCACRIL SCLCRIL SCLCRIL SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kw
Page - Seite A208 A209 A246 A261 A262

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock/ ablLager O Ondemand / auf Anfrage

A134




O Continuou
Vollschnitt

Continuous and interrupted cutting
€9 Vol und leicht schnitt unterbrochner Sch

s cutting

Turning

nitt %

- Drehen
PEEN & [Peb hsars = PeEN & [Reh W

Interrupted cutting

Stark unterbrochner Schnitt

/ Hardened material
s [ domeneimeers, ® & #
5 Cast i
A K - ®
S
‘;’ Non-ferrite material
Ne Metalle
Dimension (mm) CBN
Insert Shape Type Abmessung
Schneid Ty)f’p - 5 5 =
plattenform L e s d . = p = g
o O O (@]
> X > >
DCGWO070204-1 7.8 6.35 2.38 2.8 0.4 o [¢)
DCGWO070208-1 7.8 6.35 2.38 2.8 0.8 o o
J DCGW11T304-2 11.6 9.525 3.97 4.4 0.4 o O (¢} o
DCGW11T308-2 1.6 9.525 3.97 44 0.8 o o o o
Tool Holder - Klemmbhalter
SDACRI/L SDJCR/L SDQCR/L SDUCRI/L SDZCRI/L
Kr:90° Kr:93° Kr:107°30' Kr:93° Kr:85°
®
Page -Seite A210 A211 A212 A248 A249 A250

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock / ab Lager

O On demand / auf Anfrage
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General Turning
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General Turning

Turning

- Drehen
PEEN & P [sars = REEN & PeD WP

O Continuous cutting
Vollschnitt

Continuous and interrupted cutting
€9 Vol und leicht schnitt unterbrochner Sch

&

Hardened material
Gehartete Werkstoff

K]

Cast iron
Gusseisen

Workpiece Material
Werkstoffe

Non-ferrite material

Ne Metalle
Dimension (mm)
Insert Shape Abmessung
) Type
Schneid - = poy -
plattenform L I.C 3 d r D @ @
' (@) (@) @)
> g > >
TCGW110204-1 9.6 5.56 2.38 25 0.4 o o o
(= TCGW110208-1 96 556 238 25 08 o o o
N TCGW16T304-3 16.5 9.525 3.97 4.4 0.4
“ TCGW16T308-3 16.5 9.525 3.97 4.4 0.8
Tool Holder - Klemmhalter
STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:91° Kr:91° Kr:60° Kr:90°
Page - Seite A220 A220 A221 A222

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock / ab Lager

A136

O On demand / auf Anfrage

Interrupted cutting
Stark unterbrochner Schnitt




Turning : Drehen
[PEEN & [Pe [sers = [PEEN & [PeD WS

Continuous cutting

Volischnitt
Continuous and interrupted cutting Interrupted cutting
S} Voll und leicht schnitt unterbrochner Schnitt Stark unterbrochner Schnitt
/ Hardened material
P m Gehértete Werkstoff . * *

Cast iron
Gusseisen .

Non-ferrite material
Ne Metalle

Workpiece Material
Werkstoffe

Dimension (mm)
Abmessung CEBN o
Insert Shape TG c
Schneid yp - — — — S
plattenform Typ D =
L I.C S d r m m m o) o
O o (@] (@) =
> > > > 8
Qo
O VBGW160404-2 16.6 9.525 4.76 4.4 0.4 o o o 0"%
v c
VBGW160408-2 16.6 9.525 4.76 4.4 0.8 0] (¢} @) é 5
>S5 0O
= c
< @
®
=
Tool Holder - Klemmbhalter o g)
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L O <
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
L
Page ‘Seite A213 A214 A215 A255 A256

O Continuous cutting
Vollschnitt

Continuous and interrupted cutting % Interrupted cutting
8} Voll und leicht schnitt unterbrochner Schnitt Stark unterbrochner Schnitt

4 2 [ o © & @

Cast iron
Gusseisen .

Non-ferrite material

Workpiece Material
Werkstoffe

Ne Metalle
Dimension (mm)
CBN

Insert Shape Tvpe Abmessung
Schneid 'I}; % = S = =
plattenform L I.C s d r % @ = 8
O O O O
> > > >
VCGW160404-2 16.6 9.525 4.76 44 0.4 o [} o
‘ <« ' VCGW160408-2 16.6 9.525 4.76 4.4 0.8 (@) e} e}

Tool Holder - Klemmhalter

SVVCN SVJCR/L
Kr:72°30' Kr:93°

SVQCR/L SVUCR/L
Kr:107°30' Kr:93°

Page -Seite A216 A217 A253 A254

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock/ abLager O Ondemand / auf Anfrage

A137



Turning

- Drehen
PEEN & P [sars = REEN & PeD WP

Continuous cutting
Vollschnitt

Continuous and interrupted cutti
Voll und leicht schnitt unterbrochner

Schnitt g’%

Interrupted cutting
Stark unterbrochner Schnitt

H

Hardened material
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General Turning

4 .
a0 -‘E Gehértete Werkstoff
gic §g
8
s
2 Non-ferrite material
Dimension (mm) CBN
Insert Shape T Abmessung
. ype
Schneid Typ 5 S =
plattenform IC s E S g S
N N N
> > >
CNGNO090308 9,525 3,18 0.8 e} o o
CNGNO090312 9,525 3,18 1,2 ) ¢] )
CNGN120404 12.7 4.76 0.4 e} o
CNGN120408 12.7 4.76 0,8 e}
CNGN120412 12.7 4.76 1,2 )
CNGN120416 12.7 4.76 1,6 )
CNGN12T608 12.7 6.75 0.8 )
CNGN120701 12.7 7.94 0.8 o
Continuous cutting
Vollschnitt
Continuous and interrupted cutting Interrupted cutting
Vol und leicht schnitt unterbrochner Schnitt Stark unterbrochner Schnitt
/ Hardened material
s [ o oo
Lo
T
=9
1]
e
§ Non-ferrite material
Dimension (mm) CBN
Insert Shape Type Abmessung
Schneid Typ < S =
plattenform IC s P e g 8
N N N
> > >
DNGN110404 9.525 4.76 0.4 e} o ¢}
DNGN110408 9.525 4.76 0.8 ) o e}

@ Ex Stock / ab Lager

O On demand / auf Anfrage

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.




Continuous cutting
Vollschnitt

Continuous and interrupted cutti
63 Voll und leicht schnitt unterbrochner

Turning

gghnitt %

- Drehen
PEEN & [Peb hsars = PeEN & [Reh W

Interrupted cutting
Stark unterbrochner Schnitt

/ " Hardened material
& s m Gehértete Werkstoff *
BIC S
=2 Cast iron
82 m Gusseisen * *
QO
S
r S Non-ferrite material
= Ne I\leetalle I
Dlnlggnsmn (mm) CBN
Insert Shape Type (MERELIg
Schneid Typ N by =
plattenform L I.C S d r m a @
N N N
> > >
SNGN090308 9,625 9,525 3,18 - 0,8 o o o
SNGN090312 9,525 9,525 3,18 - 1,2 o o o
SNGN090316 9,525 9,525 3,18 - 1,6 ) e} o
SNGN120404 12.7 12.7 4.76 - 0.4 o o o
SNGN120408 12.7 12.7 4.76 - 0.8 ) ° )
SNGN120412 12.7 12.7 4.76 - 1,2 [¢) ° o
SNGN120416 12.7 12.7 4.76 - 1,6 o ° o
SNGN12T612 12.7 12.7 6.75 - 1.2 ) o o
SNGN150716 15.875 15.875 7.94 - 1.6 ) e} o
SNGN150720 15.875 15.875 7.94 - 2.0 ) e} )
O Continuous cutting
Vollschnitt
Continuous and interrupted cutting % Interrupted cutting
8} Voll und leicht schnitt unterbrochner Schnitt Stark unterbrochner Schnitt
/ 80" Hardened material
s m Gehértete Werkstoff *
Lo
=
2] 9] gg Cast iron
8L m Gusseisen & *
)
S
r § Nonl-\flzr’r\i}gt‘rar;laeterial
Dlmgnsmn (mm) CBN
Insert Shape Type (MEEIIIG
Schneid Typ N by =
platenion L I.C S d r n @ @
N N N
> > >
WNGN060304 6.5 9.525 3.18 - 0.4 o (¢} o
WNGN080408 8.69 12.7 4.76 - 0.8 o e} o
WNGN080412 8.69 12.7 4.76 - 1.2 o o )

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock / ab Lager

O On demand / auf Anfrage

A139
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General Turning




Turning

- Drehen
PEEN & P [sars = REEN & PeD WP

Continuous cutting
Vollschnitt

Continuous and interrupted cutti
% Voll und leicht schnitt unterbrochner

Interrupted cutting
Stark unterbrochner Schnitt

i

Hardened material
Gehartete Werkstoff

Cast iron
Gusseisen

Workpiece Material
Werkstoffe

Non-ferrite material

(@]
C
=)
5=
(0]
o]
—
©
(0]
QO
e
(0]
—
a
(0]
£
(0]
£
(0]
2
<

General Turning

Ne Metalle
Dlrzgnsmn (mm) CBN
Insert Shape Type g

Schneid Typ S S =
plattenform IC s d = g g
N N N
> > >
RNGN090300 9.525 3.18 - o o o
RNGN120300 12.7 3.18 - o o o

RNGN120400 12.7 4.76 -

RNGN120700 12.7 7.94 -

RNGN150700 15.875 7.94 -

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock / ab Lager

A140

O On demand / auf Anfrage




Continuous cutting

O Vollschnitt

Turning

- Drehen
PEEN & [Peb hsars = PeEN & [Reh W

e} Continuous and interrupted cutting %% Interrupted cutting

Voll und leicht schnitt unterbrochner Schnitt

Stark unterbrochner Schnitt

/ Hardened material
s (L) o oo
= Casti
K| S,
S
2 Non-ferrite material
= "Ne Metalle o
Dimension (mm) PCD
Insert Shape Type Abmessung
Schneid Typ X
plattenform L I.C S d . E
O
>
CCMT060202 6.4 6.35 2.38 2.8 0.2 o
CCMT060204 6.4 6.35 2.38 2.8 0.4 o
CCMTO09T304 9.7 9.525 3.97 4.4 0.4 o
CCMT09T308 9.7 9.525 3.97 4.4 0.8 fe)
CCMT120404 12.9 12.7 4.76 5.56 0.4 o
CCMT120408 12.9 12.7 4.76 5.56 0.8 o
Tool Holder - Klemmhalter
SCACRI/L SCLCR/L SCLCRI/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
Page - Seite A208 A209 A246 A261 A262

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock / ab Lager

O On demand / auf Anfrage

A141

—
©
o}
el
<
[}
—
(@)
©
=
[}
(S
[}
>
<

General Turning




Turning

- Drehen
PEEN & P [sars = REEN & PeD WP

Continuous cutting

Vollschnitt

Continuous and interrupted cutting
63 Voll und leicht schnitt unterbrochner Schnitt

Interrupted cutting

Stark unterbrochner Schnitt
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General Turning

@ Ex Stock / ab Lager

O On demand / auf Anfrage

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

Hardened material
o |H ST
= Casti
K] Gussesen
08
o=
§ Non-ferrite material
Ne Metalle
Dimension (mm
Abmessu(n ) PCD
Insert Shape 9
) Type
Schneid —
plattenform Typ 9
L I.C S d r [m)
O
>_
CCMW060202 6.4 6.35 2.38 2.8 0.2 o)
CCMW060204 6.4 6.35 2.38 2.8 0.4 o
‘ ) CCMWO09T304 9.7 9.525 3.97 4.4 0.4
b CCMW09T308 97 9.525 3.97 4.4 0.8
CCMW120404 12.9 12.7 4.76 5.56 0.4
CCMW120408 12.9 12.7 4.76 5.56 0.8
Tool Holder - Klemmhalter
SCACR/L SCLCR/L SCLCRI/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
Page - Seite A208 A209 A246 A261 A262




Continuous cutting

Vollschnitt

Continuous and interrupted cutting

Turning

- Drehen
PEEN & [Peb hsars = PeEN & [Reh W

Interrupted cutting

69 Voll und leicht schnitt unterbrochner Schnitt % Stark unterbrochner Schnitt

/ Hardened material
s [ o oo
% Casti
82 m Gusssisen
[CR)
S
g Non;\;zr;'\i';gtg;z‘terial O
Dl'r:snsmn (mm) PCD
Insert Shape T eSSy
. ype
Schneid =~
plattenform Typ g
L I.C S d r o
(@]
>_
DCMT070202 7.8 6.35 2.38 2.8 0.2 o
DCMTO070204 7.8 6.35 2.38 2.8 0.4 o)
DCMT11T302 11.6 9.525 3.97 44 0.2 o
DCMT11T304 11.6 9.525 3.97 4.4 0.4 o
DCMT11T308 11.6 9.525 3.97 4.4 0.8 [e)
Tool Holder -Klemmbhalter
SDACR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:62°30' Kr:107°30' Kr:93° Kr:85°
Page - Seite A210 A211 A212 A248 A249 A250

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock / ab Lager

O On demand / auf Anfrage

A143
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General Turning




Turning

- Drehen
PEEN & P [sars = REEN & PeD WP

Continuous cutting

Vollschnitt

Continuous and interrupted cutting
63 Voll und leicht schnitt unterbrochner Schnitt

Interrupted cutting
Stark unterbrochner Schnitt

(@]
C
=)
5=
(0]
o]
—
©
(0]
QO
e
(0]
—
a
(0]
£
(0]
£
(0]
2
<

General Turning

@ Ex Stock / ab Lager

O On demand / auf Anfrage

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

Hardened material
s [0  doenedmeers,
3 Cast i
82 m Guizelirs%r}v
(PRO)
'gg
2 Non-ferrite material
Ne Metalle
D|nA1§nS|on (mm) PCD
Insert Shape T messung
Schneid ype —
plattenform Typ g
L I.C S d r m)
(@]
>
DCMWO070202 7.8 6.35 2.38 2.8 0.2 fe)
DCMWO070204 7.8 6.35 2.38 2.8 0.4 fe)
DCMW070208 7.8 6.35 2.38 2.8 0.8
L) /
DCMW11T302 11.6 9.525 3.97 44 0.2
DCMW11T304 11.6 9.525 3.97 4.4 0.4
DCMW11T308 11.6 9.525 3.97 44 0.8
Tool Holder - Klemmhalter
SDACR/L SDJCR/L SDNCN SDQCR/L SDUCR/L
Kr:90° Kr:93° Kr:62°30' Kr:107°30' Kr:93°
Page -Seite A210 A211 A212 A248 A249




Turning : Drehen

RCBNIRIRPEDIInsertsEPCBNISIRCDAWSE

Continuous cutting

Vollschnitt

Continuous and interrupted cutting
63 Voll und leicht schnitt unterbrochner Schnitt

o

Interrupted cutting
Stark unterbrochner Schnitt

H)

Hardened material

E Gehértete Werkstoff
Lo
5 Casti
s ast iron
8L m Gusseisen
(CRO)
'gg
§ Non’—\f’grlr\i}zt‘gwlgterial O
Dimension (mm)
PCD
Insert Shape e Abmessung
Schneid 1}; ‘;) S
lattenf
patientorm L 1.C S d r s
(@)
>
TCMT110204 1 6.35 2.38 2.8 0.4 o
TCMT16T304 16.5 9.525 3.97 4.4 0.4 o
TCMT16T308 16.5 9.525 3.97 4.4 0.8 o
Tool Holder - Klemmhalter
STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:91° Kr:91° Kr:60° Kr:90°
Page - Seite  A220 A220 A221 A222 A252

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock / ab Lager

O On demand / auf Anfrage
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General Turning




Turning

- Drehen
PEEN & P [sars = REEN & PeD WP

O Continuous cutting
Vollschnitt

Continuous and interrupted cutting
69 Voll und leicht schnitt unterbrochner Schn

Interrupted cutting
Stark unterbrochner Schnitt

Hardened material
Gehartete Werkstoff
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General Turning

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock / ab Lager

A146

O On demand / auf Anfrage

s
5 Casti
§"EA m Guiielir;:-r;r
od l g_g
= 2 Non-ferrite material
7 = "Ne Metalle
Dlzsnsmn (mm) PCD
Insert Shape T messung
Schneid e —
plattenform Typ i}'
L I.C S d r @)
O
>-
TCMW110208 1 6.35 2.38 2.8 0.8 o
(= TCMW16T304 16.5 9.525 3.97 44 0.4 o
S TCMW16T308 16.5 9.525 3.97 44 08
Tool Holder -Klemmhalter
STACR/L STFCR/L STGCR/L STTCRI/L STFCR/L
Kr:90° Kr:91° Kr:91° Kr:60° Kr:90°
Page - Seite  A220 A220 A221 A222 A252




Turning : Drehen
[PEEN & [Pe [sers = [PEEN & [PeD WS

Continuous cutting
Vollschnitt

Continuous and interrupted cutting %% Interrupted cutting
69 Voll und leicht schnitt unterbrochner Schnitt Stark unterbrochner Schnitt

/ Hardened material
s m Gehértete Werkstoff
i Cast iron
%% m Gusseisen
S
° Non-ferrite material
= Ne Metalle O
Dimension (mm
i (mm) PCD o
Insert Shape Type (mEEting S
Schneid o S %
plattenform L ILC s d . g o]
g 3
= o]
VBMT160404 16.6 9.525 476 44 0.4 o G
—_—
c
' & VBMT160408 16.6 9.525 4.76 4.4 0.8 ) 5 %
=
4 < ©
=
c ()
o2
Tool Holder -Klemmhalter O<
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
®
Page - Seite A213 A214 A215 A255 A256
Continuous cutting
Vollschnitt
Continuous and interrupted cutting Interrupted cutting
Voll und leicht schnitt unterbrochner Schnitt Stark unterbrochner Schnitt
/ Hardened material
s m Gehértete Werkstoff
= Cast iron
8L m Gusseisen
OO
=
e Non-ferrite material
e Ne Metalle O
Dierser (o
Insert shape Type i)
Schneid Y =
plattenform Typ @
L I.C S d r @]
(@)
>_
VBMW160404 16.6 9.525 4.76 4.4 0.4 )
< (= ; VBMW160408 16.6 9.525 4.76 4.4 0.8 )

Tool Holder - Klemmbhalter

SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°

)
Page - Seite A213 A214 A215 A255 A256

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock/ abLager O Ondemand / auf Anfrage

A147
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General Turning

Turning

- Drehen
PEEN & P [sars = REEN & PeD WP

Continuous cutting

Vollschnitt

Continuous and interrupted cutting
63 Voll und leicht schnitt unterbrochner Schnitt

Interrupted cutting
Stark unterbrochner Schnitt

Hardened material
s m Gehértete Werkstoff
5 Cast i
82 m Guizelifs%r;r
[RY
'gi
§ Non-ferrite material
Ne Metalle
Dimension (mm
Abmessu(ng ) .
Insert Shape T
. ype
Schneid =
plattenform Typ S
L I.C S d r o
(@]
>
VCMT160404 16.6 9.525 4.76 4.4 04 o
\& VCMT160408 16.6 9.525 4.76 4.4 0.8 o
Tool Holder -Klemmhalter
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
@, @
Page - Seite A213 A214 A215 A255 A256

Continuous cutting

Vollschnitt

Continuous and interrupted cutting
63 Voll und leicht schnitt unterbrochner Schnitt

Interrupted cutting
Stark unterbrochner Schnitt

Hardened material
Gehartete Werkstoff

K]

Cast iron
Gusseisen

Workpiece Material
Werkstoffe

Non-ferrite material

Ne Metalle

Dimension (mm)

Ab PCD
Insert Shape T e
. ype =
Schneid Typ =
plattenform L I.C S d F E
(@)
>
VCMW160404 16.6 9.525 4.76 4.4 0.4 o
< (= y VCMW160408 16.6 9.525 4.76 4.4 0.8 o
Tool Holder -Klemmbhalter
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
@, @
Page - Seite  A213 A214 A215 A255 A256

Further insert size, edge preperation, special inserts and grade on demand possible.
Weitere Gré3en, Fasenausfiihrungen, Sonderplatten und Sondersorten auf Aufrage méglich.

@ Ex Stock / ab Lager

A148

O On demand / auf Anfrage
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General Turning

A150

Turning

- Drehen
CeramiclinserntsiCodelKeyllISOlKennzeichnungffiiKeramikschneidplatten!

Insert Shape Tolerance
Schneidplattenform Toleranzklasse
b )R < A
m
A B c N
gl.c S
‘E <:> Tolerence . Tolerence q
Tolerance Thickness S Tolerence Thickness S
D E H Code | 7 joranzkiasse Toleragnlzgasse Dicke Code | To/eranzkiasse Toleraglzlgzasse Dicke
55° 86° A +0.005 +0.025 +0.025 J +0.005 +0.05-+0.13| +0.025
K L M F +0.005 +0.013 +0.025 K +0.013 +0.05-+0.13| +0.025
Q /\ C +0.013 +0.025 +0.025 L +0.025 +0.05-+0.13| +0.025
P S T H +0.013 +0.013 +0.025 M | £0.08-£0.18 |+0.05-+0.13| +0.13
500 Others +0.025 +0.025 +0.025 N | +0.08-+0.18 | +0.05-+0.13| +0.025
3 Andere
v Q w G +0.025 +0.025 +0.13 U | +0.13-+0.38 | +0.08-+0.25| +0.13
T ®
Clearance angle of main cutting edge Insert type
Freiwinkel der Hauptschneide Plattentyp
Angle Angle hol Insert Secti
code Winkel code Winkel Code L§c7, rl\s:sfﬁherﬁ:;;n
~lge <lego
>65°
B Yes
¢ I= ° 15° e
i |- | e
20° 25°
<65°
w Yes
30° ~l-0° B
<65
Q Yes
Others
P 0 Andere
° Special
1 X Shezial




Cutting edge length

Turning

- Drehen
Ceramiciinsernts{Code]keyRlISOlKennzeichnunglfiidikeramikschneidplatten

Schneidenldnge (mm) Insert thickness Nose radius
insert shape Dicke (mm) Eckenradius
Diameter Plattenform code Radius (mm)
of incircle
i c D S T v w X 00 no Radius
e D Q thickness
=== é = | Dicke 02 0.2
Insert Insert
3.97 06 code thickness code thickness
5.0 Dicke Dicke 04 0.4
5.56 09
6.0 02 2.38 06 6.35 08 0.8
6.35 06 07 11 11
80 T2 2.58 T6 6.75 12 1.2
9.525 09 11 16
09 16 06 03 3.18 07 7.94 16 1.6
10.0
12.0
20 2.0
12.7 12 15 12 22 22 08 T3 3.97 09 9.52
15.875 16 15 27 24 24
16.0 15 04 4.76 T9 9.72
19.05 19 1 33 32 .
50.0 9 T4 4.96 1 11.11 32
5 ‘0 X Others
5. 25 25 Andere
5 05 5.56 12 12.70
5.4 25 Insert diameter )
31.75 WSP Durchmesser | Runde insert
30 T5 5.95 Mo (metric) Runde Platten

12104108} T§020]20

l

Profile of cutting edges
Scheidekantenausfiihrung

" Cutting Edge Shape Form
code Schneidkante Plattenform
E Honing ZZZZZZZZZ?
Verrundung
Chamfering
T Fase Wi
Chamfering
Fase
S + m
Honing
Verrundung
Sharp edges
F Scharfe Kante W

!

width of chamfer
Breite der Fase

s, 0

010 0.10 040 0.40
015 0.15 045 0.45
020 0.20 050 0.50
025 0.25 100 1.00
030 0.30 200 2.00
035 0.35

angle of chamfer

Winkel der Fase
t
N
05 5°
10 10°
15 15°
20 20°
25 25°
30 30°

A151
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General Turning




Turning

- Drehen
(CeramiclinsertsEIKeramik@W.S P

Ideal Machining Condition
Gute Bearbeitungsbedingungen

Normal Machining Condition
Normale Bearbeitungsbedingungen

Unfavorable Machining Condition
Unglinstige Bearbeitungsbedingungen
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General Turning

@ Ex Stock / ab Lager

O On demand / auf Anfrage

© Steel
P Stanl
T
=S
g
ég Cast iron
§ m Gusseisen . *
Dimension (mm) Grade
Insert Shape Abmessung Sorte
) Type
Schneid
plattenform Typ ] 5] 5]
L I.C S d r =] e S
< =z b4
[®) o o
CNGA120404T02020 12.9 12.7 4.76 5.16 0.4 °
CNGA120408T02020 12.9 12.7 4.76 5.16 0.8 o °
CNGA120412T02020 12.9 12.7 4.76 5.16 1.2 °
’ CNGA120412T03020 12.9 12.7 4.76 5.16 1.2 o
CNGA160608T02020 16.1 15.875 6.35 6.35 0.8 )
CNGA160612T02020 16.1 15.875 6.35 6.35 1.2 )
CNGA160616T02020 16.1 15.875 6.35 6.35 1.6 °
Tool Holder - Klemmhalter
DCLNR/L PCBNR/L PCLNR/L PCLNR/L
Page - Seite A173 A180 A181 A238




Turning

O Ideal Machining Condition
Gute Bearbeitungsbedingungen

- Drehen
Caremiie sers = [Kermik WSP

63 Normal Machining Condition % Unfavorable Machining Condition
Normale Bearbeitungsbedingungen Ungiinstige Bearbeitungsbedingungen
/ OO © Steel
FIC %@ Stahl .
=2
g2
5 Cast iron
r = Gusseisen . . * *
Dimension (mm) Grade
Insert Shape Tvoe Abmessung Sorte
Schneid T);/ % S o o
S o
plattenform L e s P ‘8 S S
< 4 z
O (@] (@]
CNGN120404T02020 12.9 12.7 4.76 0.4 o o o
CNGN120408T02020 12.9 12.7 4.76 0.8 ° ° [
CNGN120412T02020 12.9 12.7 4.76 1.2 ° o (]
CNGN120708T02020 12.9 12.7 7.94 0.8 o o )
CNGN120712T02020 12.9 12.7 7.94 1.2 [ ] [ ] o
CNGN120716T02020 12.9 12.7 7.94 1.6 o [ ] o
CNGN160408T02020 16.1 15.875 4.76 0.8 ¢}
CNGN160412T02020 16.1 15.875 4.76 1.2 o o o
CNGN160416T02020 16.1 15.875 4.76 1.6 o o o
CNGN160612T02020 16.1 15.875 6.35 1.2 o o
CNGN160616T02020 16.1 15.875 6.35 1.6 o o o

Tool Holder - Klemmbhalter

CCLNR/L
Kr:95°

Page - Seite A227

@ Ex Stock /ab Lager

O On demand / auf Anfrage

A153
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General Turning




Turning

- Drehen
(CeramiclinsertsEIKeramik@W.S P

O Ideal Machining Condition

Gute Bearbeitungsbedingungen

Normal Machining Condition

% Normale Bearbeitungsbedingungen

Unfavorable Machining Condition
Ungiinstige Bearbeitungsbedingungen
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General Turning

@ Ex Stock / ab Lager

A154

O On demand / auf Anfrage

< Steel
2o ﬂ Stahl
=8
8L
§§ Cast iron
‘;J m Gusseisen
Dimension (mm)
Insert Shape T Abmessung
) ype
Schneid Typ S o -
S S
plattenform L I.C s d P § 3 e
< z z
O (@] O
CNGX120712T02020 129 12.7 7.94 - 1.2 [}
s CNGX120716T02020 129 12.7 7.94 - 1.6 [ ]
Tool Holder - Klemmhalter
JCLNR/L
Kr:95°
Page ‘ Seite A231
O Ideal Machining Condition
Gute Bearbeitungsbedingungen
83 Normal Machining Condition Unfavorable Machining Condition
Normale Bearbeitungsbedingungen Ungiinstige Bearbeitungsbedingungen
5° kS Steel
‘ =
1C — §% ﬁ Stahl
(O -1 i
Qo
= Cast iron
r. L ;o m Gusselisen
Dimension (mm)
Insert Shape T Abmessung
3 ype
Schneid Typ o o =
plattenform L Ic s d . § ‘8 §
< z z
O (@) @)
DNGA150604T02020 155 12.7 6.35 5.16 0.4 [}

a DNGA150608T02020 155 12.7 6.35 5.16 0.8 )
DNGA150612T02020 155 12.7 6.35 5.16 1.2 e}
DNGA150616T02020 155 12.7 6.35 5.16 1.6

Tool Holder - Klemmhalter

DDJNR/L PDJNR/L PDNNR/L PDSNR/L PDUNR/L
Kr:93° KV Kr:63° — Kr:62°30' ‘ Kr:93°
Page - Seite A174 A182 A183 A240 A241




Turning

O Ideal Machining Condition
Gute Bearbeitungsbedingungen

Normal Machining Condition

- Drehen
Caremiie sers = [Kermik WSP

69 % Unfavorable Machining Condition
Normale Bearbeitungsbedingungen Ungiinstige Bearbeitungsbedingungen

4 5 T Steel
agIcC Y % e ﬂ Stahl .
=2
290
%g Cast iron
r -— = Gusseisen . . * *
Dimension (mm) Grade
Insert Shape - Abmessung Sorte
. ype
Schneid T S o -
plattenform yp L I.C s d P S b= S
° - - ]
B 5 5
DNGN150408T02020 15.5 12.7 4.76 - 0.8 o
DNGN150412T02020 15.5 12.7 4.76 - 1.2 o
DNGN150704T02020 15.5 12.7 7.94 - 0.4 o o o
DNGN150708T02020 15.5 12.7 7.94 - 0.8 ) o o
DNGN150712T02020 15.5 12.7 7.94 - 1.2 (e} o o
DNGN150716T02020 155 12.7 7.94 - 1.6 o
Tool Holder - Klemmhalter
CDJNR/L
Kr:93°
Page - Seite A228
O Ideal Machining Condition
Gute Bearbeitungsbedingungen
89 Normal Machining Condition * Unfavorable Machining Condition
Normale Bearbeitungsbedingungen Unglinstige Bearbeitungsbedingungen
© Steel
% e ﬂ Stahl .
=9
g2
QL0
% = m Cast iron
= Gusseisen . . ‘ *
Dimension (mm) Grade
Insert Shape — Abmessung Sorte
. ype
Schneid T S o -
plattenform yp L I.C s d P S b= S
o - - ]
R 5 5
DNGX150712T02020 15.5 12.7 7.94 - 1.2 o
\ DNGX150716T02020 15.5 12.7 7.94 - 1.6 °

Tool Holder - Klemmhalter

JDJNRI/L
Kr:93°

Page - Seite  A231

@ Ex Stock /ab Lager

O On demand / auf Anfrage
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General Turning




General Turning
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Turning : Drehen

Carrmie MSaRs = [Karmis WSR2

O Ideal Machining Condition
Gute Bearbeitungsbedingungen

g} Normal Machining Condition
Normale Bearbeitungsbedingungen

o

Unfavorable Machining Condition

Ungiinstige Bearbeitungsbedingungen

/ a0’ T Steel
oc FEST [ . @ = ®
~Js \ gié
od
b, % S st
N | i ast iron
r [ ? ;o m Gusseisen . . * *
Dimension (mm) Grade
Insert Shape Type Abmessung Sorte
Schneid
lattenform Typ S 5] 3
P L I.C S d r S =) S
< =z z
(&) &) (&)
SNGA120404T02020 12.7 12.7 4.76 5.16 0.4 o
. SNGA120408T02020 12.7 12.7 4.76 5.16 0.8 °
SNGA120412T02020 12.7 12.7 4.76 5.16 1.2 °
- SNGA120412T03020 12.7 12.7 4.76 5.16 1.2 o
SNGA120416T02020 12.7 12.7 4.76 5.16 1.6 o
SNGA120416T03020 12.7 12.7 4.76 5.16 1.6 o
Tool Holder - Klemmbhalter
DSBNRI/L PSBNR/L PSDNN PSKNR/L PSSNR/L PSKNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75°
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O Ideal Machining Condition

Gute Bearbeitungsbedingungen

Normal Machining Condition
Normale Bearbeitungsbedingungen

&

Unfavorable Machining Condition
Ungiinstige Bearbeitungsbedingungen

= Steel
A P I J
T
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%g m Cast iron
= Gusseisen . . * *
Dimension (mm) Grade
Insert Shape — Abmessung Sorte
Schneid bES o o o
L g g 8
plattenform L Ic s d r 2 S 8
o O (&)
SNGX120708T02020 12.7 12.7 7.94 - 0.8 o
SNGX120712T02020 12.7 12.7 7.94 - 1.2 o
SNGX120716T02020 12.7 12.7 7.94 - 1.6 °

Tool Holder - Klemmbhalter

JSDNN
Kr:45°
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O Ideal Machining Condition
Gute Bearbeitungsbedingungen

$ Normal Machining Condition
Normale Bearbeitungsbedingungen

Turning
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Unfavorable Machining Condition
Ungiinstige Bearbeitungsbedingungen

© Steel
S P @
o
=2
8%
éé) Cast iron
;0 m Gusseisen . . * *
Dimension (mm) Grade
Insert Shape Abmessung Sorte
Schneid Type
plattenform Typ S 3 =
L I.C S d r S =) S
< z =z
O &) (&)
SNGN090308T01020 9.525 9.525 3.18 - 0.8 o
SNGN090312T01020 9.525 9.525 3.18 - 1.2 e}
SNGN120404T02020 12.7 12.7 4.76 - 0.4 ¢}
SNGN120408T02020 12.7 12.7 4.76 - 0.8 ° ° o
SNGN120412T02020 12.7 12.7 4.76 - 1.2 ° ° °
SNGN120412T03020 12.7 127 4.76 - 1.2 o
SNGN120416T02020 12.7 12.7 4.76 - 1.6 (¢} e} o
SNGN120704T02020 12.7 12.7 7.94 - 0.4 °
SNGN120708T02020 12.7 12.7 7.94 - 0.8 o) ¢} °
_ SNGN120712T02020 12.7 12.7 7.94 - 1.2 ° ° o
SNGN120716T02020 12.7 12.7 7.94 - 1.6 ° °
SNGN150708T02020 15.875 15.875 7.94 - 0.8 o
SNGN150712T02020 15.875 15.875 7.94 - 1.2 ° ) [¢)
SNGN150716T02020 15.875 15.875 7.94 - 1.6 [} (e} O
SNGN190708T03020 19.05 19.05 7.94 - 0.8 o
SNGN190712T03020 19.05 19.05 7.94 - 1.2 o
SNGN190716T03020 19.05 19.05 7.94 - 1.6 ¢}
SNGN190724T03020 19.05 19.05 7.94 - 2.4 ¢}
SNGN191024T04020 19.05 19.05 10.05 - 2.4 o
SNGN251024T10015 254 254 10.05 - 2.4 o

Tool Holder - Klemmhalter

CSRNR/L
Kr:75°
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General Turning




Turning
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O Ideal Machining Condition
Gute Bearbeitungsbedingungen

Normal Machining Condition
Normale Bearbeitungsbedingungen

Unfavorable Machining Condition
Ungiinstige Bearbeitungsbedingungen

Workpiece Material
Werkstoffe
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General Turning

@ Ex Stock / ab Lager

O On demand / auf Anfrage

od
[ X
Dimension (mm) Grade
Insert Shape Abmessung Sorte
. Type
Schneid Typ o . o
o o
plattenform L Ic s ‘8 g 8
< z b4
O o (&)
TNGA160404T01020 16.50 9.525 4.76 °
TNGA160408T02020 16.50 9.525 4.76 °
. TNGA160412T02020 16.50 9.525 4.76 °
- TNGA220408T02020 22.00 12.7 4.76 o
TNGA220412T02020 22.00 12.7 4.76 e}
TNGA220416T02020 22.00 12.7 4.76 [¢)
TNGA220416T03020 22.00 12.7 4.76 o
Tool Holder - Klemmbhalter
DTGNR/L PTFNR/L PTTNR/L
Kr:91° Kr:90° Kr:60°
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Turning

O Ideal Machining Condition
Gute Bearbeitungsbedingungen

- Drehen
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6\3 Normal Machining Condition %\‘% Unfavorable Machining Condition

Normale Bearbeitungsbedingungen

Ungiinstige Bearbeitungsbedingungen

S IS Steel
= [P ®
o=
=9
g
29
'%g Cast iron
§ m Gusseisen . . ‘ *
Dimension (mm) Grade
Insert Shape Abmessung Sorte
. Type
Schneid
plattenform Typ S S 3
L I.C S d r 2 = I
< z =z
(&) o (&)
TNGN160404T02020 16.50 9.525 4.76 - 0.4 ° ¢} o
TNGN160408T02020 16.50 9.525 4.76 - 0.8 ° ¢} (¢
TNGN160412T02020 16.50 9.525 4.76 - 1.2 ° ¢} °
TNGN160708T02020 16.50 9.525 7.94 - 0.8 ° ° °
TNGN160712T02020 16.50 9.525 7.94 - 1.2 ) ) )
TNGN160716T02020 16.50 9.525 7.94 - 1.6 )
TNGN220408T02020 22.00 12.7 4.76 - 0.8 o o) o
TNGN220412T02020 22.00 12.7 4.76 - 1.2 o) ¢} o
TNGN220416T02020 22.00 12.7 4.76 - 1.6 o) ¢} o
TNGN220712T02020 22.00 12.7 7.94 - 1.2 e}
TNGN220716T02020 22.00 12.7 7.94 - 1.6 ¢}

Tool Holder - Klemmhalter

CTJNR/L
Kr:93°
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General Turning
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Turning

O Ideal Machining Condition
Gute Bearbeitungsbedingungen

SB Normal Machining Condition

Normale Bearbeitungsbedingungen

%% Unfavorable Machining Condition
Ungiinstige Bearbeitungsbedingungen

© Steel
IR = @
[
=g
8L
§§ Cast iron
;0 B Gusseisen . . * *
Dimension (mm) Grade
Insert Shape Abmessung Sorte
) Type
Schneid T - o -
plattenform yp L I.C S d 7 S S §
< z =
(@] (@] (@)
WNGA080408T02020 8.69 12.7 4.76 5.16 0.8 °
WNGA080412T02020 8.69 12.7 4.76 5.16 1.2 °
-
l WNGA080416T02020 8.69 12.7 4.76 5.16 1.6 )
Tool Holder - Klemmhalter
DWLNR/L PWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95°
°
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O Ideal Machining Condition
Gute Bearbeitungsbedingungen
69 Normal Machining Condition % Unfavorable Machining Condition
Normale Bearbeitungsbedingungen Unglinstige Bearbeitungsbedingungen
| S = ﬂ Steel
8o Stahl .
o
=RS)
N - g
m ég Cast iron
§ m Gusseisen . . * *
Dimension (mm) Grade
Insert Shape Abmessung Sorte
; Type
Schneid Typ o o o
S S
plattenform L I.C s d r S =] S
< =z z
(@) (&) O
RNGN090400T02020 --- 9.53 4.76 o
RNGN120400T02020 - 12.7 4.76 - - o (¢] [ ]
RNGN120700T02020 ~—- 12.7 7.94 - - [ ] (¢] [ ]
v RNGN150700T02020 - 15.875 7.94 ° o
RNGN190700T03020 - 19.05 7.94 o o [
RNGN251000T05020 --- 25.40 10.05 o o

Tool Holder Klemmbhalter

CRDNN
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