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Turning : Drehen
fiurning|InsertsiOVenview WSPIibersicht

Carbide and Cermet Inserts - Hartmetall- und Cermet-WSP

Finishing - Schlichten

T v &) &7

CNMG-DF CNMG-SF CNMG-EF CNEG-NF/\ DNMG-DF DNMG-FM DNMG-SF DNMG-EF DNEG-NF
09,12 09,12 09,12 12 1,15 15 11,15 11,15 15 Edge length -

Kantenlange
A46 A46 A46 A47 A53 A54 A53 A54 A54 Page-
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SNMG-DF  SNMG-EF  SNMG-SF_/\ TNMG-DF  TNMG-FM __ TNMG-SF__ TNMG-EF
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Medium Cutting - Mittlere Bearbeitung

16 16 16 06,08 06,08 06,08 08 Ragelenoth:
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CNMG-PM CNMG-DM CNMG-EM CNMG-NM CNMG

{QE 8B =

Edge length -
09,12,16,19 09,12,16,19 12,16 12 12,16,19 Kagtenléﬁge
A47 A48 A48 A49 A51 g:ﬁ: ’
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DNMG-PM  DNMG-DM  DNMG-EM  DNMG-NM DNMG

T2 T

Edge length -
11,15 11,15 11,15 15 15,19 Rage oot
A54-A55 A55 A56 A56 A58 Page-
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Edge length -
09,12,15,19  09,12,15,19 12,15 12 09,12,15,19,25 Kantenlinge
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A4



Turning.: D ehen
ilurning|insertsiOVenviewaWSPlijbersicht

Medium Cutting - Mittlere Bearbeitung
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Edge length -
Kantenlange
Page -

Seite
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Medium to Rough Cutting - Mittlere bis Schruppbearbeitung
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Roughing - Schruppen

5 8o &8 E

A

TNMG-ER

Roughing - Schruppen

16,22
AT1

Side Negative Inserts

Einseitige
Negative Platten

Single

Edge length -
Kantenlange
Page -
Seite
DNMM-HDR
15 Edge length -
Kantenlange
A58 Page -
Seite
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Turning Inserts Overview - WSP Ubersicht

A6

Side Negative Inserts
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Einseitige
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Turning : Drehen

flurninglinsertsiOvenviewWSRlilbersicht

Negative Platten

Spezielle Drehplatten
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Roughing - Schruppen
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SNMM-DR SNMM-ER SNMM-HDR SNMM TNMM-DR TNMM-HDR TNMM
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Roughing - Schruppen
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Fine Finishing - Feinstbearbeitung

{CCGT-SF DCGT-SF TCGT-SF

< << 6

VCGT-SF VBGT-SF CPGT-SF DPGT-SF TPGT-SF
06,09 07,11 06,09,11 11,16 1" 06,09 07,11 09,11
A84 A88 A98 A106 A108 A87 A91 A103
{ TBGH-L TPGH-L
06 09,11
A97 A103
Finishing - Schlichten
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CCMT-HF CCMT-EF CPGT DCMT-HF DCMT-EF SCMT-HF SCMT-EF TCMT-HF
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Medium Cutting - Mittlere Bearbeitung
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Turning : Drehen
ilurning|insertsiOVenviewaWSPlijbersicht

Roughing - Schruppen

pl—
CCMT-HR DCMT-HR SCMT-HR TCMT-HR VBMT-HR
Edge length -
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Flat Inserts - WSP ohne Spanbrecher
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Aluminium machining - Aluminiumbearbeitung

C
(0]
g
kS
[oN
°
(0]
C
c
[&]
(%)
(0]
©
C
2
(0]
2
5=
©
(7]
o
o

(2]

= " - .

& &7 @ o <

e

= CCGX-LH DCGX-LH RCGX-LH SCGX-LH TCGX-LH VCGX-LH

nC_> 06,09,12 07,11 08 09,12 09,11,16 11,16,22 Eggtee'rﬁggtghe‘
A86 A90 A92 A95 A101 A107 Page

Special Inserts - Spezielle Wendeschneidplatten
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Turning Inserts Overview - WSP Ubersicht



Turning : Drehen
flunning|InserisiOvenviewAWSPlibersicht

PCBN & PCD
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Ceramic Inserts - Keramik Wendeschneidplatten
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Turning : Drehen
ilurning|insertsiOVenviewaWSPlijbersicht

Parting and grooving - Ab- und Einstechen

Little Squirrel Series - zuséatzliche Wendeschneidplatten

VN NA S

\ ZPD-MG ZPOD-MG ZP[S-MG ZTOD-MG ZTBD-MG ZTOS-MG ZTOD-EG
2.5,3,4,5,6 253 25,3456 2.5,3,4,5,6 2 5,6 1-2.4 Width - Breite
A261 A262 A261 A263 A262 A263 A263 Page - Seite
ZTOD-EG ZIMF-NM ZR[OID-MG ZROD-EG ZIGQ-NM ZROD-LH
2.4-6.5 3,4,5,6 2.5,3,4,5,6 3,4,5,6 3,4,5,6 6,8 Width - Breite
A263 A265 A264 A264 A266 A266 Page - Seite

Complementary Inserts - ergédnzende Stechplatten

s @ w’

154.3 ZQMX-1E ZSMOR/L
1.1,1.3,1.6,1.85,2.15,3.15 3.125,4.125,5.125,6.4,7.05 1.1,1.3,1.6,1.85,2.15,2.65,5,5.15 Width - Breite
A267 A267 A268 Page - Seite
Threading Insert - Gewindeplatten
4 ISO metric Partcial-Profile 60°-55° Whitworth
ISO metrisch Teil-Profil 60°-55° Rohrgewinde
(R - 'Q; fﬂl - . -
External thread Internal thread External thread Internal thread External thread Internal thread
\_AuRengewinde Innengewinde Auflengewinde Innengewinde Aulengewinde Innengewinde
1~6 1~6 0.5~5 0.5~5 8~16 8~16 Pitch- Steigung
A296 A297 A298 A298 A299 A299 Page- Seite
/ - ] BSPT Britain Standard NPT American Standard \
UN .Unlfled Conventional Thregd Taper Pipe Thread Amerikanisches
Gewindeform UN 60°amerikanisch Rohrgewinde fiir Dampf-, Gas-, & kegeliges Rohrgewinde
Wasserleitungen

L a & a2 48

External Threads Internal Threads  External Threads Internal Threads External Threads Internal Threads

\AuRengewinde Innengewinde  AuBengewinde  Innengewinde AufRengewinde Innengewinde /
8~20 8~20 11~28 11~28 8~27 8~27 Pitch- Steigung
A300 A300 A301 A301 A302 A302 Page: Seite

lllustration Shows the right hand type- Die lllustration zeigt die Rechtsausfiihrung.
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Turning : Drehen

loolholdeOyenviewadhialtegzum! Ubersicht

External Turning Holder - Halter zur AuBenbearbeitung

m P-type Clamping (lever) - P Halter (Kniehebel)

PCBNR/L PCLNR/L PDJNR/L - PDNNR/L I PSBNR/L PSDNN PSKNR/L
93° 63°

\
\

Angle-
Winkel 75° 95° 75° 45° 75°
Fage: 158 A159 A160 A161 A162 A163 A164
PSSNRIL PTFNRIL PTTNRIL I PTGNRIL I PWLNRIL I
-
ange 45° 90° 60° 90° 95°
Page-
sate’ A165 A166 A167 A168 A169

m  M-type Clamping (clamping finger) - M Halter (Pratze)

MCBNR/L MCLNR/L I MDJNR/L I MDPNN MSBNR/L MSRNR/L MSKNR/L
p -
95° 93°

Angle-

\

-

Winkel  75° 62°30" 75° 75° 75°
Rage: 170 A171 A172 A173 A174 A175 A176

MTGNR/L MTJNR/L MTFNR/L MVJINR/L MWLNR/L

Angle-

Winkel 45° 90° 93° 90° 72°30' 93° 95°
Rage: a177 A178 A179 A180 A181 A182 A183
MRGNR/L MRDNN

Angle-
Winkel

Fage” A184 A184

m  S-type Clamping (screw) - S Halter (Schraube)

SCACR/L SCLCR/L SDACRI/L SDJCRI/L SVJBRI/L SVABR/L

\

e, 90° 95° 90° 93° 62°30' 93° 90°
g:g:‘ A185 A186 A187 A188 A189 A190 A191

SVVCN SVJCR/L SSBCRI/L SSDCN SSKCRI/L SSSCRI/L

(7))
<
<
w
z

Angle-

Winkel 72°30" 72°30° 93° 75° 45° 75° 45°
ggﬁ:' A192 A193 A194 A195 A195 A196 A196



Turning.: D
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rehen

= S-type Clamping (screw) -

STACRI/L ' STFCR/L '

Angle-
Winkel 90°

Page:
seite  A197 A197

S Halter (Schraube)

STGCR/L ' STTCR/L I SWACR/L ' SRDCN I

91°
A198 A199 A200 A201

m C-type Clamping (clamping finger) - M Halter (Pratze)

CKJNRI/L ' CKNNRI/L I

Angle-

Winkel 93°
Fage  A203 A203

= Tool holder for ceramic inserts - Halter flir Keramikplatten

CCLNR/L CTJINR/L

CTUNR/L CDJNR/L ' CSRNR/L I CSKNR/L I

Angle- B o
Winkel 95 93
Page-

some A204 A204
CRDNN JCLNRIL

Winer 45° 95°

Page-
Sate A207 A208

93°
A205 A205 A206 A206
JDJNR/L JSDNN
93° 45°
A208 A209

SRGCRI/L

A202

CSDNN

45°
A207
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Turning : Drehen
ilunninghToolsiOvenviewaHalteizumiBrehenjilbersicht!

r Interal Machining - Halter zur Innenbearbeitung

m  P-type Clamping (lever) - P Halter (Kniehebel)

PCLNR/L I PDSNR/L I PDUNR/L i PSKNR/L PTFNR/L PWLNR/L
93° 75°

Angle-

Winkel 95° 62°30" 20° 05°
Fage' 216 A218 A219 A221 A222 A223

= S-type Clamping (screw) - S Halter (Schraube)

SCLCR/L SDQCR/L SDUCR/L SDZCRI/L SSKCRI/L STFCR/L SVQCR/L

Wik 95° 107°30° 93° 85° 75° 90° 107°30
Fage' 224 A226 A227 A228 A229 A230 A231
SVUCRI/L SVQBRIL SVUBRIL SCLPRI/L SDQPRIL SDUPR/L STUPRIL

Q?ﬁfg. 93° 107°30' 93° 95° 107°30' 93° 93°
Fage a232 A233 A234 A235 A236 A237 A238
SCFCR SCLCR

Angle-

winkel 90° 95°
P .
sate’ A239 A240

m Carbide boring bars - Hartmetallbohrstangen

SCLPR/L SDQPR/L SDUPRI/L STUPR/L SVQCRI/L SVUCRI/L

Angle-

Wikl 95° 107°30' 93° 93° 107°30' 93°
Fage:  n242 A243 A244 A245 A247 A248



Turning : Drehen

Triing Teeks Overviaw = feler @i Prehen Ubersisit

Tool Holder for Parting & Grooving - Halter zum Ab- und Einstechen

QE**R/L ' QEBDR/L ' QECDR/L - QX*DR/L ' QE*SR/L '
A273

A272 A271 A273 A274
QF**R/L RR/LL I QF*DRI/L I C**-Q*DR/L I C16M-QBDR/L i C40X-Q*DR/L =
A278-A281 A282-A283 A284 A271 A284
QZS**R/L ' QT**R/L '
A287 A288

Tool Holder for Threading - Halter fiir Gewindebearbeitung

SWRI/L SNRI/L

A304 A305

QE*S**N Qzs*
A275 A275
QZQ**R/L ' C**QZSR
A286 A287
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ISO Turning Inserts Chip breaker Description
ISO WSP Spanbrecherbeschreibung

ISO Turning Chip breaker application Guide
ISO Spanbrecher nach Anwendungsbereichen

ISO Turning Grades application Guide
ISO Sorten nach Anwendungsbereichen

ISO Turning Inserts
ISO Wendeschneidplatten

ISO indexable inserts code key
ISO Kennzeichnung fiir Schneidplatten

Metric and Britain System Comparison List Of General Turning Insert
Vergleich Metrisch-Britisch WSP Code

Carbide, Cermet Inserts
Hartmetall, Cermet WSP

Negative Inserts Carbide and Ceramic
Negative Wendeschneidplatten Hartmetall und Keramik

Positive Inserts Carbide and Ceramic
Positive Wendeschneidplatten Hartmetall und Keramik

PCBN & PCD Insert Identification Table
PCBN & PKD Schneidplattenbezeichnung

PCBN & PCD ISO inserts code key
PCBN & PKD ISO Kennzeichnung fiir Schneidplatten

PCBN & PCD Insert Specificaiton List
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PCBN Grade Trouble Shooting
PCBN Sorten Problembehebung

Ceramic ISO inserts code key
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Ceramic Inserts
Keramik Wendeschneidplatten
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n Chip breaker Overview - Spanbrecher Ubersicht

Negative Inserts
Negative Wendeschneidplatten

@Em[3 | NE\N
NEU misams B ap B A <= A

Special chip breaker in combination with cermets grades. Sharp cutting edge with
excellent chip control at small depth of cut and small feed rate. Enable high surface

finishing.

Spezieller Spanbrecher in Kombination mit Cermetsorten. Mit scharfer Schneide
fir exzellenten Spanbruch bei kleinen Schnitttiefen und Vorschiiben und sehr guter
Oberflachenglite.

Em
ap-d.o.c. =0.3~2,5 (mm) Y
f=0.05~0.35(mm/r) J

Chip breaker for finishing and semi-finishing of steel and stainless steel.

: o - Y
S e, N M

Spanbrecher fiir die Schlicht- bis mittlere Bearbeitung von Stahl und rostfreiem
Stahl.

M
ap-d.o.c. =0.05~2,5(mm =
1
f=0.05~0.3 (mm/r) ” H é ¢ é
Sharp, positive cutting edge for finishing and semi-finishing of austenitic stainless

steel, soft steel, low carbon steel and heat resistant super alloy. Suitable for
continuous to light interrupted cut.
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Schlichten - Finishing

Sehr scharfe und positive Schneidkante fir die Schlicht- bis mittlere Bearbeitung
von austenitschem, rostfreien Stahl, weichem Baustahl und Stahl mit niedrigem
Kohlenstoffgehalt und warmfesten Superlegierungen.

M
ap- d.o.c. =0.1~1,5(mm)
f=0.05~0.3(mm/r)

Ground inserts with sharp and positive cutting edge. NF with grade YBG102 is best
combination for finishing of heat resistant super alloys (Ni-based, Fe-based and Co-
based alloys) Vc=40-100m/min

Geschliffene Wendeschneidplatte mit einer scharfen, positiven Schneidkante. NF in
Kombination mit der Sorte YBG102 ist die beste Losung fiir die Schlichtbearbeitung
von warmfesten Superlegierungen und exotischen Materialien (Ni-basiert, Fe-
basiert, Co-basiert) Vc=40-100m/min

A16
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Chip breaker Overview - Spanbrecher Ubersicht

Wiper

vE
®

Mittlere Bearbeitung - Semi-Finishing

DM

PM

ap- d.o.c. =0.3~2(mm) | - 3 i' ”i\"‘
f= 0.1~0.4(mm/r) [ — ey ———"

Excellent surface finishing and high feed rate due to wiper technology. For finishing
and semi-finishing of steel, stainless steel or cast iron.

Exzellente Oberflachengtite und hohe Vorschiibe durch Wipertechnologie. Geeignet
zum Schlichten bis mittlere Bearbeitung von Stahl, rostfreiem Stahl und Guss.

Em
et = = i b
ap- d.o.c. =1.5~5(mm) Lo - - N = g f:;}_\
_J«»- ==y = o

f= 0.15~0.5(mm/r)

Main chip breaker for medium machining with continuous or interrupted cut of steel
and stainless steel.

Hauptspanbrecher fur die mittlere Bearbeitung mit und ohne Schnittunterbrechung
von Stahl und rostfreiem Stahl.

- ~"z;.'_.-'} . ,-';\ - f'-v\-k
- d.o.c. =1.5~5 L e Ll Pl iy - e
ap- d.o.c (mm) ™ i
f= 0.15~0.5(mm/r)

Unisversal chip breaker with stable cutting edge. Suitable for medium machining also
with interrupted cut especially for cast iron and steel.

Universelle Spanbrecherform mit stabiler Schneidkante. Besonders geeignet fiir die
mittlere Bearbeitung von Guss und Stahl auch mit Schnittunterbrechung.

M
ap- d.o.c. = 1.5~5(mm)
f= 0.15~0.5(mm/r)

L B = A

Sharp cutting edge with positive multi-rakes. Special for the semifinishing of heat
resistant super alloys.

Scharfe Schneidkante mit positivem Multi-Spanwinkel. Besonders geeignet fir die
Bearbeitung von warmfesten Superlegierungen.

ap' d.o.c. =0.5~4.0(mm) ] g -,‘\- '
£20.1~0.5(mmir) A @ é

Sharp and stable cutting edge for semifinishing of adhesive material and austenitic
stainless steel. Suitable also for interrupted cut.

Spanbrecher mit scharfer, stabiler Scheidkante fiir die mittlere Bearbeitung
von adhasiven Materialien und austenitischem rostfreiem Stahl. Auch fir
Schnittunterbrechungen geeignet.
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Chip breaker Overview - Spanbrecher Ubersicht

Mittlere Bearbeitung - Semi-Finishing

- Roughing

m o
m y 4

Schruppen

Negative Inserts
Negative Wendeschneidplatten

-

N~
y

Z
m
(-

m
H

e
4

nl
1

i}

PIK|
- d.o.c. = 1.5~5(mm) T &
:=p 0.2—?0(.:5(mm/r) o a‘ _-/ E A —_—

Stable flat cutting egde with standard chip breaker for semifinishing of steel and cast
iron.

Stabile gerade Schneidkante mit umlaufender Spanleitstufe fir die mittlere Bearbeitung
von Stahl und Gusswerkstoffen.

double side

ap- d.o.c. = 2.0~6.5(mm)

= 0.2~0.5(mmir) e~y 5/ =N -~
E SO

single side ap- d.o.c. =3~15(mm)
f= 0.4~1.0 (mm/r)

Double side type - Doppelseitige Ausfiihrung

Positive chip breaker with strong cutting edge for light to medium rough machining of
steel and cast iron.

Positiver Spanbrecher mit stabiler Schneidkantenausflhrung fir die leichte bis mittlere
Schruppbearbeitung von Stahl und Gusswerkstoffen.

=TT r = i L | :
Single side type - Einseitige Ausfiihrung ﬂ : ; i

Positive chip breaker with strong cutting edge for light to medium rough machining of
steel and cast iron.

Positiver Spanbrecher mit stabiler Schneidkantenausfiihrung fur die leichte bis mittlere
Schruppbearbeitung von Stahl und Gusswerkstoffen.

M n ap- d.o.c.=2.5~8(mm) NE\N

double side f=0.2~0.6(mm/r)

ap- d.o.c. =2.5~20(mm) JJ-C’: g '*HL' A

f= 0.2~1.2(mm/r)

single side

Double side type - Doppelseitige Ausfiihrung

New developed chip breaker with positive geometry for low cutting force. Suitable for
roughing operation of stainless steel and steel.

Neu entwickelter positiver Spanbrecher fiir niedrige Schnittkrafte. Besonders geeignet
fur die Schruppbearbeitung von rostfreiem Stahl und Stahl.

Single side type - Einseitige Ausfiihrung

New developed chip breaker with positive geometry for low cutting force. Suitable for
roughing operation of stainless steel and steel.

Neu entwickelter positiver Spanbrecher fiir niedrige Schnittkrafte. Besonders geeignet
fur die Schruppbearbeitung von rostfreiem Stahl und Stahl.
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Chip breaker Overview - Spanbrecher Ubersicht

ap- d.o.c.= 5~15(mm)
f= 0.5~1.2(mm/r)

Chip breaker with strong cutting edge and resistent to plastic deformation for
single side inserts. Suitable for rough machining with high metal cutting rate for
steel and stainless steel application.

Spanbrecher mit stabiler Schneidkantenausfihrung mit hoher

o))
c
=
_g’ Deformationsbestandigkeit flr einseitige Wendeschneidplatten. Anwendnung fiir 'g
= die Schruppbearbeitung von Stahl und rostfreiem Stahl. &
> ()
:
o I e o
% ap- d.o.c.= 0.3~12(mm) c
= f= 0.1~0.6(mm/r) “E-’
O
() ()
Flat insert without chip breaker. Stable insert with high edge strength for roughing =
operation in cast iron materials. <
Glatte Platte ohne Spanbrecher. Mit einer stabilen Schneidkante fur die '
. o))
Schruppbearbeitung von Gusswerkstoffen. c
[
PCBN PKD =
-~ - / o ‘ - e ©
ap- d.0.c.=0.05~0.5(mm) d S GC')
£20.05~0.3(mm/r) &
(@]
8 for machining of hardened materials and cast iron (CBN).
] Special grades: for machining of non-ferrous metals (e.g. Aluminium) and non- -
z metal materials (PCD) ?_;
@) Fir die Bearbeitung von geharteten Stahlen, Gusswerkstoffen I3
Spezielle Sorten:  (CBN). Fiir die Beabeitung von NE-Metallen (z.B. Aluminium) und E
nicht-metallischen Werkstoffen (PCD) <£
2
D
KIH|P 2
S
= <
ap- d.o.c.= 0.1~3(mm) o - - P a A
= o~ =
f= 0.05~0.4(mmr) J - @ ey = 5
=
T £
(0] L . . £
2 Ceramic inserts for machining of hardened steel, cast iron and steel. 2
E Keramikwendeschneidplatten fur die Bearbeitung von gehartetem Stahl, g
(S Gusswerkstoffen und Stahl. 5]
© (O]
[0}
(@)
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Chip breaker Overview - Spanbrecher Ubersicht

- Finishing

Feinstbearbeitung

- Finishing

Schlichten

Positive Inserts

Positive Wendeschneidplatten

R/L

L

@ m
ap- d.o.c. =0.05~2.5(mm) &

f= 0.03~0.25(mm/r)

Special grinded chip breaker groove for precision machining and high surface
quality. This G-class inserts with a sharp cutting edge and small corner radius for fine
finishing operation without vibration.

Exakt geschliffene einseitige Spanleitstufe fir die Hochprazisionsbearbeitung mit
hoher Oberflachengite. Diese G-Toleranz Platten besitzen scharfe Schneiden und
kleine Eckenradien. Fir die Feinstbearbeitung ohne Vibrationen.

PRUK
ap- d.o.c. =0.05~1(mm) E

f=0.05 ~0.3(mm/r)

Special chip breaker in combination with cermets grades. Sharp cutting edge with
excellent chip control. For high surface finishing and precision machining.
Spezieller Spanbrecher in Kombination mit Cermetsorten. Mit scharfer Schneide
fur die Prazisionsbearbeitung mit hervorragendem Spanbruch und sehr guter
Oberflachenglite.

ap- d.o.c. =0.1~2(mm) B 1 ‘f ,“ (] -i.-.-ii-,'i.-.i
f=0.05~0.3 (mm/r) o=y == —

Chip breaker for finishing and semi-finishing of steel and cast iron. Especially for
internal machining.

Spanbrecher fir die Schlicht- bis mittlere Bearbeitung von Stahl und Gusswerkstoffen.
Besonders geeignet auch fir die Innenbearbeitung.

ap- d.o.c. = 0.1~2(mm) H ' - -
& ~EW

f=0.05~0.3 (mm/r)

Sharp, positive cutting edge for finishing and semi-finishing of austenitic stainless
steel, soft steel and low carbon steel. Suitable for continuous to light interrupted cut.

Sehr scharfe und positive Schneidkante flir die Schlicht- bis mittlere Bearbeitung
von austenitschem, rostfreiem Stahl, weichem Baustahl und Stahl mit niedrigem
Kohlenstoffgehalt.
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Chip breaker Overview - Spanbrecher Ubersicht

- Finishing

Schlichten

Mittlere Bearbeitung - Semi-Finishing

NF

HM

M
ap- d.o.c.= 0.05~1(mm) -

£=0.05~0.2 (mml/r)

Chip breaker with sharp and positive cutting edge. NF combined with
Grade YBG102 is best solution for finishing of heat resistance super alloys (Ni-
based, Fe-based and Co based material).

Geschliffene Wendeschneidplatte mit einer scharfen, positiven Schneidkante.

In Kombination mit der Sorte YBG102 ist dieser Spanbrecher besonders fur die
Schlichtbearbeitung von warmfesten Materialien geeignet (z.B. Ni- basiert, Fe-basiert
und Co-basiert).

M . .
PRIK o &7 M = =2
ap-d.o.c. =1~4(mm) == - i P

f=0.2~0.5(mm/r)

Chip breaker for medium machining of steel or cast iron. Suitable for internal and
external turning.

Spanbrecher fiir die mittlere Bearbeitung von Stahl und Gusswerkstoffen. Einsetzbar
bei der Innen- und Auf3enbearbeitung.

f= 0.2~0.5(mm/r)

Upgrade sharp and strong cutting edge for semifinishing of adhesive steel and
austentic stainless steel.

Scharfe und stabile Schneidkante fir die mittlere Bearbeitung von rostfreien
adhasiven Stahlen und austenitischen Werkstoffen.

i P B A < W
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Chip breaker Overview - Spanbrecher Ubersicht

Mittlere Bearbeitung - Semi-Finishing

- Roughing

U

Schruppen

- Roughing

Schruppen

Positive Insert

Positive Wendeschneidplatten

Basic

R

ap- d.o.c.= 1~8(mm)
f=0.2~0.6(mm/r)

S

Chip breaker for round inserts. Suitable for semi precision machining and profile
modelling machining of steel and cast iron.

Umlaufende Spanleitstufe fir runde WSP. Fir die mittlere Bearbeitung und Profildrehen
von Stahl- und Gusswerkstoffen.

ap- d.o.c.= 0.05~1(mm) ﬂ ﬂ : i -.

£=0.05~0.2 (mm/r)

Flat insert without chip breaker. Stable insert with high edge strength for roughing
operation in cast iron materials.

Glatte Platte ohne Spanbrecher. Mit einer stabilen Schneidkante fir die
Schruppbearbeitung von Gusswerkstoffen.

ap- d.o.c. =2~5(mm)
f=0.2~0.4(mm/r)

Io

Chip breaker with strong cutting edge for light to medium rough machining of steel
stainless steel and cast iron. Suitable for internal and external machining.

Spanbrecher mit stabiler Schneidkantenausfiihrung fiir die leichte bis mittlere
Schruppbearbeitung von Stahl und Gusswerkstoffen. Einsetzbar bei der Innen- und
Aullenbearbeitung.

ap- d.o.c. =3~10(mm) @

£=0.3~1.2(mmir)

Recommended chip breaker for rough machining steel materials. Single chip
breaker with strong cutting edge. First choice for profile modelling machining.

Spezieller Spanbrecher mit einer verstarkten Schneidkantenausfiihrung fur die
Schruppbearbeitung. Besonders geeignet fiir die Konturbearbeitung bei héherer
Produktionssicherheit von Stahlwerkstoffen unter ungiinstigen Bedingungen.
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Chip breaker Overview - Spanbrecher Ubersicht

Aluminium Bearbeitung - Machining

CBN & PKD

LH

) ;"67 = A @) @
) — ’ Y tx - :“\ 0
ap- d.o.c.=0.1~5(mm)
f=0.05~0.4(mm/r)

Special chip breaker for aluminum alloy and non ferrous metal machining

G tolerance insert with large rake angle, surface polishing treatment, effectively
preventing build up edge and getting high quality machining surface and long
tool life.

Speziell geschliffener Spanbrecher fir die Bearbeitung von Aluminium,
Aluminiumlegierungen (NE-Metallen). G-Toleranz WSP mit grof’em Spanwinkel
und polierter Oberflache zur Vermeidung von Aufbauschneiden. Hervorragender
Spanabfluss, gute Oberflachengiiten und lange Standzeiten.

PCBN PKD

€9 (%) -
ap- d.o0.c.=0.05~0.5(mm) h J i

f=0.05~0.3(mm/r)

Special inserts G tolerance with brazed CBN or PCD Tip. CBN suitable for
finishing of hardened component and cast iron. PCD suitable for finishing of
non ferrous metal and non-metal meterials.

Spezielle G Toleranz WSP mit geloteter CBN oder PKD Schneidecke. CBN ist
besonders fiir die Schlichtbearbeitung von gehartetem Stahl oder Grauguss
geeignet, PKD fiir die Schlichtbearbeitung von NE-Metallen und nicht
metallischen Werkstoffen (Glasfiber, Keramik, glasfaserverstarkte Kunststoffe).
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n Chip breaker Cutting Condition - Spanbrecher Schnittdatenempfehlung

Main Chip breaker for general Turning - Hauptspanbrecher fir allgemeine Drehbearbeitun’

Negative Insert- Negative Wendeschneidplatten

= ap- d.o.c.(mm) ap- d.o.c.(mm)

>

= 8.0 8.0

o

© 7.0 7.0

4]

= 6.0 6.0

Y

a 5.0 5.0

2 4.0 4.0

()

e 3.0 3.0

S

= 2.0 2.0

<

. 1.0 1.0

> ‘

€ 0.1 0203 04 0506 0.7 038 O 010203 0405060708
>

|_

= f (mm/r) ) . f (mm/r)
© Material: Stainless Steel -

8 Material: Steel - Stahl C 45 Rostfreier Stahl (1Cr18Ni9Ti)
()

©)

Positive Inserts- Positive Wendeschneidplatten

- ap- d.o.c.(mm) ap- d.o.c.(mm)

2 8.0 5.0

[@)]

c

3 7.0

5 4.0

= 6.0

<

3 5.0 3.0

3

5 4.0

&

& 3.0 22

- 2.0

2 1.0

c

S 1.0

S

§ 07701 0203 04 050607 0.8 v 01 02 03 04 05
g f (mm/r) f (mm/r)
48]

2 _ Material: Stainless Steel -
a Material: Steel - Stahl C 45 Rostfreier Stahl (1Cr18Ni9Ti)
=

(&)
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Chip breaker application field - Spanbrecher Anwendungsfeld

me_'ép;\ﬁ; G120408-DF apmm)}  application field- Anwendungsfeld

Cutter- Halter: PCLNL2525M12
Material: C 45 steel
Ve : 200(m/min)

ap(mm) A
o S48 |28k
" N 5 ¥ e . ! _{‘-& .
‘ Brrs. * 5 : T vy's .
1.6 h@
1 3
1.2 %:J
w| i |
0.8 »\%ﬁ
0.6 :;@ &
|
| =
-l o
>

0.30 f(mm/rev)
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Machining a good surface finish on turned components has become a demand for semi-
finishing and finishing operations. The Wiper technology has provided turning with a new
means to achieve improved production performance where the key is to being able to raise the
feed rate.

Bei der Schlicht- bis mittleren Bearbeitung von Drehteilen nimmt die Realisierung von hohen
Oberflachengiiten an Bedeutung zu. Dank der Wiper-Technologie kann diese Anforderung
auch bei héheren Vorschiiben realisiert werden. Ein weiterer Vorteil ist die Steigerung der
Produktivitat.

A Wiper insert has a special design of nose configuration. It has been developed to provide a
high capability of generating a better surface finish. On the other hand, is capable of machining
the same finish at a much higher feed.

Eine Wiperplatte zeichnet sich durch eine spezielle Modifikation des Eckenradius aus. Dadurch
ist bei gleichem Vorschub, verglichen mit einer herkdmmlichen Drehplatte, eine deutliche
Verbesserung der Oberflachengtte zu erzielen. Eine weitere Méglichkeit ist die Verdoppelung
des Vorschubes fiir eine héhere Produktivitat, wobei die Oberflachenguten gleich bleiben.

Turning : Drehen

/

N\

M —Ra ¢Ra/2
\Curve T \Curve T
2fn fn
With Wiper Edge With Wiper Edge Without Wiper Edge
Mit Wipergeometrie ’ Mit Wipergeometrie Ohne Wipergeometrie

~ High efficiency: double ~ High surface quality: same
feed rate — same surface feed rate - roughness value is
roughness half.
Hohe Effizienz: doppelter Hohe Oberflachengiiten:

Vorschub —gleiche Gleicher Vorschub — do
. . ppelt
Oberfidchengiite so hohe Oberflachengiten

High efficiency + High quality = Wiper Technology
Hohe Effizienz + Hohe Oberfléchengliten = Wiper Technologie

J

Feature-Merkmale:

By using a Wiper inserts you can get excellent surface quality and eliminate many grinding operations. You
also get better component quality and roundness compared to grinding.

Durch die Verwendung von Wendeschneidplatten mit Wipertechnologie lassen sich hohe Oberflachengiten
erzielen und somit viele Schleifoperationen ersetzen. Die Werkstiickqualitdten z.B. in Bezug auf Rundheit
kann

im Vergleich zum Schleifen ebenfalls gesteigert werden.
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Spezielle Spanbre

12

10

A28

Special cl

eries for soft steel, stainless steel and heat resistance Superalloy

warmfesten Superlegierungen.

-EF

Sharp positive cutting edge for finishing and semifinishing of
austenitic stainless steel, soft steel and low carbon steel. Suitable
for continuous to light interrupted cut.

Scharfer, positiver Spanbrecher fiir die Schlichtbearbeitung von
rostfreien Stahlen, weichem Stahl, Automatenstahl und fiir Stahle
mit niedrigem Kohlenstoffgehalt. Fir glatte bis leicht unterbrochene
Schnitte.

Sharp cutting edge with stronger edge line for medium cut even in
interrupted cut.

Scharfe, stabile Schneidkante fir die mittlere Bearbeitung von
Werkstoffen auch im unterbrochenen Schnitt.

Special edge design with exellent balance between egde strength
and sharpness. Suitable for roughing operation.

Speziell entwickelter Spanbrecher mit exzellenter Kantenstabilitat
bei gleichzeitiger Schneidenscharfe, fir die Schruppbearbeitung.

Example- Beispiel: Example- Beispiel:

CNMG120408-EM Parameter: CNMG120408-EF Parameter:

YBG202 D 1135mm YBG202 D 189 mm
] Ve [150 m/min sof | V,, [180 m/min
] f [0.25mm/rev f 10.15mm/rev
| ap |2.5 mm ap |1.0 mm
L 25
L1
L1

20
Company A Company A
piece-edge piece-edge

Valve - Ventil

sonders fiur die Zerspanung von weichem Stahl, rostfreien (M) Stahlen und



chip breaker series for machining heat resistance a
nbrecherserie fiir die Bearbeitung von hochlegierten

-NF

Ground inserts with sharp and positive cutting edge. NF combined with grade
YBG102 is a good solution for the finishing of heat resistant super alloys
(nickel-based such as Inconel 700,718, iron-based and cobalt-based alloys).
ap=0.2~1.0mm,Vc=40~100m/min.

Geschliffene Wendeschneidplatte mit einer scharfen positiven Schneidkante.
NF in Kombination mit der Sorte YBG102 ist eine gute Lésung fir
Schlichtbearbeitungen von warmfesten Superlegierungen (Ni-basiert wie Inconel
700,718, Fe-basiert und Co-basiert) ap=0.2~1.0mm,Vc=40~100m/min.

Sharp cutting edge with positive multi-rakes. Special for the semifinishing
of heat resistant super alloys.

Scharfe Schneidkante mit positivem Multi-Spanwinkel. Besonders
geeignet fur die Bearbeitung von warmfesten Superlegierungen.
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NeWw chip breaker geometry for fine-finishing machining of

steel, stainless steel and cast iron. In combination with our
cermet grades a good solution for high precision production.

Neue Spanbrecher fiir die Feinstbearbeitung von Sathl,

rostfreiem Stahl und Gusswerkstoffen. In Kombination
mit unseren Cermetsorten die beste Wahl fiir die
Hochprazisionsbearbeitung.

1. High precision
Hohe Genauigkeit

2. Sharp cutting edge to reduce cutting force and vibration
Scharfe Schneidkante zur Reduktion von Schnittkraft und
Vibrationen.

3. Excellent chip contr_ol




YBC 151

CVD coated grade with good wear resistance in combination with MT-Ti(CN), thick layer
AL203, TiN coating. Good for finishing of steel and dry machining.

CVD-beschichtete Premiumsorte mit ausgezeichneter Verschleillfestigkeit. Die
Kombination von MT-TiCN und einer dicken AL203 TiN Auflage eignet sich zum

YBC251 coating Schlichten von Stahl und zur Trockenbearbeitung.

YBC 251

]

CVD premium universal grade with excellent combination of toughness and wear
resistance. In combination with MT-Ti(CN), thick layer AL203, TiN coating this grade is
first choice for medium to light interrupted cutting of steel.

a
-

CVD-beschichtete Hochleistungs-Allroundsorte mit guter Schneidkantensicherheit
und Verschleilfestigkeit. In Verbindung mit der MT-TiCN und einer dicken AL203
TiN Beschichtung eignet sich diese Sorte flr die mittlere Bearbeitung bis zu leichtem
Schruppen von Stahl.

YBC 351

CVD coated premium grade with high toughness and wear resistance. In combination
with MT-Ti(CN), thick layer AL203, TiN coating this grade is suitable for rough machining
of steel under unstable condition.

Application fiel
turning grade o
Anwendungsb
CVD, Drehsort

CVD-beschichtete Premiumsorte mit hoher Zahigkeit und Verschleilfestigkeit. Die
Kombination von MT-TIiCN und einer dicken AL203 TiN Auflage eignet sich besonders
fur die leichte bis schwere Schruppbearbeitung von Stahl.

First choice for Finishing Machining
Erste Wahl fiir die Schlichtbearbeitung

300 Universal grade for finishing to medium cut

Allroundsorte von Schlichten bis leichtem Schruppen

YBC151

YBC251

200 ——

YBC351

100 Tough grade for roughing operation

Zahe Sorte fiir die Schruppbearbeitung

P10-15 P 20 - 25 P 30 - 35
finishing medium cut roughing
schlichten mittlere Bearbeitung schruppen

Schnittgeschwindigkeit Vic [m/min]

Cutting Speed
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" YBM 151 ’

Substrate with special structure, in combination with TiCN, thin layer AL203, TIN coating.
With resistance against diffusion wear and plastic deformation it is good for finishing and
semi-finishing of stainless steel.

CVD-beschichtetes Hartmetall. Die besonders strukturierte Kombination mit TiCN und
AI203, TiN Auflage hat eine ausgezeichnete Schichthaftung und Widerstandsfahigkeit
gegen plastische Verformung. Gut geeignet furr die Schlicht- bis mittlere Bearbeitung von
rostfreiem Stahl.

Substrate with good toughness and strength, in combination with Ti(CN), thin layer
AL20s3, TiN coating. It is a premium grade for semi-finishing to light roughing of stainless
steel at continuous and intermittent machining conditions.

Universal einsetzbares CVD-beschichtetes Hartmetall aus TiCN, Al203 und TiN mit guter
Zahigkeit und Verschleilfestigkeit. Optimiert fir mittlere Drehbearbeitung von rostfreiem
Stahl mit und ohne Schnittunterbrechung.

L wd
“Sn ofQ*Yn
Cow c> C
O =@ o<
—_— )= 2 (&) )
=t c O 2.9
S o= c500 .
= .E - .= 2 “‘; Coated carbide grade with very good strength and impact resistance. It is suitable for
& E (7)) E e ) (7)) rough turning of stainless steel at low to moderate cutting speed or interrupted cutting,
=
< - < < 20 = Beschichtete Hartmetallsorte mit ausgezeichneter Widerstandsfahigkeit und Schneidkanten-
sicherheit. Ideal fir schwere Schruppbearbeitung von rostfreiem Stahl und Stahl bei mittleren
Schnittgeschwindigkeiten oder bei Schnittunterbrechung.
First choice for finishing of stainless steel
Erste Wahl fiir die Schlichtbearbeitung
300 ——— . . .
Universal grade for medium cut of stainless steel
Universalsorte von mittlerer Bearbeitung bis Schruppen
- YBM351
T
g
N
g
=
."q:)
S 100 ——
E Universal grade for roughing cut of stainless steel
3 E Universalsortefiir die Schruppbearbeitung
o G
& 8
> 2 M 05 - 20 M 15 - 30 M 25 - 40
g bS finishing medium cut roughing
36 schlichten mittlere Bearbeitung schruppen
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CVD coated grade with excellent wear resistance in combination with MT-Ti(CN), thick layer AL203. Best grade for
machining of gray cast iron (GG) under high speed and dry machining.

CVD-beschichtete Premiumsorte mit ausgezeichneter Verschleif’festigkeit. Die Kombination von MT-TiCN
und einer dicken AL203 Auflage eignet sich besonders zum Bearbeiten von Grauguss (GG) bei hohen
Schnittgeschwindigkeiten und Trockenbearbeitung.

Modified CVD coating the hard fine grain carbide substrate. It is optimized for machining of cast iron, swpecial
nodular cast iron and hard steel at high speeds.

Modifizierte CVD Beschichtung auf einem hartem feinkérnigen Hartmetall. Es optimiert fiir die Bearbeitung von
Guss, besonders Kugelgraphitguss und hoch vergiitetem Stahl bei hohen Geschwindigkeiten.

S T
= % e

Hard medium fine corn substrate in combination of TiCN, thick AL,O3 coating. It is suitable for machining of gray

> 0:s cast iron and nodular cast iron under normal cutting conditions from low to moderate cutting speeds.
- — h
O o 2 c Hartes mittel-feinkdrniges Substrat mit TiCN, dicker AL,O3; Auflagen. Es ist geeignet flr die Bearbeitung von
E “6 Qo Grauguss und Kugelgraphitguss mit niedrigen bis mittleren Schnittgeschwindigkeiten.
(<) o]
=9 w t
o) o
C© =2}
cCc e
25 50 e
E m v u o o - = |
o O cN Tough substrate in combination with TiN,TiCN, thick AL,O3 coating. it is good for turning of cast irons under favoable
— _E QO - conditions. And for milling of cast iron and ally steel.
ac 30
Q S c > Zahes Substrat mit TiN, TiCN, dicke AL,O3; Auflagen. Zum Drehen von Guss bei ungiinstigen Bedingungen.
< bl < & Zum Frasen von Guss und legierten Stahl.
Special High Speed Finishing grade for grey cast iron material
Speziell fiir die Highspeed-Schlichtbearbeitung von
Grauguss
Optimized grade special for nodular cast iron.
Optimierte Qualitdt, besonders flir Kugelgraphitguss.
300 ——— . . . .
Universal grade with thick AI203 coating
Allroundsorte mit dicker AI203 Beschichtung
200 ———
<
§
g
o
S YBD152
3
£ 100 (YBD151)
_E Tough grade for unstable condition
§ E Zihe Sorte bei ungiinstigen Bedingungen
&)
Q 9
0 o0
> 2
g .§ finishing medium cut roughing
[SN%) schlichten mittlere Bearbeitung schruppen
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- Drehen

Turning

B Recommended combination of grades, chip breaker and cutting data.
Empfohlene Kombination von Sorten, Spanbrechern und Schnittdaten.

rade chip breaker rade chip breaker %rade chip breaker
orte Spanbrecher orte Spanbrecher orte Spanbrecher

DF
- YBD052 M)
DM YBM151 EM
PM ER \-0078) PM, DR
doppaiseit EM
(doppelseitig) YBM251 = @ Flat, DR
DR @ Flat
a’
EM
YBM351
HDR =

B Recommended cutting condition- Empfohlene Schnittdaten

Workpiece Material (T :
Werkstiick Material application - Anwendung grade - Sorte

Recommended Cutting Speed m/min
Schnittgeschwindigkeit m/min
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Finishing YBC151 180-460
Schlichten YBC152 220-500
Steel —
Stahl Semi-finishing YBC251 160-440
Mittlere Bearbeitung YBC252 180-480
Roughing YBC351 130-380
YBM151
i Semi-finishin
M| Sopssin | Seninens
ittlere Bearbeitung YBM 351
Roughing YBD052 200-500
Schruppen YBD102 200-480
m GC‘?‘St leln Semi-finishing YBD151 180-450
usseisen Mittlere Bearbeitung YBD152 190-450
Roughing YBD252 150-380

Machining example - Bearbeitungsbeispiele
WNMG060408 PM
YBC252

CNMG190616-ER TNMA220412

YBD052

Typ

Grade
Sorte

Application

Anwendung YBM151

Workpiece
Werkstlck

45 steel HB220

Workpiece Material & Hardness

Duplex Stainless Steel HB260

Grey cast iron HB280

V=220m/min ap=1.5~2mm =0.25mm/r

V=103m/min ap=1.5mm
f=0.3mm/r

Vmax=400m/min ap=1.3~2.5mm
f=0.4~1.1mm/r

Cutting Parameters
Condition Schnittdaten
Schnitt- Cutting Liquid
bedingungen  |Kiihimittel

Dry Cutting - Trockenbearbeitung

Dry Cutting - Trockenbearbeitung

Dry Cutting - Trockenbearbeitung

Machining result
Ergebnis

Werkstlicke pro Schneide
Workpiece Per Edge

200

150

100

50

YBC252 Company A

YBM151 Company A

45
40
35
30
25
20
15
10

5

AV VAR

o

YBDO052 Company A

A34




Turning : Drehen

Makes it easy to machine materials which hard to be
machined...

Die Losung fiir die Bearbeitung von schwer zu
zerspanenden Materialien...

PVD nano-TiAIN coated fine grain cardide grade. It is suitable for finishing and semi-finishing turning of high-
temperature alloys, nonferrous metal(Aluminium with Si>=12%) and finishing of stainless steel.

Nano-TiAIN PVD-beschichtete, fein kérnige Hartmetallsorte. Gut geeignet zum Drehen von warmfesten
Superlegierungen, NE-Metallen (Aluminium mit Si>=12%) und zum Schlichten von rostfreiem Stahl.

PVD nano-TiAIN (2~4um) coated fine grain carbide grade. Good performance in combination of toughness and
wear resistance, suitable for turning, parting, grooving of steel, stainless steel, cast iron and high-temperature alloys
in finishing and semi-finishing machining.

Nano-TiAIN (2~4um) PVD beschichtete, feinkérnige Hartmetallsorte. Hervorragende Kombination von Zahigkeit
und VerschleiRfestigkeit. Zum Drehen, Ab- und Einstechen von Stahl, rostfreiem Stahl, Guss und warmfesten
Superlegierungen bei leichter und mittlerer Bearbeitung.

P20 (P10-P30)
M20 (M10-M30)

New nano structure coating process ensures higher toughness but also hardness. This coating grade results in
smooth surface finish on the insert, which reduce friction and improved chip flows. Excellent thermal and chemical
resistance. This grade is suitable to machine stainless steel and high temperature alloy.

Neue Nano-Beschichtungsstruktur mit gleichzeitiger Harte und VerschleiRfestigkeit bzw. Zahigkeit. Eine ultra glatte
Schichtoberflache vermindert die Reibung und garantiert einen optimierten Spanabflul. Die exzellente thermische
und chemische Widerstandsfahigkeit zeigt diese Sorte besonders bei der Bearbeitung von rostfreien Stahlen und
warmfesten Legierungen.

COATED Cemented
Beschichtestes Ha

P30 (P20-P35)
M10 (M20-M35)
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Substrate with good toughness and strength. PVD nano-TiAIN caoted. It is a universial PVD grade for steel,
stainless steel in turning, parting off, and grooving operation.

Universial einsetzbares PVD-beschichtetes Hartmetall mit guter Zahigkeit und VerschleiRfahigkeit. Zum Drehen,
Ab- und Einstechen von Stahl und rostfreiem Stahl sowie Guss.

Special Coating process for smooth YBG102
insert surface

Reduce friction - best chip
evacuation

combination of wear resistance and
toughness
best thermal and chemical stability

YBG205

wear resistance
Verschleil3festigkeit

Spezieller Beschichtungsprozel3
mit sehr glatter Oberfléchenstruktur
Reduzierte Reibung - exzellenter
Spanfiuld

Kombination aus
Verschleil3festigkeit und Zahigkeit.
Beste thermische und chemische
Stabilitat.

YBG202

YBG302

toughness
Zahfestigkeit

A35
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- Drehen

Turning

B Recommended combination of grades, chip breaker and cutting data.
Empfohlene Kombination von Sorten, Spanbrechern und Schnittdaten.

grade chip breaker
Sorte Spanbrecher

grade chip breaker
Sorte Spanbrecher

DM YBG202 EF YBG102
YBG202 EM YBG102
YBG205 EM

B Recommended cutting condition- Empfohlene Schnittdaten

Workpiece Material et < :
Werkstiick Material application - Anwendung grade - Sorte

Finishing
Schlichten vBG102
Steel Semi-finishing YBG202
Stahl Mittlere Bearbeitung
Roughing YBG302
Schruppen
Finishing- Semi-Finishing
‘ Stainl Steel Schlichten- Mittlere YBG202
M ain e§s ee Bearbeitung
Rostfreier Stahl .
Roughing YBG302
Schruppen
Heat-Resistant Finishing
I Steel Schlichten vBG102
Warmfester .
Stahl Roughing YBG202

Machining example - Bearbeitungsbeispiele
CNMG120404-EF
YBG 202

Typ

Grade
Sorte

Application

Anwendung

DNEG150404-NF
YBG102

grade chip breaker
Sorte Spanbrecher

NF

NM

Recommended Cutting Speed m/min

Schnittgeschwindigkeit m/min

180-460

150-380

130-360

170-300

120-250

30-90

150-380

CMM160612-DR
YBG302

Workpiece
Werkstiick
~i—

Workpiece Material & Hardness 0Cr18Ni9 HB240 Inconel 718  HRC=39 30CriMo1V ~ HB220-260
Cutting Parameters _ ) _ . . ) _ . _ ) _ _
Condition Schnittdaten V=200m/min ap=1mm  f=0.15mm/r | Vc=80m/min ap=0.3mm f=0.15mm/r | V=100m/min ap=6mm  f=0.5mm/r
Schnitt- Cutting Liquid : . : . . .
bedingungen  |Kihimittel Dry Cutting- Trockenbearbeitung Dry Cutting- Trockenbearbeitung Dry Cutting- Trockenbearbeitung

Machining Effect
Ergebnis
Firma B ‘
Workpiece per Edge Firma A ‘
Werkstlicke pro Schneide | YBG202
0 20 40 60

]
[ [

0 10 20 30 40

Firma B

Firma A

YBG102

T

Firma B

Firma A

YBG302

26 28 30 32

34

36
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Turning : Drehen

Cermet

The cermet has higher hardness and oxygen-resistant under high
¥ 1 temperature. The further advantage of cerments is to get the excellent surface
*¥3' quality and tolerance under higher speed.

Die Vorteile von Cermets zeigen sich in grof3er Harte, Oxidationsbestandigkeit
und Hochtemperaturbestandigheit. Die weiteren Vorteile von Cermets sind
exzellente Oberflachen bei hohen Schnittgeschwindigkeiten und konstanter
MaRhaltigkeit.

Coated-Cermet
Beschichtetes Cermet YNG151 TiCN based cermet, with the combination of hardness, excellent

toughness, excellent, resistence thermoplastic. It is suitable for super-finishing
and finishing of steel, stainless steel and cast iron.

YNG151C TiCN based cermet, through special pretreatment, plus PVD Nano-
TiAIN coating. Optimal combination of high wear resistance and good edge
toughness, suitable for the superfishing and finishing of steel, stainless steel
i and cast iron for high surface finishing.

YNG 151 auf der Basis von Ti(cn)Cermet verbunden mit Harte, Zahigkeit und
Widerstandsfahigheit gegen plastische Verformung und Aufbauschneidenbildung. Geeignet zum Schlichten
und Feinschlichten von Stahl, rostfreiem Stahl und Guss fiir eine hdhere Oberflachengiite.

YNG151C TicN Cermet. Plus PVD NaNO-TiAIN Beschichtung: Optimale Kombination von sehr hoher
Verschleillfestigkeit und Schneidkantenzahigkeit. Zum Feinschlichten und Schlichten von Stahl, rostfreiem
Stahl und Guss fiir eine hohe Oberflachenglite.

B Recommended Cutting Conditions - Empfohlene Schnittdaten

. . . . ) Recommended Cutting
Workpiece Material application Grade - Sorte Speed m/min
Werkstickstoff Anwendung Schnittgeschwindigkeit m/min
YNG151 260-550
Steel/ Stahl

YNG151C 260-580

M Stainless Steel/  Finishing machining YNG151 170-330
Rostfreier Stahl Schlichten

YNG151C 160-350

Cast Iron/ YNG151 250-400
K Gusseisen
YNG151C 270-420

Machining example - Bearbeitungsbeispiele

Application/ Anwendung: YNG151-CNMG120404-SF

Workpiece material and hardness: 20CrMnTi HB180-223
Werkstlickhérte

Machining parameters v=220m/min

Firma B

Firma A

YNG 151
ap=0.5~1.0mm 300 350 400 450 500
f=0.14mm/r
K good chip control and surface - gute Spankontrolle und Oberfldche Y,
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Turning : Drehen

UNCOATED CARBIDE grade is widely used for non-ferrous and heat resistent material.

UNBESCHICHTETES HARTMETALL wird iiberwiegend fiir die Bearbeitung von

NE-Metallen und warmfesten Legierungen eingesetzt.
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Substrate of YD101 - the combination Substrate of YD 201 - the combination of
of cemented carbide phase WC of fine cemented carbide phase WC of middle

grain and bonding phase Co.

grain and bonding phase Co.

YD101 ist ein unbeschichtetes Hartmetall YD 201 ist ein unbeschichtetes Hartmetall
mit feiner Kérnung, einer Hardphase aus mit mittlerer KorngroRe, einer Hartphase
WC Carbide und eine Bindephase aus aus WC Carbide und eine Bindephase aus
Cobald (Kombination). Cobald.

B Recommended Cutting Conditions - Empfohlene Schnittdaten

P

LE B

Workpiece Material L Recommended Cutting Speed m/min
Werkstiickstoff Application - Anwendung Grade - Sorte Schnittgeschwindigkeit mimin

Finishing
—_ Schlichten veo 130 - 360
Stahl Roughing — 05
Schruppen
Finishing
Schlichten YDO051 100 - 170
gaSt el Semi-Finishing -
usseisen ;
. Roughlng' YD201 60 - 130
Mittlere Bearbeitung
-Schruppen
None-ferrite  Finishing: Semi-Finishing
materials Schlichten- Mittlere YD101 110 -...
NE Metalle Bearbeitung
Heat-Resistant Steel Finishing
Warmfester Stahl Schlichten D101 20-%0

Machining example - Bearbeitungsbeispiele

/ Example of Use \
Bearbeitungsbeispiel

Insert- WSP: YD101-CCGX09T304-LH

Workpiece material and
hardness-Werkstiickstoff

} Firma B
| Machining parameters- .
| Schnittdaten: FimaA
| v=400m/min YD101
‘ ap=1mm
=0.3mmir 360 380 400 420 440 460
good shipcontroll and surface - gute Spankontrolle und Oberflache Y,

und Harte: ZL105 HB70




PCBN/PCD

PC B N PCBN cubic boron nitride

PCBN with high hardness and good heat resistance for cutting of hardend steel (could be 1300°C), carbon
steel, ball bearing steel, mould steel and high speed steel, grey cast iron, nodular graphite cast iron, chilled
cast iron and Ni-based, Co-based, Cr-based and Fe-based high temperature alloy.

PCBN mit hoher Harte und Warmfestigkeit fir die Bearbeitung bei hohen Temperaturen, z.B. 1300°C, bei
der Bearbeitung von gehartetem Stahl mit HRC von 50-60. Zur Bearbeitung von Stahl, Kugellagerstahl,
Gussstahl, HSS, Grauguss, Kugelgraphitguss, Hartguss, Ni-, Fe-, Co-,Cr2- basis Superlegierungen.

Super-hard Cutting Material
Superharter Schneidstoff

Turning : Drehen

&

YCB 121

YCB 131
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Tvoe - T Grade Application Characteristic
YPe P | sorten Anwendung Merkmale
Best wear resistance grade and suitable for high speed continuous
YCB111 High speed continuous cutting cutting
vollschnitt bei hoher schnittgeschwindigkeit Verschleilifeste Sorte besonders geeignet fir die
Hochgeschwindigkeisbearbeitung im Vollschnitt
Z Most suited for continuous and light interrupted high speed finishing
> 8 YCB121 conitiuous and interrupted cutting (Light-Medium) due to heat resistant substrate.
m o Voll- und leicht unterbrochener Schnitt Durch sein bruchfestes Substrat die Universalsorte von niedriger bis
O i) hoher Schnittgeschnwindigkeit mit exzellenter Standzeit.
85
8%
5 2 YCB131 Interrupted cutting (Heavy) CBN with higher fracture toughness, for interrupted cutting
e Stark unterbrochener Schnitt CBN mit exzellenter Bruchzahigkeit im stark unterbrochenen Schnitt.
-}
First choice for high speed finishing of grey cast iron and sintered
YCB211 Cast iron machining, Sintered matrials parts
Gussbearbeitung,Sinkterwerkstoffe Erste Wahl zum Schlichten mit hohen Schnittgeschwindigkeiten im
Guss und Sinterwerkstoffe.
Continuous cutting
Ve O Vollschnitt
) Continuous and interrupted cutting
YCB 111 Voll- und leicht unterbrochener Schnitt

Interrupted cutting
Stark unterbrochener Schnitt

P C PCD polycrystalline diamond
PCD polycrystaliner Diamand

PCD with high hardness, good wear resistance, low friction
coefficient and good heat conductivity, which is appropriate for

cutting of non-ferrous metal (such as Cu, Al, Mg and Ti high silicon
alloy etc.) and nonmetal materials (such as glass fiber, cermet and

enforced plastic etc.)

PCD mit hoher Harte guter Verschleilfahigkeit, und geringer
Neugang zur Aufbauschneide, ist besonders geeignet fir die
Bearbeitung von NE-Metallen und (z.B. Cu, Al, Mg and Ti
hochsilicium legierte Werkstoffen und Material wie Fiberglas,
Cermets und verstarktes Plastik ect.
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CN1000 is Si3N4 ceramics grade. Optimal
performance against cracking of cutting edge and
thermal shocking. Suitable for finishing and semi-
finishing of gray cast iron.

CN1000 ist eine Keramik von Si3N4. Optimale
Eigenschaften gegen Schneidkantenbruch und
dynamische Warmebelastung. Geeignet zum
Schlichten und zur mittleren Bearbeitung von
Grauguss.

CN2000 is Si3N4 ceramics grade with good
wear-resistance and excellent toughness. Suitable
for intermittent and continuous machining of grey
cast iron, and Ni-based alloys.

CN2000 is Si3N4 Keramiksorte mit hoher

VerschleiRfestigkeit und ausgezeichneter Zahigkeit.

Geeignet fir die Bearbeitung von Grauguss mit
und ohne Schnittunterbrechungen, sowie Ni-
Superlegierungen.

CA1000 is the mixed ceramics of AI203+TiCN.
Good performance of wear resistance and safety
cutting edge. Suitable for continuous machining
of hardened steel and nodular cast iron.

CA1000 ist die Mischkeramik von AI203+TiCN. _

Gute VerschleiRfestigkeit und Bearbeitungssi-

cherheit oder Zahigkeit. Es ist geeignet zur Be-

arbeitung von Kugelgraphitguss und gehartetem
Stahl.

B Psychical properties - Physikalische Daten

. . Bending strength/ Fracture toughness
Grade Density-Dichte Hardness - Harte | Bjegebruchfestigkeit Bruchzéhigk%it

Sorte (glem’) Hv(GPa) (MPa) (MPa-m”*)
CA1000 (Al20s+TiCN) 4.2 19 =700 45
CN1000 (SisN4) 3.25 16 =900 7.5
CN2000 (SizN4) 3.25 16 =900 8

B Recommended cutting condition - Empfohlene Schnittdaten

Workpiece material Application Cutting Speed Feed rate Cutting depth

Werkstiickstoff Anwendung Schnittgeschw. Vorschub Schnitttiefe
(m/min) (mm/r) (mm)
i R hii
ik oo Schruppen 150-800 0.2-0.5 3.0-6.0
S Sehriohon 200-1200 0.3-05 0.1-0.5
Roughing
Chilled cast iron Schruppen 30-100 0.1-0.2 0.5-1.5
Kokillenhartguss Finishing
Schlichten 50-200 0.05-0.15 0.1-0.5
Roughi
CA1000 | Cabon seel due = Schuppen 150-400 0.2-0.5 2.0-5.0
legierter Stahl, legierter Stahl,
Kigeasgarmtal | Sthieteon 200-800 0.05-0.20 0.1-0.5
Eeet s 20-100 0.1-0.2 0.5-1.5
Semi-finishi
Aasiedistes Mitiore Bearbeitung 40-200 0.05-0.50 0.1-0.5
Geharteter Stahl Fisishile
Schlichten 300-1200 0.05-0.30 0.1-0.5
Grey castiron dhi 150-1100 0.3-0.8 <5
Grauguss i
T Senneinan 250-1200 0.15-0.4 <1
Finishing
Chilled cast iron Schlichten 20-250 0.2-0.8 <5
Kokillenhartguss Finishing
Schlichten 60-450 0.1-0.6 <1
Ni-based alloys, Semmchian 150-250 0.2-0.4 <5
CN2000 Ni-Superlegierungen B y i
Schichten 150-450 0.1-0.2 <1
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Turning. : Drehen
flurninglinsertsiCode]kKeyRWSRIIS OlKennzeichnung;

t

TINIV

Tolerances / Toleranzklasse

i Metric / Metrisch
Insert Shape / Schneidplattenform Hole/ Chipbreaker/ | Insert Section/ Hole/ Chipbreaker/ Insert Section/
Code |gohrung | Spanleitstufe | Plattenform Code| Bohrung| Spanleitstufe Plattenform
>65°
FIL 1, v — & - T3
A B c o5
Single side/ > Single side/
>65° )
D E H - Double side/
C V F — doppelseitig C:‘
83 555° / ) 86’ Doublo sider > 65°
ouble side
= K L M I | VY| doppelsaii @I AV D:D
()] <65°
o) = Single side/
10,00/ - v I amy
()
= ° P R Single side/ <65° Double side/
c ingle side, ouble side;
9 /\ T V einseitig ﬁ G V doppelseitig @
(@] R <65°
8 S T T Q v - X - - Special
D ) o
= @ 80 Others u v | Doublesidel —
g) i w Z doppelseitig @
< Insert Shape / Schneidplattenform Insert Type /Plattentyp
L}
(@)]
=
c
=
>
l_
'©
—
()
c
(<))
©)

Clearance angle of main cutting edge
Freiwinkel der Hauptschneide

g Code| angle / Winkel |Code| angle / Winkel -
c
s A X
% L
g T30 e 5e Tol Incircle
o Code olerance T"BI""ECE Tolerance S| (Reference) M class precision (according to shape and size) (mm)
b7 .
o A +0.005 +0.025 +0.025 | regular 80° 55° 35° round
n incircle | triangle | SAuare | rhomboid|rhomboid|rhomboid| runde
; c D e F +0.005 $0.013 $0.025 | 6.35 | +0.08 | +0.08 | +0.08 | +0.11 | +0.16 -
— 7°
E c +0.013 +0.025 40025 | 9525 | +0.08 | +0.08 | +0.08 | +0.11 | +0.16 -
% 12.7 | #0.13 | +0.13 | £+0.13 | +0.15 --- -
+0.013 +0.013 +0.025
8 H 15.875| +0.15 | +0.15 | +0.15 | +0.18 --- -
£ E F E +0.025 +0.025 +0.025 | 19.05 | +0.15 | #0.15 | +0.15 | +0.18 --- -
[} 20° 25°
2 G| 10025 £0.025 | 013 | 2054 ] - [#018] - | - | - | -
2 @1.C (mm) Incircle tolerance
£ J +0.005 +0.05-+0.13| +0.025
1S incircle | regular 80° | 55° | 35° | round
'2 G § N K +0.013 +0.05-40.13| +0.025 Incircle | triangle | SAYar |rhomboid|rhomboid|rhomboid| runde
30° ] 0° 6.35 | +0.05 | +0.05 | +0.05 | +0.05 | +0.05 -
L $0.025  1+0.05-20.13| +0.025 | 9525 | 40.05 | £0.05 | 0.05 | +0.05 | £0.05 | £0.05
M | #0.08-+0.18 |%0.05-+0.13 +0.13 12.7 +0.08 | +0.08 | +0.08 | +0.08 +0.08
15.875| +0.10 | +0.10 | +0.10 | +0.10 --- +0.10
P 0 Others N | +0.08-+0.18 |+0.05-+0.13| +0.025
e 19.05 | +0.10 | £0.10 | +0.10 | +0.10 --- +0.10
U | #0.13-+0.38 |+0.08-£0.25 +0.13 254 — +0.13 — — — +0.13
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Turning

- Drehen
Triing [heers Ceeb [Kay = WEP (S50 [Kennreichnumg)

Cutting edge length / Schneidenldnge (mm) Insert thickness / Dicke (mm)
Insert Shape/ Plattenform
P Thickness / ﬁ :| {—( 7
g ofIC C D R S T \"] w K Dicke ; ;
mm
(mm) Q g Q Q é g g g Code Insert thickness (mm)
397 06 00 0.79
5' o o8 TO 0.99
. 01 1.59
5.56 09 e 1.98
6.0 06 02 2.38
6.35 06 07 1" " T2 258
8.0 08 03 3.18
9.525 09 1 09 09 16 16 06 16 T3 397
10.0 10 04 476
12.0 12 T4 4.96
12.7 12 15 12 12 22 22 08 05 5.96
15.875 16 15 15 27 T5 5.95
16.0 19 16 06 6.35
19.05 19 19 19 33 T6 6.75
20.0 20 07 7.94
25.0 25 25 25 09 9.52
254 25 25 T9 9.72
31.75 31 11 1.1
32 32 12 12.70
(inch)
(]
Nose radius Code Chipbreakers
Eckenradius Spanleitstufen
code Radius (mm) DF DM DR
. " [R—
Incircle Thickness Nose radius 00 no Radius - I|I lf -
Innenkreis Dicke Eckenradius 02 0.2 —
code | diameter code | thickness code | Nose radius - HF HM HR
(mm) (mm) (mm) 04 0.4 - - | >
2 6.35 2 3.18 0 0.2 08 08 -'._“._-} }g b
' : 1 s 12 12 i ||
3 9.525 3 476 16 16
2 0.8
4 127 20 20
4 6.35 3 1.2 24 24
5 15.875
4 16 32 3.2
5 7.94
X
6 19.05 5 20 Others
MO Round Inserts
8 25.4 6 9.52 6 2.4 Runde Platten
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Turning Insert Comparison List: WSP Vergleichstabelle

Metric and britain system comparison list of general turning insert/

Turning

- Drehen
ilurninglinsert{Comparison]lisEAWSPAVergleichstabelle!

Vergleichstabelle fiir allgemeine Drehwendeschneidplatten (Metrisch / Britain System)

CT Chipbreaker/
Negative a%%lee/ WSP (1S0) (Inch) Spanleitstufe
090304 321

090308 322 DF
120404 431 WG
120408 432
120412 433 -SF
120416 434 -EF
Insert shape 160608 542 -NF
160612 543 PM
160616 544
190608 642 -DM
190612 643 -EM
190616 644 -NM
190624 646 DR
@ 250724 856 ER
250732 858 )
250924 866 -HDR
250932 868
D Type Chipbreaker/
N le/ .
egaWéS‘ nae (B9 (i) Spanleitstufe
110404 331
-DF
110408 332
WG
110412 333
-SF
150404 431
-NF
Insert shape 150408 432
-PM
150412 433 oM
150604 441 M
T | 150608 442 M
150612 443 OR
150616 444 ER
190608 542 HDR
190612 543
V Type Chipbreaker/
“ega\tﬁgé‘ 1 (=2 (i) Spanleitstufe
160404 331 DF -EF
Insert shape 160408 332 -SF -NF
5 O = 160412 333 -PM -DM
T EM -NM
R Type Chipbreaker/
N I
egaWéé“ L 59) (v Spanleitstufe
0903MO 32
Insert shape
1204MO 43

Neg%\%%igle/ (1S0) (Inch) gs;‘:ﬁgizﬁz
06T304 3(2.5)1 -DF
06T308 3(2.5)2 -WG
06T312 3(2.5)3 -SF

Insert shape 060404 331 -EF
060408 332 -NF
060412 333 -PM

A 080404 431 -DM
— 080408 432 -EM
080412 433 -NM

-DR

Neg;\tli;l\ll—é?ngle/ (ISO) (Inch) gslaﬁ]t:;izi(uefre/
113304 221
110308 222 -DF
160404 331 -WG
160408 332 -SF

Insert shape 160412 333 -EF

@ 220404 431 -PM
—— 220408 432 -DM
220412 433 -EM
220416 434 -DR
270608 542 ER
270612 543 -HDR
270616 544
Negativerangle/ (1S0) (Inch) SR
WsP Spanleitstufe
090304 321
090308 322
090312 323
120404 431
120408 432 -DF
120412 433 -SF
120416 434 -EF

Insert shape 150608 542 -PM
150612 543 -DM
150616 544 -EM

190412 633 -NM
-~ 190424 636 -DR
190612 643 -ER
190616 644 -HDR
250724 856
250732 858
250924 866
250932 868




Metric and britain system comparison list of general turning insert/

Turning

- Drehen

Tumiing) [heer Genpersen sk WEP VareichsEale

Vergleichstabelle fiir allgemeine Drehwendeschneidplatten (Metrisch / Britain System)

cT Chipbreaker/
Positive angle/ WSP (1S0) (Inch) Spanleitstufe
060202 2(1.5)0
060204 2(1.5)1 -SF
Insert shape 060208 2(1.5)2 HF
09T302 3(2.5)0 -EF
@ 09T304 3(2.5)1 -HM
_— 09T308 3(2.5)2 -EM
120404 431 -HR
120408 432 -LH
120412 433
T Type Chipbreaker/
Positi le/ :
OSIt\I/\\//es;gng ¢ (IS0) (i) Spanleitstufe
06T102 1.2(1.2)0
06T104 1.2(1.2)1
06T108 1.2(1.2)2
090202 1.8(1.5)0
090204 1.8(1.5)1
090208 1.8(1.5)2
110202 2(1.5)0
110204 2(1.5)1
110208 2(1.5)2
-SF
110302 220
-HF
Insert shape 110304 221
-EF
110308 222
-HM
16T302 30
-EM
16T304 31
-HR
16T308 32
I -LH
16T312 33
160400 330
220408 432
220412 433
220416 434
270408 532
270412 533
330612 643
330616 644

DT Chipbreaker/
Positive ar‘]lgleel WSP (1SO) (Inch) Spanleitstufe
070202 2(1.5)0
-SF
070204 2(1.5)1
-HF
Insert shape 070208 2(1.5)2
-EF
@ 117302 3(2.5)0
-HM
11T304 3(2.5)1
-EM
117308 3(2.5)2
-HR
117312 3(2.5)3
-LH
Positve agle! (1SO) (Inch) Chipbreaker/
WSP Spanleitstufe
060204 2(1.5)1
09T302 3(2.5)0
09T304 3(2.5)1
09T308 3(2.5)2
-HF
Insert shape 120404 431 -EF
120408 432
-HM
120412 433
-EM
150404 531
-HR
150408 532
-LH
@ 150412 533
- 190408 632
190412 633
190416 634
V Type Chipbreaker/
Positi le/
Os't\'/‘\l/esgng : (IS0) (i) Spanleitstufe
110202 2(1.5)0
110204 2(1.51
110208 2(1.5)2
Insert shape 110302 220 -SF
110304 221 -HF
110308 222 -NF
0 160402 330 -LH
e 160404 331
160408 332
160412 333
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Turning

: Drehen
[CementedlcarbidefandlcermetjinsertsEliiartmetallfundlCerme tAWS Pl

CN** Negative Insert - Negative WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen %Ungunstige Bearbeitungsbedingungen
- ﬂ steel/stal QPR P PP £ @ O 0O
_ 8 Stainless Steel /
2 % Rostfreier Stahl O%%%%%% O O
_g%mCast iron / Gusseisen .**** . *
| %‘ = Non-ferrite material / 89 %
s 2 Ne Metalle
| Heat-resistant steel /
Warmfester Stahl O SS SE O
_% | __e| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape s 2| Hartmetall
Schneid- Type - Typ 13
plattenform P r oS35 s ISR S |5
. ~ — NN ™M =—- AN - - = - - 5o o
LIlCrs Td i r 58800068 SS2830a00a0 0 128828
[l I o'a I wa R o'a [ o'a [ ' Y wa I a'a [ o' [ a R o a R o' [ ' R a a [~ Z [ONGalala)
S>> > > > > > > > > > > > > > > > > >
DF CNMGO090304-DF | 9.7 |9.525| 3.18 | 381 | 04 | e (e} o
CNMGO090308-DF | 9.7 [9.525|/3.18 (3.81| 0.8 | e e}
- H CNMG120404-DF | 129 | 127 | 476 | 516 | 0.4 (@ ® O o o 0 O o ° °
Finishing CNMG120408-DF | 129 | 12.7 | 476 | 516 | 0.8 |@ ® © O 0 O o °
Schlichten
CNMG120412-DF | 12.9 | 12.7 | 476 | 516 | 1.2 |@ O (¢}
CNMG120404-WG | 12.9 | 12.7 | 476 | 516 | 0.4 |@ O
Wi
_(E‘ CNMG120408-WG | 12.9 | 12.7 | 476 | 516 | 0.8 |@ @ ) e} (e} ®
/ _,_ rj CNMG120412-WG | 129 | 12.7 | 476 | 516 | 1.2 (@ @ ¢} @)
CNMG160608-WG | 16.1 (15.875| 6.35 | 6.35 | 0.8 ¢}
Wiper
CNMG160612-WG | 16.1 [15.875 6.35 | 6.35 | 1.2 o
SF CNMGO090304-SF | 9.7 |9.525| 3.18 | 3.81 | 0.4 e} °
CNMGO090308-SF | 9.7 |9.525| 3.18 | 3.81 | 0.8 o [ ]
CNMG120404-SF | 12.9 | 12.7 | 4.76 | 5.16 | 0.4 o [ ]
Finishing CNMG120408-SF | 12.9 | 12.7 | 4.76 | 5.16 | 0.8 o °
Schlichten
CNMG120412-SF | 12.9 | 12.7 | 4.76 | 5.16 | 1.2 °
CNMGO090304-EF | 9.7 |9.525| 3.18 | 3.81 | 0.4 ® O
CNMGO090308-EF | 9.7 |9.525| 3.18 | 3.81 | 0.8 ® O
CNMG120404-EF | 12.9 | 12.7 | 4.76 | 5.16 | 0.4 o ® O o o
Finishing CNMG120408-EF | 12.9 | 12.7 | 476 | 516 | 0.8 |0 @ [ I BNORN I )
Schlichten
CNMG120412-EF | 12.9 | 12.7 | 4.76 | 5.16 | 1.2 ® OO @ @
Tool holder / Klemmbhalter
PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
Kr:75° Kr:95° Kr:75° Kr:95° Kr:95°
P
Sote A158 A159 A170 A171 A216

@ Ex Stock / ab Lager

O On demand / auf Anfrage




CN** Negative Insert-Negative WSP

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

Turning
[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Normal Machining Condition
6‘9 Normale Bearbeitungsbedingungen

- Drehen

% Unfavorable Machining Condition

Ungiinstige Bearbeitungsbedingungen

[ seeisn Q@ % 8@ & ® ® 0%
- 8 Stainless Steel /
g% Rostfreier Stahl O%%@%%% O O
g%mCast iron / Gusseisen .‘*** . *
é‘ = Non-ferrite material / 63 %\%
? 2 Ne Metalle
| Heat-resistant steel /
Warmfester Stahl O 63 63 O
_% | __e| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape s 2| Hartmetall
Schneid- Type - Typ 13
plattenform NSRS nYRE |B
- - N - N - - — — b oo
LIS 1d r 5880008 S2230a0a80 |0 129828
sl 'a Jyo'a Iy w'a R o'a [ o a [ ' e a I a'a [ 'a [ a R e a I o' [ ' R a a [~ P4 [ONO sl alyal
> > > > > > > > > > > > > > > > > > > > > >
CNEG120404-NF | 12.9 | 12.7 | 476 | 5.16 | 0.4 ° o
CNEG120408-NF | 12.9 | 12.7 | 476 | 5.16 | 0.8 ° o)
CNEG120412-NF | 12.9 | 12.7 | 476 | 5.16 | 1.2 o o)
Finishing
Schlichten
CNMGO090304-PM | 9.7 |9.525| 3.18 | 3.81 | 0.4 °
CNMGO090308-PM | 9.7 |9.525| 3.18 | 3.81 | 0.8 °
CNMG120404-PM | 129 | 127 | 476 | 516 | 04 (@ @ o ° °
PM CNMG120408-PM | 129 | 127 | 476 | 516 | 08 (@ @ o e e 0 0 O o
CNMG120412-PM | 129 | 127 | 476 | 516 | 1.2 |@ @ o PR ) o o
CNMG120416-PM | 129 | 127 | 476 | 516 | 16 |0 e PR ) ® O
CNMG160608-PM | 16.1 [15.875| 6.35 | 6.35 | 0.8 ° o o o
CNMG160612-PM | 16.1 [15.875/ 6.35 | 6.35 | 1.2 |0 @ O e 0O @ O
Medium Cut/
Mittl. Bearb. | CNMG160616-PM | 16.1 (15.875/ 6.35 | 6.35 | 1.6 |0 @ oo o
CNMG190608-PM | 19.3 |19.05| 6.35 | 7.94 | 0.8 Y o)
CNMG190612-PM | 19.3 |19.05| 6.35 | 7.94 | 1.2 Y o o °
CNMG190616-PM | 19.3 |19.05| 6.35 | 7.94 | 1.6 Y o o o
Tool holder / Klemmbhalter
PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
P
cage A158 A159 A170 A171 A216
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter
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Turning

: Drehen
[CementedlcarbidefandlcermetjinsertsEliiartmetallfundlCerme tAWS Pl

CN** Negative Insert-Negative WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen %Ungunstige Bearbeitungsbedingungen
- ﬂ steel/stal QPR P PP £ @ O 0%
_ 8 Stainless Steel /
2 % Rostfreier Stahl O%%%%%% O O
_g%mCast iron / Gusseisen .**** . *
%‘ = Non-ferrite material / 89 %
? 2 Ne Metalle
|| Heat-resistant steel /
Warmfester Stahl O SS SE O
_% | _E| Uncoated
Dimension (mm) Coated Carbide g2 | €82 | Carbide
Abmessung Beschichtetes Hartmetall 8% | 885 | unbeschicht.
Insert Shape S 2| Hartmetall
Schneid- Type - Typ o
plattenform S RS - SR S B s i sl o B N B o B N g ~
L{IC| S |d | r|2RB8S8]882888cvuoe |& | =55
OO0V OOO===00000|9 [©} - < 9O «—
[ ' I o'a [ w'a R o'a [ o'a [ ' a2 N a'a [ o' [ a R o a Qi o'a [ ' 0 a [~ P4 OoonNnNnA
P> > > > > > > > > > > > > > > > >
CNMGO090304-DM | 9.7 |9.525/3.18 |381| 04 |e@ @ o °
CNMGO090308-DM | 9.7 |9.525| 3.18 | 3.81 | 0.8 ° fe)
CNMG120404-DM | 129 | 127 | 476 | 516 | 0.4 (@ @ @ o O e @ )
CNMG120408-DM | 12.9 | 12.7 | 476 | 516 | 0.8 (@ @ @ ° ce e o o °
DM CNMG120412-DM | 12.9 | 12.7 | 476 | 516 | 1.2 (@ @ @ o e o °
,_#’ CNMG120416-DM | 12.9 | 12.7 | 476 | 5.16 | 1.6 ® O o o
CNMG160608-DM | 16.1 [15.875/ 6.35 | 6.35| 0.8 (@ @ @ ) o
Medium Cut/ | CNMG160612-DM | 16.1 |15.875/ 6.35 |6.35 | 1.2 |@ @ O 1)
Mittl. Bearb.
CNMG160616-DM | 16.1 [15.875/ 6.35 | 635 | 16 (@ ® @ o
CNMG190608-DM | 19.3 [19.05| 6.35 | 7.94 | 0.8 ° °
CNMG190612-DM | 19.3 |19.05| 6.35 | 7.94 | 1.2 TR ) °
CNMG190616-DM | 19.3 [19.05| 6.35 | 7.94 | 1.6 ® O )
CNMG120404-EM | 12.9 | 12.7 | 4.76 | 5.16 | 0.4 FEE BK ) )
CNMG120408-EM | 12.9 | 12.7 | 4.76 | 5.16 | 0.8 e 0o 0 0 0
CNMG120412-EM | 12.9 | 12.7 | 4.76 | 516 | 1.2 ° 1) °
CNMG160608-EM | 16.1 [15.875| 6.35 | 6.35 | 0.8 )
Medium Cut/ | CNMG160612-EM | 16.1 |15.875| 6.35 | 6.35 | 1.2 Y fe)
Mittl. Bearb.
CNMG160616-EM | 16.1 [15.875| 6.35 | 6.35 | 1.6 fe)
Tool holder / Klemmhalter
MCBNRI/L MCLNRI/L PCLNR/L
Kr:95°

PCBNR/L
Ky
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A216




CN** Negative Insert-Negative WSP

Ideal Machining Condition

Turning

Normal Machining Condition

' Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%‘%Ungimstige Bearbeitungsbedingungen
[ seeisn Q@ % 8@ & ® ® 0%
_ 8 Stainless Steel /
g% Rostfreier Stahl O%%@%%% O O
g%mCast iron / Gusseisen .‘*** . *
é‘ = Non-ferrite material / 63 %\%
? 2 Ne Metalle
| Heat-resistant steel /
Warmfester Stahl O 63 63 O
_% | __e| Uncoated
Dimension (mm) Coated Carbide g2 g%‘:’é Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape S £ | Hartmetall
Schneid- Type - Typ )
plattenform o e NN DN YT o o N v NN ~
OO WOOOOWLLWLWIn O WL W|W [Ye]
O8O0 0BSSS8o00000 0 292888
[l ' I o'a I wa R o'a [ o'a [ ' e a R a'a [ o' [ a I o a R o' Y ' R e a [~ P4 OonNnNnA
P> > > > > > > > > > > > > > > > > > > > >
CNMG120404-NM | 12.9 | 12.7 | 4.76 | 5.16 | 0.4
NM
CNMG120408-NM | 12.9 | 12.7 | 4.76 | 5.16 | 0.8 Y o
CNMG120412-NM | 12.9 | 12.7 | 4.76 | 5.16 | 1.2 Y
Medium Cut/
Mittl. Bearb.
CNMG120408-DR | 129 | 127 | 476 | 516 | 0.8 (@ © @ o Y )
CNMG120412-DR | 129 | 12.7 | 476 |516 | 12 (@ @ @ P ) Y
CNMG120416-DR | 129 | 127 | 476 |5.16 | 16 (@ ® @ ° °
DR CNMG160608-DR | 16.1 [15.875| 6.35 | 6.35 | 0.8 ° ° o
| —
¥ | | CNMG160612-DR | 16.1 [15.875/ 6.35 | 6.35 | 12 (@ ® @ o e
CNMG160616-DR | 16.1 [15.875/6.35 |6.35| 16 '@ @ @ o o
Roughing /
Schruppen CNMG190608-DR | 19.3 (15.875/ 6.35 | 7.94 | 0.8 ) Y Y
CNMG190612-DR | 19.3 |19.05/6.35 (794 | 12 |@ @ @ o Y
CNMG190616-DR | 19.3 |[19.05/6.35 (794 | 16 (@ ®© @ Y Y
CNMG190624-DR | 19.3 [19.05(6.35 (794 | 24 |@ @ @ o o
Tool holder / Klemmhalter
PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
Kr:75° Kr:95° Kr:75° Kr:95° Kr:95°
Page/Seite A158 A159 A170 A171 A216
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

ISO Code
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Turning

: Drehen
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CN** Negative Insert - Negative WSP
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@ Ex Stock / ab Lager

O On demand / auf Anfrage

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen Unglinstige Bearbeitungsbedingungen
- ﬂ steel/stal QPR P PP £ Q O%
8 Stainless Steel /
2 %’ Rostfreier Stahl O%%%%%%
_§§ m Cast iron / Gusseisen . . *
%‘ Non-ferrite material /
2 Ne Metalle 89%
Heat-resistant steel /
Warmfester Stahl O SS SE O
_% | _E| Uncoated
Dimension (mm) Coated Carbide g g%% Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape = £ | Hartmetall
Schneid- Type - Typ 13
plteriom Llcls|alr 2RBE8S8RE38808 0 o 555
: OOV OOOSS=ao0o0o0ao 0 28L&
[l o' I o'a I wa R o'a [ o'a [ ' e a I a'a [ o' [ a R e a I o' [ ' R a a [~ =z OonNnnNnA
P> > > > > > > > > > > > > > > > > > > > >
CNMM120412-DR | 129 | 127 | 476 | 516 | 12 (@ @
DR CNMM160612-DR | 16.1 15.875 6.35 |6.35| 1.2 |0 @ O
CNMM160616-DR | 16.1 [15.875/ 6.35 |6.35| 16 (@ @ @ Y
CNMM190612-DR | 19.3 |19.05(6.35 794 | 12 (@ @ @
CNMM190616-DR | 19.3 |19.05(6.35 794 | 16 (O @ @
Roughing / | CNMM190624-DR | 19.3 |19.05| 6.35 | 7.94 | 24 |e@ @ O
Schruppen
CNMM250924-DR (25.79| 25.4 |9.525/9.12 | 24 |0 @ ©
ER CNMG120408-ER | 129 | 12.7 | 476 | 5.16 | 0.8 Y
CNMG120412-ER | 129 | 12.7 | 476 | 5.16 | 1.2 Y
'\-'-FH.
f’ﬁ'}i CNMG160612-ER | 16.1 [15.875 6.35 | 6.35 | 1.2 °
(et !
CNMG160616-ER | 16.1 |15.875/ 6.35 | 6.35 | 1.6 Y
Roughing /
Schruppen | CNMG190612-ER | 19.3 {19.05| 6.35 | 7.94 | 1.2 o Y
CNMG190616-ER | 19.3 |19.05| 6.35 | 7.94 | 1.6 °
ER CNMM250724-ER (25.79| 25.4 | 7.94 | 9.12 | 2.4 o o o
.-F? CNMM250732-ER |25.79| 254 | 7.94 | 9.12 | 3.2 o o o
A
CNMM250924-ER |25.79| 25.4 |9.525| 9.12 | 2.4 o o o
Roughing /
Schruppen CNMM250932-ER |25.79| 25.4 |9.525| 9.12 | 3.2 fe) o o
CNMM120408-HDR| 12.9 | 12.7 | 476 | 516 | 08 (@ @ @ Y
CNMM120412-HDR| 12.9 | 127 | 476 | 516 | 12 |0 @ @ o
CNMM120416-HDR| 12.9 | 12.7 | 4.76 | 5.16 | 1.6 o o
CNMM160612-HDR | 16.1 15.875/ 6.35 | 6.35 | 12 (@ @ O o
Roughing/ |CNMM160616-HDR | 16.1 {15.875 6.35 | 6.35 | 1.6 |0 e
Schruppen
CNMM190616-HDR| 19.3 |19.05/ 6.35 | 794 | 16 (@ @
CNMM190624-HDR| 19.3 |[19.05/ 6.35 | 794 | 24 |@ @
Tool holder / Klemmhalter
PCBNR/L PCLNR/L MCBNRI/L MCLNR/L PCLNR/L
Kr:75° K?ﬁ’ ey ' Kv Kr:95°
Page/Seite A158 A159 A170 A171 A216




CN** Negative Insert-Negative WSP

Ideal Machining Condition

Turning

Normal Machining Condition

- Drehen

[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%‘%Ungimstige Bearbeitungsbedingungen
[ seeisn Q@ % 8@ & ® ® 0%
8 Stainless Steel /
g% Rostfreier Stahl O%%@%%% O O
g%mCast iron / Gusseisen .‘*** . *
é‘ = Non-ferrite material / 63 %\%
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O 63 63 O
_% | __e| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape S 2| Hartmetall
Schneid- Type - Typ )
plattenform T o NN DN T o o ooy N e NN ~
D WOWOOOOWLLWWIn O WL W|IW [Ye]
L |[IC| S d r | - N - ® - v - — — o oo
O8O0 0BSSSB8o000a0 0 29288 R
(ol o'a I o'a [ wa R o'a [ o'a [ o' e a I a'a [ o' [ a R o a R o' [ ' e a [~ =z OoonNnNnA
S>> > > > > > > > > > > > > > > > > > >
CNMA120404 129 1 12.7 | 476 | 516 | 04 | o ® O O Y
CNMA120408 129 1 12.7 | 476 | 516 | 0.8 | o e e O @ [N )
CNMA120412 129 | 127 | 476 | 516 | 1.2 | o e e O @ °
CNMA120416 129|127 | 476 | 516 | 1.6 e e O @
Flat CNMA160608 | 16.1 (15875 6.35 | 6.35 | 0.8 o B
' CNMA160612 16.1 |15.875 6.35 | 6.35 | 1.2 O @ O O
J CNMA160616 16.1 |15.875 6.35 | 6.35 | 1.6 e e O @
CNMA160620 16.1 [15.875/ 6.35 | 6.35 | 2.0 o o
CNMA160630 16.1 [15.875/ 6.35 | 6.35 | 3.0 o o
CNMA190612 19.3 119.05/6.35 794 | 1.2 |o e 0o 0 o o
CNMA190616 19.3 |19.05/6.35 | 7.94 | 1.6 Oe e e
CNMG120404 129|127 | 476 | 516 | 04 |0 @
CNMG120408 129 1127|476 (516 | 08 |0 @ o ® O o
CNMG120412 129 1127|476 | 516 | 1.2 |0 @ O o
Basic CNMG160608 16.1 |15.875/ 6.35 | 6.35| 0.8 |0 O
CNMG160612 16.1 [15.875/ 6.35 | 6.35 | 1.2 o
-f CNMG160616 | 16.1 15875 6.35 | 6.35 | 1.6
CNMG190608 19.3 |19.05|/ 6.35 | 7.94 | 0.8 o
CNMG190612 19.3 |19.05/6.35 | 794 | 1.2 |0 ©
CNMG190616 19.3 |19.05/6.35 | 794 | 1.6 fe) o
Tool holder / Klemmbhalter
PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
Kr:75° Kr:95° Kr:75° Kr:95° Kr:95°
Page/Seite A158 A159 A170 A171 A216
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

A51

(@)
C
=)
=
()
o]
[
®
()
Q0
c
o
j .
o
(O]
£
(O]
=
(O]
e
<
(@)
£
C
-
-]
l_
T
[ .
(O]
C
()
0}




(@]
C
-]
5=
()
0
[
®
()
O
c
o
| -
(@)
()
k=
(&)
£
()
o)
<
(@]
k=
C
-
-]
|_
T
|
()
C
O
O

A52

Turning

: Drehen
[CementedlcarbidefandlcermetjinsertsEliiartmetallfundlCerme tAWS Pl

CN** Negative Insert-Negative WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 83 Normale Bearbeitungsbedingungen %Ungunstige Bearbeitungsbedingungen
- B steel/stal QPR P PP £ @ O 0O
8 Stainless Steel /
2 %’ Rostfreier Stahl O%%%%%% O O
_g%mCast iron / Gusseisen .**** . *
%‘ = Non-ferrite material / SS %
2 Ne Metalle
e Heat-resistant steel /
Warmfester Stahl O SS SE O
_% | __e| Uncoated
Dimension (mm) Coated Carbide g g@%’ Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape s 2| Hartmetall
Schneid- Type - Typ I3
' OOV OOOSS=ao0ooao 0 2E38E8
[aa o Iy o'a I wa R o'a J o'a Y ' e a R o a [ 'a [ a R e a I o' Y ' R e a [~ P4 OonNnnA
P> > > > > > > > > > > > > > > > > > > > >
CNMM120404 129 1127|476 | 516 | 04 |0 ©O
Basic CNMM120408 129|127 | 476 | 516 | 0.8 |0 ©
:‘ CNMM120412 | 12.9 | 12.7 | 476 | 516 | 1.2
CNMM190608 19.3 |19.05|/ 6.35 | 7.94 | 0.8
CNMM190612 19.3 |19.05/ 6.35 | 7.94 | 1.2 o O
CNMM190616 19.3 |19.05/6.35 | 794 | 1.6 o O
CNMM190624 19.3 [19.05| 6.35 | 7.94 | 2.4 o
Tool holder / Klemmhalter
PCBNR/L PCLNR/L MCBNRI/L MCLNR/L PCLNR/L
Kr:75° Kr:95° Kr:75° Kr:95° Kr:95°
Page/Seite A158 A159 A170 A171 A216

@ Ex Stock / ab Lager

O On demand / auf Anfrage



VN** Negative Insert-Negative WSP

Ideal Machining Condition

Turning

Normal Machining Condition

' Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%‘%Ungimstige Bearbeitungsbedingungen
[ seeisn Q@ % 8@ & ® ® 0%
8 Stainless Steel /
g% Rostfreier Stahl O%%@%%% O O
g%mCast iron / Gusseisen .‘*** . *
é‘ = Non-ferrite material / % %\%
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O 63 63 O
_% | __g| Uncoated
Dimension (mm) Coated Carbide g “g%% Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape = & | Hartmetall
Schneid- Type - Typ I3)
platienform Er 0885 LRYERRE |b
- — N - AN & - — — b oo
LIICIS 1dlr 658800008sS28000a0l0 0 |2882R
[an I a'a  o'a [ o'a [ ' [ a R o' [ o' [ ' [ T a o' [ o' [ ' R a a e P4 (OGN alalya
P> > > > > > > > > > > > > > > > > > > > >
DNMG110404-DF | 11.6 |9.525| 4.76 | 3.81| 04 |0 e ° o O °
DNMG110408-DF | 11.6 |9.525/ 4.76 | 3.81 | 0.8 (@ @ O O
DF DNMG110412-DF | 11.6 |9.525| 4.76 | 3.81| 1.2 |0 O
: _ | DNMG150404-DF | 155 | 12.7 | 476 | 516 | 0.4 |e@ © fe) o fe)
Ly
J DNMG150408-DF | 155 | 12.7 | 476 | 516 | 0.8 |@ © o
Finishing DNMG150412-DF | 155 | 12.7 | 476 | 516 | 1.2 | o
Schlicht
e | DNMG150604-DF | 155 | 12.7 | 635 | 516 | 04 |@ @ o oe o
DNMG150608-DF | 15.5 | 12.7 | 6.35 |5.16 | 0.8 (@ @ o
DNMG150612-DF | 155 | 12.7 | 635 | 5.16 | 1.2 | @
DNMX110404-WG | 11.6 |9.525| 4.76 | 3.81 | 0.4 .
—_—
'-_-/ DNMX110408-WG | 11.6 |9.525| 4.76 | 3.81 | 0.8 |0 © fe) fe)
e
DNMX150408-WG | 15.5 | 12.7 | 476 | 5.16 | 0.8 |@ © o
DNMX150412-WG | 15.5 | 12.7 | 476 | 5.16 | 1.2
Wiper | DNMX150608-WG | 155 | 12.7 | 6.35 | 5.16 | 0.8 |e o o o
DNMX150612-WG | 155 | 12.7 | 6.35 | 516 | 1.2 |@ O o
s DNMG110404-SF | 11.6 |9.525| 4.76 | 3.81 | 0.4 °
F
g DNMG150404-SF | 15.5 | 12.7 | 476 | 5.16 | 0.4 °
DNMG150408-SF | 15.5 | 12.7 | 476 | 5.16 | 0.8 °
Finishing DNMG150604-SF | 15.5 | 12.7 | 6.35 | 5.16 | 0.4 ®
Schlicht;
NN | DNMG150608-SF | 155 | 12.7 | 6.35 | 5.16 | 0.8 o
Tool holder / Klemmbhalter
PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr:93° Kr:63° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page/Seite A160 A161 A172 A173 A218 A219
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

A53
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Turning

: Drehen
[CementedlcarbidefandlcermetjinsertsEliiartmetallfundlCerme tAWS Pl

DN** Negative Insert-Negative WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen *Ungunstige Bearbeitungsbedingungen
- ﬂ steel/stal QPR P PP £ @ O 0O
8 Stainless Steel /
2 %’ Rostfreier Stahl O%%%%%% O O
_g%mCast iron / Gusseisen .**** . *
%‘ = Non-ferrite material / 89 %
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O SS SE O
_% | __E| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape 5 2| Hartmetall
Schneid- Type - Typ I3
petenem Llic|s g |PRBEEESEEERSERYE B ooo
: QOO OOOSS=a00000 0 E8828&
[ I o'a [ 'a ' Y a a R o'a [ ' ' Y a a R o a [ a'a [ ' Y ' QR a a = Z [N O alala]
P> >>> > > > > > > > > > > > > > > > > >
DNMG110404-EF | 11.6 |9.525| 4.76 | 3.81 | 0.4 ® O Y
DNMG110408-EF | 11.6 |9.525| 4.76 | 3.81 | 0.8 ® O Y
DNMG110412-EF | 11.6 |9.525| 4.76 | 3.81 | 1.2 o
EF
DNMG150404-EF | 155 | 12.7 | 476 | 5.16 | 0.4 ® O
ﬂ DNMG150408-EF | 15.5 | 12.7 | 476 | 5.16 | 0.8 ® O
Finishing DNMG150412-EF | 155 | 12.7 | 476 | 5.16 | 1.2 o
Schlicht
NN | DNMG150604-EF | 15.5 | 127 | 6.35 | 516 | 0.4 | @ o¢ oo
DNMG150608-EF | 155 | 12.7 | 6.35 | 5.16 | 0.8 Y o0 o0
DNMG150612-EF | 15.5 | 12.7 | 6.35 | 5.16 | 1.2 Y
NF DNEG150404-NF | 155 | 12.7 | 4.76 | 5.16 | 0.4
ﬂ DNEG150408-NF | 155 | 12.7 | 476 | 516 | 0.8
DNEG150604-NF | 15.5 | 12.7 | 6.35 | 5.16 | 0.4 Y o
finishing
Schlichten DNEG150608-NF | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 Y o
EM DNMG150604R-FM | 155 | 12.7 | 635|516 | 0.4 |0 @ Y o
g DNMG150608R-FM | 15.5 | 12.7 | 6.35 | 516 | 0.8 |0 o e o
DNMG150604L-FM | 155 | 127 (6.35 | 516 | 04 |0 @ Y o
finishing
Schlichten | DNMG150608L-FM | 15.5 | 12.7 | 6.35 | 516 | 0.8 |0 e ° o
PM DNMG110404-PM | 11.6 |9.525/ 476 |3.81 | 0.4 (@ @ O )
'i— ~+ | DNMG110408-PM | 11.6 |9.525/ 476 | 3.81 | 0.8 |@ ® O P )
d F,
DNMG110412-PM | 11.6 |9.525|/ 476 | 381 | 1.2 |@ @ o0
Medium Cut/ DNMG150404-PM | 155 | 127 | 476 | 516 | 04 |0 @ [ IK )
Mittl. Bearb.
1 BeA0 | HNMG150408-PM | 155 | 12.7 | 4.76 | 5.16 | 0.8 |0 e ol e
Tool holder / Klemmhalter
PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr:93° Kr:63° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page/Seite A160 A161 A172 A173 A218 A219

@ Ex Stock / ab Lager

O On demand / auf Anfrage




DN** Negative Insert-Negative WSP

Ideal Machining Condition

Turning

Normal Machining Condition

' Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%‘%Ungimstige Bearbeitungsbedingungen
[ seeisn Q@ % 8@ & ® ® 0%
8 Stainless Steel /
g% Rostfreier Stahl O%%@%%% O O
g%mCast iron / Gusseisen .‘*** . *
é‘ = Non-ferrite material / 63 %\%
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O 63 63 O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | E82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 38 | unbeschicht.
Insert Shape = £ | Hartmetall
Schneid- Type - Typ O
plattenform i S S - S SN Bl el el o B o i o B oV B ~
D OWLOOODOWLWLWLIKDOWI BIW w — ~ -
— — N ANO®=—AN® - - — ~ —
LIl S 1 d 1 rm o880 8306sSS800000 0 29828
{4 oo [ o'a I o' [ o'a [ o' Y o [ o'a [ a'a ' [ ' [ o a I ' e P4 (OGN alalyal
P> > > > > > > > > > > > > > > > > > > > >
DNMG150412-PM | 155 | 12.7 | 4.76 | 5.16 | 1.2 ® ® ® O
PM DNMG150416-PM | 15.5 | 12.7 | 476 | 5.16 | 1.6 o
% /| DNMG150604-PM | 155 | 12.7 | 635 | 516 | 0.4 |@ ® O o ee o
DNMG150608-PM | 155 | 127 | 6.35 | 516 | 08 (@ @ @ o o 0 °
Medium Cut/
Mittl. Bearb. DNMG150612-PM | 155 | 127 |6.35 | 516 | 12 (@ @ @ Py o e °
DNMG150616-PM | 155 | 12.7 | 6.35 | 5.16 | 1.6 Y )
DNMG110404-DM | 11.6 |9.525| 4.76 | 3.81 | 04 (@ @ O ® °
DNMG110408-DM | 11.6 |9.525| 4.76 |3.81 | 08 (@ @ @ le) fe)
DNMG110412-DM | 11.6 |9.525| 4.76 | 3.81 | 1.2 o
DM DNMG150404-DM | 155 | 12.7 | 476 | 516 | 04 |e@ @ 1)
._ ’ DNMG150408-DM | 155 | 12.7 | 476 | 516 | 08 |@ @ o) 1) ° Ie)
DNMG150412-DM | 155 | 127 | 476 | 516 | 1.2 |0 © o o
DNMG150416-DM | 155 | 12.7 | 476 | 5.16 | 1.6
Medium Cut/ | DNMG150604-DM | 15.5 | 12.7 | 6.35 | 5.16 | 0.4 |@ @ O ce e o
Mittl. Bearb.
DNMG150608-DM | 155 | 127 | 6.35 | 516 | 0.8 (@ @ @ OO0 e o °
DNMG150612-DM | 155 | 12.7 | 635|516 | 1.2 |@ @ O le) fe)
DNMG150616-DM | 155 | 12.7 | 6.35 | 5.16 | 1.6 K )
Tool holder / Klemmhalter
PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr:93° Kr:63° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page/Seite A160 A161 A172 A173 A218 A219
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

A55

(@)
C
=)
=
()
o]
[
®
()
Q0
c
o
j .
o
(O]
£
(O]
=
(O]
e
<
(@)
£
C
-
-]
l_
T
[ .
(O]
C
()
0}




(@]
C
-]
5=
()
O
[
®
()
O
c
()
| .
()]
()
=
()
£
()
o)
<
(@]
=
C
-
-]
|_
T
| .
()
C
()
O

Turning : \Drehen
Cameniee] carbie anc camet sers = MermeEl umne Cammnet WP

CN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen % Ungtinstige Bearbeitungsbedingungen

- ﬂ steel/stal QPR P PP £ @ O 0%
8 Stainless Steel /
2 % Rostfreier Stahl O%%%%%% O O
_g%mCast iron / Gusseisen .**** . *
%‘ = Non-ferrite material / 89 %
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O SS SE O
_% | __E| Uncoated
Dimension (mm) Coated Carbide g2 | €82 | Carbide
Abmessung Beschichtetes Hartmetall 88 | 38 | unbeschicht.
Insert Shape = £ | Hartmetall
Schneid- Type - Typ I3)
plattenform Fr NN NET L YNSNYNE B
— — N - AN ™ - v — — VP
LIICIS 1 d ir 80000 BSSS80a00ao 0 288828
N oOoO0NNOooOO0@OM@OMOM@MEAZ zZ (SN Nalala
S>> > > > > >>>>>>>>> |5 X555
DNMG110404-EM | 11.6 |9.525| 4.76 | 3.81 | 0.4 ® O
DNMG110408-EM | 11.6 |9.525| 4.76 | 3.81 | 0.8 ® O )
DNMG110412-EM | 11.6 |9.525| 4.76 | 3.81 | 1.2 o
EM
DNMG150404-EM | 155 | 12.7 | 476 | 5.16 | 0.4 ® O
g DNMG150408-EM | 155 | 12.7 | 4.76 | 5.16 | 0.8 ® O
Medium Cut/ DNMG150412-EM | 155 | 12.7 | 476 | 5.16 | 1.2 fe)
Mittl. Bearb.
e8| DNMG150604-EM | 155 | 12.7 | 6.35 | 5.16 | 0.4 - B -
DNMG150608-EM | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 eoe o0 o e
DNMG150612-EM | 155 | 12.7 | 6.35 | 5.16 | 1.2 ® O )

NM DNMG150412-NM | 155 | 12.7 | 4.76 | 5.16 | 1.2

g DNMG150612-NM | 155 | 12.7 | 6.35 | 5.16 | 1.2 o o o

Medium Cut/
Mittl. Bearb.
DNMG150408-DR | 15.5 | 12.7 | 476 | 5.16 | 0.8
DR DNMG150412-DR | 15.5 | 12.7 | 476 | 5.16 | 1.2 o) o o
H:; DNMG150416-DR | 15.5 | 12.7 | 476 | 5.16 | 1.6
DNMG150608-DR | 155 | 12.7 | 635|516 | 08 |@ @ @ Y °
Roughing/
Schruppen DNMG150612-DR | 155|127 | 635|516 | 12 |@ @ @ ° °
DNMG150616-DR | 15.5 | 12.7 | 6.35 | 516 | 1.6 ® O ° °

Tool holder / Klemmhalter

PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr:93° Kr:63° Kr:93° Kr:62°30' Kr:62°30' Kr:93°

. s
Page/Seite A160 A161 A172 A173 A218 A219

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



DN** Negative Insert-Negative WSP

Turning.: Dreh

[CementedfcarbidefandlcermetjinsertsElbiartmetalllind(Cermet]

en

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%\%‘Ungﬂnstige Bearbeitungsbedingungen
2 [ scisn Q@ S & ® ©® 0%
] Stainless Steel /
g€ Rostfreier Stahl OBBDBDHBE o O
_g%mCast iron / Gusseisen .‘*** . *
é‘ = Non-ferrite material / 63 %\%
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O 63 63 O
_2 | __g| Uncoated
Dimension (mm) Coated Carbide gz | £32 Carbide
Abmessung Beschichtetes Hartmetalll 8% | 883 | unbeschicht.
Insert Shape 5 £| Hartmetall
Schneid- Type - Typ I3)
= - [Te) - = - - — -
plattenform . el s d ﬁgg%%%%ﬁﬁg%gmgﬁﬁ o N _ =
roodobuoos==a0o0o0n0 |0 R8E2R
[ a'a I o'a [ o' [ ' JO o' o' (' ' o a Y a'a [ o' [ ' Y a = Z OoOonONnA
P> > > > > > > > > > > > > > > >
DNMA110416 11.6 19.525| 4.76 | 3.81 | 1.6
DNMA110424 11.6 19.525| 4.76 | 3.81 | 2.4
Flat DNMA150404 1551 12.7 | 476 | 516 | 0.4 fe)
DNMA150408 15651 12.7 | 476 | 5.16 | 0.8 O @ O
-
_/ DNMA150604 1565|127 | 6.35 | 516 | 0.4 o e °
DNMA150608 155|127 | 635|516 | 0.8 |o e ®e 0O o0
DNMA150612 1565|127 | 6.35 | 516 | 1.2 e ® 0O o0
DNMA150616 1565|127 | 6.35 | 516 | 1.6 O O °
Tool holder / Klemmhalter
PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr:93° Kr:63° Kr:93° — Kr:62°30' Kr:62°30' Kr:93°
Page/Seite A160 A161 A172 A173 A218 A219
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter
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Turning

: Drehen
[CementedicarbidefandlcermetjinsertsEliiartmetallfundlCerme tAWS P

DN** Negative Insert-Negative WSP

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

Normal Machining Condition
Normale Bearbeitungsbedingungen

Unfavorable Machining Condition
Ungtinstige Bearbeitungsbedingungen

Cermet
unbeschichtet
Cermet
Coated
beschicht. Cerm.

5 ﬂ Steel / Stahl LR £ $
8 Stainless Steel /
2 %’ Rostfreier Stahl 69 % 69 63 69 %
g% m Cast iron / Gusseisen ® %
%‘ = Non-ferrite material / SS %
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl % 83 O
Uncoated
Dimension (mm) Coated Carbide Carbide

Abmessung Beschichtetes Hartmetall unbeschicht.
Insert Shape Hartmetall
Schneid- Type - Typ I3)
plattenform R~ S NS ISR B~ B B~ NN | =S et
b — N O =-AN® - - — ~ by b oo
LIICI S | dir o88o00bsS280a00d0 0 28828
NN OOOND@O@O@OMAMZ z [SHONallala)
S>E>>>>>>>>>>>>>> |5 [>>>>
DR DNMM150608-DR | 155 | 12.7 | 6.35 | 516 | 08 (@ @ O o
-'.’_"I' DNMM150612-DR | 15.5 | 12.7 | 6.35 | 516 | 1.2 |e@ @
DNMM150616-DR | 15.5 | 12.7 | 6.35 | 5.16 | 1.6
Roughing/
Schruppen
ER DNMG150608-ER | 155 | 12.7 | 6.35 | 5.16 | 0.8 °
’;. /| DNMG150612-ER | 155 | 12.7 | 6.35 | 5.16 | 1.2 °
Roughing/
Schruppen
ER DNMM150608-ER | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 o
./E? DNMM150612-ER | 15.5 | 12.7 | 6.35 | 5.16 | 1.2 o
Roughing/
Schruppen
HDR  |DNMM150608-HDR| 155 | 12.7 | 6.35 | 5.16 | 0.8
g DNMM150612-HDR | 15.5 | 12.7 | 6.35 | 5.16 | 1.2
DNMM150616-HDR | 15.5 | 12.7 | 6.35 | 5.16 | 1.6
Roughing/
Schruppen
DNMG150604 1551 12.7 | 6.35 | 5.16 | 0.4
. DNMG150608 15651 12.7 | 6.35 | 5.16 | 0.8
Basic
- " DNMG150612 15651 12.7 | 6.35 | 5.16 | 1.2
DNMG150616 15651 12.7 | 6.35 | 5.16 | 1.6
DNMG190608 19.3 15.875/ 6.35 | 7.94 | 0.8
DNMG190612 19.3 |15.875/ 6.35 | 7.94 | 1.2
Tool holder / Klemmhalter
PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L
Kr:93° Kr:63° Kr:93° Kr:62°30' Kr:62°30'
-,#
Page/Seite A160 A161 A172 A218

@ Ex Stock / ab Lager

O On demand / auf Anfrage




SN** Negative Insert-Negative WSP

Turning
[CementedfcarbidefandlcermetjinsertsElbiartmetalllind(Cermet]

Normal Machining Condition

- Drehen

ISO Code Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

Ideal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%‘%Ungimstige Bearbeitungsbedingungen
" 00° @ s QB % 8 &% o 0 0%
8 Stainless Steel /
gl 1 ] | &% Rostfreier Stahl OBBBHBHBE o O
T ad g%mCastiroanusseisen QPP ® %
‘k £ -%3 Non-ferrite material / 63%\%
r > t -z ? 2 Ne Metalle
Heat-resistant steel /
- Warmfester Stahl O 63 63 O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | B3¢ Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape S & | Hartmetall
Schneid- Type - Typ o
plattenform o o NN DN T o v oy N e N N ~
L{IC| S |d|r RP88BESRI8a283882e2g8? ¥ comsSsS
QOO0 ===Z00000|0 O > =
[anJ a'a i o'a [ o' [ ' [ a I o' o' [ ' [ o a o a [ o' [ ' Y a a = =z [N O alalya]
S>> > > > > > > > > > > > > > > > > >
DF SNMG090304-DF [9.525|9.525| 3.18 | 3.81 | 0.4
'-a r SNMG090308-DF |9.525|9.525| 3.18 | 3.81 | 0.8
l‘-"—"—"-l-‘l SNMG120404-DF | 12.7 | 12.7 | 476 | 5.16 | 0.4
Finishing SNMG120408-DF | 12.7 | 12.7 | 476 | 516 | 08 (@ @
Schiichten | SNMG120412-DF | 12.7 | 127 | 476 | 516 | 12 |e e
SNMG090304-EF |9.525|9.525| 3.18 | 3.81 | 0.4 ® O
EF SNMG090308-EF |9.525|9.525| 3.18 | 3.81 | 0.8 ® O
SNMG090312-EF |9.525|9.525| 3.18 | 3.81 | 1.2 o
SNMG120404-EF | 12.7 | 12.7 | 476 | 5.16 | 0.4 o e
SNMG120408-EF | 12.7 | 12.7 | 476 | 5.16 | 0.8 ® O
SNMG120412-EF | 12.7 | 12.7 | 476 | 5.16 | 1.2 ® O Y
Finishing
Schlichten | SNMG150608-EF [15.875(15.875 6.35 | 6.35 | 0.8 oo
SNMG150612-EF |15.875/15.875| 6.35 | 6.35 | 1.2 o
Tool holder / Klemmbhalter
PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L MSKNR/L
Kr:75° Kr:45° Kr:75° Kr:45° Kr:75° Kr:75° Kr:75°
Page/Seite A162 A163 A164 A165 A174 A175 A176
MSDNN PSKNR/L
Kr:45° Kr:75°
Page/Seite A177 A221
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

A59
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Turning : \Drehen
Cameniee] carbie anc camet sers = MermeEl umne Cammnet WP

SN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen *Ungunstige Bearbeitungsbedingungen
/ 90° - ﬂ steel/stal QPR P PP £ @ O 0O
_ 8 Stainless Steel /
a1.C /.~" '\-.\ g%’ Rostfreier Stahl O%%%%%% O O
D od §%’mCast iron / Gusseisen . * . *
D £% \/ Gusse
B " X Non-ferrite material / 89 %
r ~ T - S 2 Ne Metalle
<> Heat-resistant steel /
Warmfester Stahl O SS SE O
_% | __E| Uncoated
Dimension (mm) Coated Carbide g2 | €82 | Carbide
Abmessung Beschichtetes Hartmetall 88 | 38 | unbeschicht.
Insert Shape = £ | Hartmetall
ISct:thn(?d- Type - Typ o 13)
petEE Liic s | d r|25RE8S80RbR808 b b 555
: QOVOOOOS==ac0a00a0 0 28828
[an J a'a i o'a [ o'a [ ' [ a I o' [ o' [ ' [ o a I o a [ o' [ ' Y a a = P4 [N O alalya]
S>> > > > > > > > > > > > > > > > > >
SNMG090304-SF |9.525|9.525| 3.18 | 3.81 | 0.4 Y
SNMG090308-SF |9.525|9.525| 3.18 | 3.81 | 0.8 °
SNMG120404-SF | 12.7 | 12.7 | 476 | 5.16 | 0.4 °
SNMG120408-SF | 12.7 | 12.7 | 476 | 5.16 | 0.8 °
Finishing | SNMG120412-SF | 12.7 | 12.7 | 4.76 | 5.16 | 1.2 o
Schlichten
SNMG150608-SF |15.875/15.875| 6.35 | 6.35 | 0.8 °
SNMG090304-PM (9.525|9.525| 3.18 | 3.81 | 0.4 .
SNMG090308-PM (9.525|9.525|3.18 |381| 08 |0 @ @ )
SNMG090312-PM (9.525|9.525| 3.18 | 3.81 | 1.2 |0 ©
PM SNMG120404-PM | 12.7 | 127 | 476 | 516 | 04 |e@ @
i . i SNMG120408-PM | 12.7 | 12.7 | 476 | 516 | 08 |0 @ @ Y
i SNMG120412-PM | 12.7 | 127 | 476 | 516 | 12 @ @ @ o
Medium Cut/ SNMG120416-PM | 12.7 | 12.7 | 476 | 5.16 | 1.6 [eKe) )
Mitd. Bearb. | SNMG150608-PM [15.87515.675 6.35 | 6.35 | 0.8
SNMG150612-PM (15.87515.875| 6.35 | 6.35 | 1.2 ® O o)
SNMG190612-PM |19.05|19.05| 6.35 | 7.94 | 1.2 o o
SNMG190616-PM [19.05/19.05| 6.35 | 7.94 | 1.6 o
Tool holder / Klemmbhalter
PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNRI/L MSKNR/L
Kr:75° Kr:45° Kr:75° Kr:45° Kr:75° Kr:75°
Page/Seite A162 A163 A164 A165 A174 A175 A176
MSDNN PSKNR/L
Kr:45° Kr:75°
Page/Seite A177 A221

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

A60



Turning : Drehen
[CementedfcarbidefandlcermetlinsertsEbantmetalllundl€ermets

SN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%‘%Ungimstige Bearbeitungsbedingungen
a 90° S [[@ scosen Q0% 6@ &% ® 0 0%
- 8 Stainless Steel /
agicl -~ 1 - g% Rostfreier Stahl O%%@%%% O O
\9\ od _g% m Cast iron / Gusseisen . * * * * . *
S g é‘ = Non-ferrite material / % %\%
r = t = < 2 Ne Metalle
Heat-resistant steel /
- Warmfester Stahl O 63 63 O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | E82| Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape 5 & | Hartmetall
Schneid- Type - Typ )
plattenform T = NN DN T v ol e NN ~
e s R R T R I~ ~
OO0V OO===Z=0o0000|0 O] - < 9O -
[an Ja'a  o'a [ o'a [ ' [ a I o' [ o' [ ' [ o a o a [ o' [ ' Ry a a e =z [GONGNalalya]
P> > > > > > > > > > > > > > > > > > > > >
SNMG090304-DM (9.525(9.525| 3.18 | 3.81 | 0.4 o
SNMG090308-DM [9.525/9.525| 3.18 | 381 | 0.8 (@ @ ©
DM SNMG120404-DM | 12.7 | 12.7 | 476 | 516 | 04 |@ @ ® O o [ ]
“ | | SNMG120408-DM | 12.7 | 12.7 | 476 | 516 | 08 |@¢ © @ e ® O o
v
'v-‘.--l SNMG120412-DM | 12.7 | 127 | 476 | 516 | 12 (@ @ @ o O @ O o
SNMG120416-DM | 12.7 | 127 | 476 | 516 | 16 |0 @ O
SNMG150608-DM |15.875(15.875/ 6.35 | 6.35| 0.8 |0 e
Medium Cut/ SNMG150612-DM (15.875|15.875 6.35 | 6.35| 1.2 (@ @ O
Mittl. Bearb. | sNMG150616-DM [15.87515.875 6.35 | 635 | 16 | o
SNMG190612-DM [19.05/19.05/6.35|7.94 | 1.2 (@ @ © ® O
SNMG190616-DM |19.05(19.05| 6.35 | 7.94 | 1.6 P ) o o
SNMG120404-EM | 12.7 | 12.7 | 4.76 | 5.16 | 0.4 o e
SNMG120408-EM | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 ) ® O
SNMG120412-EM | 12.7 | 12.7 | 4.76 | 5.16 | 1.2 ® O ® O
SNMG120416-EM | 12.7 | 12.7 | 4.76 | 5.16 | 1.6 fe)
Medium Cut/
Mittl. Bearb. SNMG150612-EM (15.87515.875| 6.35 | 6.35 | 1.2 o)
SNMG150616-EM (15.87515.875| 6.35 | 6.35 | 1.6 fe)
Tool holder / Klemmbhalter
PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNRI/L MSKNR/L
Kr:75° Kr:45° Kr:75° Kr:45° Kr:75° Kr:75° Kr:75°
Page/Seite A162 A163 A164 A165 A174 A175 A176
MSDNN PSKNR/L
Kr:45° Kr:75°
Page/Seite A177 A221

Insert code key Grade selection reference chip breaker selection reference Recommended cutting parameters
ISO Code A42-A43  soenauswal AN4/AST-ALD | o recherauswahl A24-A30 | Empfohlene Schnitiparameter | A249-A253
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A62

- Drehen

Turning

SN** Negative Insert-Negative WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

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

O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen %Ungi’mstige Bearbeitungsbedingungen
4 90° - ﬂ steel/sahl QP L PP ok ®@ O 0%
— o Stainless Steel /
@lg,-"l S, TS Rostfreier Stahl OB BB B O O
- od %ngastiron/Gusseisen .*‘** . *
L\ g2 : :
o - < Non-ferrite material / 69 %\%
r -L - ? § Ne Metalle
1> Heat-resistant steel /
Warmfester Stahl O 6989 O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | B82 Carbide
Abmessung Beschichtetes Hartmetall 88 | 88% | unbeschicht.
Insert Shape E £ | Hartmetall
platentorn | e P A o
—~ - - -~ - - NN — N N -—
OO OODOLLWLLWIODOWLW W [Te] - B -
- - - N - A ® 282 - -
LIlCl S Td r I n s 808SS22358080 o 29528%
[anJ a'a i o'a [ o'a [ ' [ a I o' o' [ ' [ o a o a [ o' [ ' [ a a = zZ [N O alalya]
S>> > > > > > > > > > > > > > > > > >
SNMG120408-NM | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 Y
SNMG120412-NM | 12.7 | 12.7 | 476 | 5.16 | 1.2
Medium Cut/
Mittl. Bearb.
SNMG120408-DR | 12.7 | 127 | 476 | 516 | 0.8 |@ @ @ Y Y
SNMG120412-DR | 12.7 | 12.7 | 476 | 516 | 12 |@ @ @ ° ® O
DR SNMG120416-DR | 12.7 | 12.7 | 476 | 516 | 16 |0 e O ° Y
SNMG150608-DR |15.875|15.875| 6.35 | 6.35 | 0.8 e} o
i SNMG150612-DR [15.875(15.875/ 6.35 |6.35| 12 |@ @ @ Y Y
1 i |
|-‘-91_ SNMG150616-DR |15.875/15.875| 6.35 | 6.35 | 1.6 K ) Y o
SNMG150624-DR [15.875|15.875| 6.35 | 6.35 | 2.4 e}
Roughing/
Schruppen | SNMG190612-DR (19.05/19.05(6.35 | 794 | 12 |0 @ @ °
SNMG190616-DR |19.05(19.05/6.35 (794 | 16 (@ @ @ o Y
SNMG190624-DR |19.05|19.05/6.35 (794 | 24 |0 o @
SNMM120408-DR | 12.7 | 12.7 | 4.76 | 5.16 | 0.8
DR SNMM120412-DR | 12.7 | 12.7 | 4.76 | 5.16 | 1.2
; SNMM120416-DR | 12.7 | 12.7 | 476 | 5.16 | 1.6
- ' 2 SNMM150608-DR (15.87515.875| 6.35 | 6.35 | 0.8
SNMM150612-DR |15.875[15.875| 6.35 | 6.35 | 1.2 o
Roughing/
Schruppen SNMM150616-DR [15.87515.875| 6.35 | 6.35 | 1.6 Y
SNMM190608-DR |19.05/19.05| 6.35 | 7.94 | 0.8 e}
Tool holder / Klemmbhalter
PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNRI/L MSKNR/L
Kr:75° Kr:45° Kr:75° Kr:45° Kr:75° Kr:75° Kr:75°
Page/Seite A162 A163 A164 A165 A174 A175 A176
MSDNN PSKNR/L
Kr:45° Kr:75°
Page/Seite A177 A221



SN** Negative Insert-Negative WSP

Turning
[CementedfcarbidefandlcermetjinsertsElbiartmetalllind(Cermet]

Normal Machining Condition

- Drehen

ISO Code Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

Ideal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%‘%Ungimstige Bearbeitungsbedingungen
a 90" s @ s OB% @@ & o 0 0%
— 8 Stainless Steel /
@|£, - RN g% Rostfreier Stahl O%%@%%% O O
- od %g mCastiroanusseisen .‘*** . *
L\ 82 I
% & 3 Non-ferrite material / 63 %\%
r T S 2 Ne Metalle
=] Heat-resistant steel /
Warmfester Stahl O 63 63 O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | €82 | Carbide
Abmessung Beschichtetes Hartmetalll 8% | 883 | unbeschicht.
Insert Shape 5 £ | Hartmetall
Schneid- Type - Typ (&)
plattenform i i S S = S AN B el el sl oV B A I SN B oV ~
Lllc|s|d|r |2R8S8R882888cvwge @ | o353
QOO0 ===Z00000|0 O D =
[anJ a'a i o'a [ o'a [ ' [ a I o' [ o' ' [ o a o a [ o' [ ' Y a a = z [N O alalya]
S>> > > > > > > > > > > > > > > > > >
DR SNMM190612-DR [19.05|19.05| 6.35 | 794 | 12 |0 @ ©
SNMM190616-DR |19.05/19.05| 6.35 | 794 | 16 (@ @ O
- " SNMM190624-DR |19.05/19.05| 6.35 | 794 | 24 @ @ @
SNMM250724-DR | 254 | 254 | 7.94 | 9.12 | 2.4 T )
Roughing/
Schruppen | SNMM250924-DR | 25.4 | 25.4 |9.525| 9.12 | 2.4 K )
SNMG120408-ER | 12.7 | 12.7 | 4.76 | 516 | 0.8
ER SNMG120412-ER | 12.7 | 12.7 | 476 | 516 | 1.2
T
J”‘ SNMG150608-ER [15.875(15.875 6.35 | 6.35 | 0.8
=
SNMG150612-ER |15.875(15.875 6.35 | 6.35 | 1.2 Y
Roughing/ | SNMG190612-ER |19.05|19.05| 6.35 | 7.94 | 1.2 °
Schruppen
SNMG190616-ER [19.05(19.05| 6.35 | 7.94 | 1.6 °
ER SNMM250724-ER | 25.4 | 25.4 | 7.94 | 9.12 | 2.4 °
SNMM250732-ER | 25.4 | 254 | 7.94 | 9.12 | 3.2 e}
SNMM250924-ER | 25.4 | 25.4 |9.525| 9.12 | 24 o o °
Roughing/ | SNMM250932-ER | 25.4 | 25.4 |9.525| 9.12 | 3.2 o .
Schruppen
Tool holder / Klemmbhalter
PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L MSKNR/L
Kr:75° Kr:45° Kr:75° Kr:45° Kr:75° Kr:75° Kr:75°
Page/Seite A162 A163 A164 A165 A174 A175 A176
MSDNN PSKNR/L
Kr:45° Kr:75°
Page/Seite A177 A221
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253
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Turning : \Drehen
Cameniee] carbie anc camet sers = MermeEl umne Cammnet WP

SN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen % Ungtinstige Bearbeitungsbedingungen

/ 90° - ﬂ Steel / Stahl O %K PP £ @ O 0O
_ 3 Stainless Steel /
a1cf 1 - g% Rostfreier Stahl O%%%%%% O O
\\6\ ; odl+-+ §~‘§m0astimn/6usseisen .**** . *
.‘._ e %‘ = Non-ferrite material / 89 %
r \-L = ? 2 Ne Metalle
Heat-resistant steel /
- Warmfester Stahl O SS SE O
_% | __E| Uncoated
Dimension (mm) Coated Carbide g2 | €82 | Carbide
Abmessung Beschichtetes Hartmetall 88 | 38 | unbeschicht.
Insert Shape = £ | Hartmetall
Schneid- Type - Typ o
plattenform T o NN D N T o e oy o e NN ~
Lllc| s | d|r 28888332888 erererRe 18 | =<
OO0V OVOO===0000a0l0® o S =Bl
AN OONOODNDMOM@MM@MMAZ zZ [SHONallala)
S>>E>>>>S5S5S5>>>>>> [ [>>>>
SNMM120408-HDR | 12.7 | 12.7 | 476 | 516 | 08 |0 @ @
SNMM120412-HDR | 12.7 | 12.7 | 476 | 516 | 12 |@ @ @ °
SNMM120416-HDR | 12.7 | 12.7 | 4.76 | 5.16 | 1.6 o
SNMM150608-HDR [15.875(15.875| 6.35 | 6.35 | 0.8 ® O
HDR
SNMM150612-HDR [15.875(15.875/ 6.35 | 6.35 | 1.2 |@ @ @
A SNMM150616-HDR (15.875[15.875| 6.35 | 6.35 | 1.6 e O
Wi | SNMM150624-HDR [15.875/15.875 6.35 | 6.35 | 2.4
SNMM190608-HDR | 19.05|19.05| 6.35 | 7.94 | 0.8
Roughing/ SNMM190612-HDR |19.05(19.05| 6.35 | 7.94 | 1.2 °
Schruppen | sNMM190616-HDR |19.05|19.05| 6.35 | 7.94 | 1.6 |@ ® o
SNMM190624-HDR |19.05(19.05| 6.35 | 7.94 | 2.4 o
SNMM250724-HDR | 25.4 | 254 | 7.94 | 912 | 24 o e
SNMM250924-HDR | 25.4 | 25.4 |9.525| 9.12 | 24 o
Tool holder / Klemmhalter
PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNRI/L MSRNRI/L MSKNR/L
Kr:75° Kr:45° Kr:75° Kr:45° Kr:75° Kr:75° Kr:75°
Page/Seite A162 A163 A164 A165 A174 A175 A176
MSDNN PSKNR/L
Kr:45° Kr:75°
Page/Seite A177 A221

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




SN** Negative Insert-Negative WSP

Ideal Machining Condition

Turning
[CementedfcarbidefandlcermetjinsertsElbiartmetalllind(Cermet]

Normal Machining Condition

- Drehen

Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%‘%Ungimstige Bearbeitungsbedingungen
/ 90° 3 B steel/Stahl QP PP $k ® © 0O%
- — 8 Stainless Steel /
agI1C|, -~ RN g% Rostfreier Stahl O%%@%%% O O
i\g\ ' ad g%mCastiroanusseisen .*‘** . *
. N _ d -%3 Non-ferrite material / 63 %\%
r T ? 2 Ne Metalle
| Heat-resistant steel /
Warmfester Stahl O 63 63 O
_% | __E| Uncoated
Dimension (mm) Coated Carbide g2 | E82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 38% | unbeschicht.
Insert Shape = £ | Hartmetall
platentor | e P NN o
T o— YT YT AN «— NN ~
VWO WOOOOWLLWLWMIND O WL LMW [Te] — B —
CO00CODOBS==a00000 |0 RE282R%
[ a'a I o'a [N o' [ JO o' o' (' [ 0 & o a [ o' [ ' Y = Z (OGN alalyal
S>> > > > > > > > > > > > > > > > > > > >
SNMG090304 9.525|9.525/3.18 | 3.81 | 04 |0 ©
SNMG090308 9.5625|9.525|/ 3.18 | 3.81 | 08 |0 ©
SNMG120404 12.7 1 12.7 | 476 | 516 | 04 | o
SNMG120408 127 | 12.7 | 476 | 516 | 0.8 |0 @ o
SNMG120412 127 1127 | 476 | 516 | 1.2 |0 0 ©
Basic
SNMG120416 12.7 | 12.7 | 476 | 516 | 1.6 o
.‘ ]J SNMG150608 15.875(15.875/ 6.35 | 6.35 | 0.8
| |
B | sNMG150612  [15.87515.875 6.35 | 635 | 12 |0 o
SNMG190612 19.05(19.05| 6.35 | 7.94 | 1.2 o
SNMG190616 19.05/19.05| 6.35 | 7.94 | 1.6 o
SNMG250724 254|254 1794|912 | 24 °
SNMG250924 254 | 25.4 19.525|9.12 | 24 °
SNMMO090304 9.525|9.525| 3.18 | 3.81 | 0.4
Basic SNMMO090308 9.525|9.525| 3.18 | 3.81 | 0.8
— SNMM120408 12.7 | 12.7 | 476 | 5.16 | 0.8 o
. | SNMM120412 12.7 | 12.7 | 476 | 5.16 | 1.2
_ SNMM120416 12.7 | 12.7 | 476 | 5.16 | 1.6
Tool holder / Klemmbhalter
PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L MSKNR/L
Kr:45° Kr:75° Kr:45° Kr.75° Kr.75° Kr:75°
Page/Seite A162 A163 A164 A165 A174 A175 A176
MSDNN PSKNR/L
Kr:45° Kr:75°
Page/Seite A177 A221
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

Sortenauswahl

ISO Code

Spanbrecherauswahl

Empfohlene Schnittparameter

A65
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A66

Turning : \Drehen
Cameniee] carbie anc camet sers = MermeEl umne Cammnet WP

SN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen % Ungtinstige Bearbeitungsbedingungen

e 90° B ﬂ seel/sanl QR P LB g @ @ 0%
S 8 Stainless Steel /
Q|£/-"' -\'.\ g%’ Rostfreier Stahl O%@%%%% O O
\9\;% od §~§ m Cast iron / Gusseisen . * * * * . *
N 7 g Non-ferrite material / 89%
r i ? 2 Ne Metalle
|| Heat-resistant steel /
Warmfester Stahl O SS SE O
_% | €| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 88 | 38 | unbeschicht.
Insert Shape = £ | Hartmetall
|S(t:thn?|d- Type - Typ ~B.R o
platteniorm C oS bbeIYISTIIE |6
- ~ N O - N O - - b - b oo
LiICl s 1dlr 58800 065SS8500a0 |0 128828
oo Jva e Jrea B W M St e e Qrea Bee e M R b4 Z lo0oanoan
S>> > > > > > > >>>>>>> |5 [¥>X>>>
SNMM190608 19.05(19.05| 6.35 | 7.94 | 0.8
Basic SNMM190612 | 19.05/19.05 6.35 | 7.94 | 12 |0 e ©
- | SNMM190616 | 19.05(19.05/ 6.35 | 7.94 | 16 | o
- SNMM250724 254 1254|794 1912 | 24 O O fe)
SNMM250924 254 | 254 (195251912 | 24 o e
SNMAO090304 9.525|9.525| 3.18 | 3.81 | 0.4
SNMAO090308 9.525|9.525| 3.18 | 3.81 | 0.8 o
SNMA120404 12.7 | 12.7 | 476 | 5.16 | 0.4 o o
Flat
SNMA120408 12.7 1 12.7 | 476 | 5.16 | 0.8 | o ® ® 0O @ O o
. SNMA120416 12.7 | 12.7 | 476 | 5.16 | 1.6 e e O @
B | snmats0608 1587515875 6.35 | 6.35 | 0.8 |o o
SNMA150612 15.875(15.875/ 6.35 | 6.35 | 1.2 o e
SNMA190612  |19.05|19.05| 6.35 | 7.94 | 1.2 0O e 0 e
SNMA190616 |19.05/19.05 6.35 | 7.94 | 1.6 ol o
Tool holder / Klemmhalter
PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNRI/L MSKNR/L
Kr:75° Kr:45° Kr:75° Kr:45° Kr:75° Kr:75° Kr:75°
Page/Seite A162 A163 A164 A165 A174 A175 A176
MSDNN PSKNR/L
Kr:45° — Kr:75°
Page/Seite A177 A221

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




SN** Negative Insert-Negative WSP

Turning

' Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetalllind(Cermet]

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%\%‘Ungﬂnstige Bearbeitungsbedingungen
/ 90° = E Steel / Stahl .** ** * . . .*
E Stainless Steel /
gicl-- 1 - g% Rostfreier Stahl O%%%%%% O O
~JZ N 5
_h”?:,_ g%mCast iron / Gusseisen QPP ® %
t g -%3 Non-ferrite material / 63 %\%
r \-L = 2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O 63 63 O
_% | __E| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetalll 8% | 883 | unbeschicht.
Insert Shape S 2| Hartmetall
Schneid- Type - Typ o
plattenform S S B 2SN i sl sl S B S B oN B Nl g ~
L{IC| S |d | r |2R8S8S88L288Rc0vwge @ | =ox
Q00000 O===00000|0 O] - % O -
[ I o'a [ o'a I Y o'a [ o'a [ o' Yo [ a'a [ o a ' [ 'a [ a'a N a a R 'a e P4 oOonO0NA
P> > > > > > > > > > > > > > > > >
SNGN090308 9.5625|9.525| 3.18 - 0.8
SNGN120408 12.7 | 12.7 | 4.76 - 0.8
SNGN150408 15.875(15.875 4.76 - 0.8
SNGN190412 19.05(19.05| 4.76 - 1.2
SNUNO090304 9.525|9.525| 3.18 | - 04 |0 o 1)
SNUNO090308 9.525|9.525| 3.18 | - 0.8
Flat
SNUN120408 12.7 | 127 | 476 | - 0.8 o o °
SNUN120412 | 127|127 |476| - |12 |0 e © oo o o
_ SNUN150408 15.875[15.875| 4.76 - 0.8
SNUN150412 15.875(15.875 4.76 - 1.2
SNUN190408 19.05(19.05| 4.76 - 0.8
SNUN190412 19.05/19.05| 4.76 - 1.2
SNUN190424 19.05/19.05| 4.76 - 24
SNUN250724 254 1254|794 - 24
SNUN250924 254 | 25419525 - 2.4
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

A67
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Turning

: Drehen
[CementedicarbidefandlcermetjinsertsEliiartmetallfundlCerme tAWS P

TN** Negative Insert-Negative WSP

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

Normal Machining Condition
Normale Bearbeitungsbedingungen

Unfavorable Machining Condition
Ungtinstige Bearbeitungsbedingungen
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@ Ex Stock / ab Lager

O On demand / auf Anfrage

s s ﬂ Steel / Stahl LR £ L3
= B Stainless Steel /
— 2 %’ Rostfreier Stahl %@%%%%
§~§ m Cast iron / Gusseisen . *
od %‘ = Non-ferrite material / 89 %
L] 2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl SS SE O
_% | €| Uncoated
Dimension (mm) Coated Carbide g2 | E82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 38 | unbeschicht.
Insert Shape s £ | Hartmetall
Schneid- Type - Typ o
plattenform S RS B 2SN B i sl sl S B S R N B N g ~
NN WOOOOWLLWWIN OWI MW w
L 1.C S d r |~ —TNN® - N - = - — ~ Vo= =)
003000 BsS==8a00000 |0 288278
[vaJva Jva s va tea e B e et ws R ea B v Qe v s e a | -4 Z [SH N allalia)
S>>E>>>>>5S55>>>>>> > [>>>>
DF TNMG160404-DF | 16.5 |9.525| 476 | 381 | 04 @ @ PY °
TNMG160408-DF | 16.5 |9.525/ 4.76 | 3.81| 0.8 |@ @ ° °
¥ | TNMG160412-DF | 165 9525/ 476 | 381 | 12 |@ ® o0
==
TNMG220408-DF 22 | 127|476 | 516 | 0.8 o)
Finishing
Schlichten | TNMG220412-DF | 22 | 12.7 | 476 | 516 | 0.8 o
WG TNMX160404-WG | 16.5 |9.525| 4.76 | 3.81 | 0.4
i TNMX160408-WG | 16.5 |9.525| 4.76 | 3.81 | 0.8
s
[ TNMX160412-WG | 16.5 |9.525| 4.76 | 3.81 | 1.2
Wiper
SF TNMG110304-SF 11 |6.35]3.18 226 | 04
TNMG160404-SF | 16.5 |9.525| 4.76 | 3.81 | 0.4
TNMG160408-SF | 16.5 |9.525| 4.76 | 3.81 | 0.8
TNMG220408-SF 22 | 127|476 | 5.16 | 0.8
Finishing
Schlichten | TNMG220412-SF | 22 | 12.7 | 476 | 5.16 | 1.2
TNMG110304-EF 11 | 6.35]|3.18 226 | 04 o
TNMG110308-EF 11 |6.35]3.18 226 | 0.8 °
TNMG160404-EF | 16.5 |9.525| 4.76 | 3.81 | 0.4 ° °
TNMG160408-EF | 16.5 |9.525| 4.76 | 3.81 | 0.8 ° ® O
TNMG160412-EF | 16.5 |9.525| 4.76 | 3.81 | 1.2 fe)
Fini_shing TNMG220404-EF 22 | 127|476 | 516 | 04 Y
Schlichten
TNMG220408-EF 22 | 127|476 | 516 | 0.8 Y
TNMG220412-EF 22 | 127|476 | 516 | 1.2 fe)
Tool holder / Klemmhalter
PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L PTFNR/L
Kr:90° Kr:60° Kr:90° Kr:90° Kr:9_3° Kr:90°
Page/Seite A166 A167 A168 A179 A222




TN** Negative Insert-Negative WSP

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

Turning

Normal Machining Condition
Normale Bearbeitungsbedingungen

' Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetalllind(Cermet]

Unfavorable Machining Condition
Ungiinstige Bearbeitungsbedingungen

S
—

Workpiece Material
Werkstoffe

ﬂ Steel / Stahl

Q%

Stainless Steel /
Rostfreier Stahl

m Cast iron / Gusseisen

Non-ferrite material /
Ne Metalle

*
S

Heat-resistant steel /

Warmfester Stahl

@)

Insert Shape
Schneid-
plattenform

Type - Typ

Dimension (mm)
Abmessung

Coated Carbide
Beschichtetes Hartmetall

Cermet
unbeschichtet
Cermet
Coated
beschicht. Cerm.

Uncoated
Carbide
unbeschicht.
Hartmetall

YBC151
YBC351
YBG102
YBG202
YBG302
YBM151
YBM251
YBM351
YBD052
YBD102
YBD151
YBD152
YBD252
YNG151
YNG151C

YC10
YC40
YDO051
YD101

Finishing
Schlichten

TNMG160404R-FM

9.525| 4.76 | 3.81

0.4

® YBC251
® YBG205

TNMG160408R-FM

9.525| 4.76 | 3.81

0.8

TNMG160404L-FM

9.525| 4.76 | 3.81

0.4

TNMG160408L-FM

9.525| 4.76 | 3.81

0.8

Medium Cut/
Mittl. Bearb.

TNMG110304-PM

6.35|3.18 | 2.26

0.4

TNMG110308-PM

6.35 | 3.18 | 2.26

0.8

TNMG160404-PM

9.525| 4.76 | 3.81

0.4

TNMG160408-PM

9.525| 4.76 | 3.81

0.8

TNMG160412-PM

9.525| 4.76 | 3.81

1.2

TNMG220408-PM

12.7 | 4.76 | 5.16

0.8

TNMG220412-PM

12.7 | 4.76 | 5.16

1.2

TNMG220416-PM

12.7 | 4.76 | 5.16

1.6

DM

i
A "..
e
S —

Medium Cut/
Mittlere Bear

TNMG110308-DM

6.35 | 3.18 | 2.26

0.8

TNMG160404-DM

9.525| 4.76 | 3.81

0.4

TNMG160408-DM

9.525| 4.76 | 3.81

0.8

TNMG160412-DM

9.525| 4.76 | 3.81

1.2

TNMG220404-DM

12.7 | 4.76 | 5.16

0.4

TNMG220408-DM

12.7 | 4.76 | 5.16

0.8

TNMG220412-DM

12.7 | 4.76 | 5.16

1.2

TNMG220416-DM

12.7 | 4.76 | 5.16

1.6

Tool holder / Klemmhalter

PTFNR/L PTTNR/L
Kr:90° Kr:60°
Page/Seite A166 A167

Insert code key A42-A43

ISO Code

Grade selection reference
Sortenauswahl

PTGNR/L
Kr:90°

A168

MTGNR/L
Kr:90°

A14/A31-A40

Recommended cutting parameters
Empfohlene Schnittparameter

chip breaker selection reference
Spanbrecherauswahl

PTFNR/L
Kr:90°

A222

A249-A253

YD201
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: Drehen
[CementedicarbidefandlcermetjinsertsEliiartmetallfundlCerme tAWS P

Turning

TN** Negative Insert-Negative WSP

Normal Machining Condition

Unfavorable Machining Condition

Ideal Machining Condition
O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen %Ungunstige Bearbeitungsbedingungen
s - ﬂ steel/stal QPR P PP £ @ O 0O
= 8 Stainless Steel /
] g%’ Rostfreier Stahl O%%%%%% O O
_g%mCast iron / Gusseisen .**** . *
od %‘ = Non-ferrite material / 89 %
[ ] 2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O SS SE O
_% | €| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 88 | 38 | unbeschicht.
Insert Shape s £ | Hartmetall
ISct:thn?id- Type - Typ ~H B [3)
platteniorm b oSS hdIGRIL b —
— — N®O AN D - ] < — —
LIICI S 1 dir o8800006SS280000 0 128828
[an o a'a  o'a [ o' [ ' [ a R o' o' [ ' [ o a I a'a [ o' [ ' R w a Y e P4 (OGNl alya
P> > > > > > > > > > > > > > > > > > > >
TNMG160404-EM | 16.5 |9.525| 4.76 | 3.81 | 0.4 )
EM TNMG160408-EM | 16.5 |9.525| 4.76 | 3.81 | 0.8 o0 )
TNMG160412-EM | 16.5 |9.525| 4.76 | 3.81 | 1.2 ® O
TNMG220408-EM | 22 | 12.7 | 476 | 5.16 | 0.8 K ) Y
Medium Cut/ | TNMG220412-EM | 22 | 12.7 | 476 | 516 | 1.2 K ) °
Mittl. Bearb.
TNMG220416-EM | 22 | 12.7 | 476 | 5.16 | 1.6 o0 °
TNMG160408-DR | 16.5 |9.525| 4.76 | 3.81 | 0.8 ° Y PY
TNMG160412-DR | 16.5 |9.525/ 476 |3.81 | 12 |@ @ @ Y Y
DR TNMG220408-DR | 22 | 12.7 | 476 | 516 | 0.8 Y o o
C | TNMG220412-DR | 22 | 127 476|516 | 12 |0 e e °
i 2
L | TNMG220416-DR | 22 | 127 | 476 | 516 | 16 |e @ © o e
Roughing/ | TNMG270608-DR | 27.5 [15.875| 6.35 | 6.35 | 0.8 o
Schruppen
TNMG270612-DR | 27.5 [15.875/ 6.35 | 6.35 | 1.2 @)
TNMG270616-DR | 27.5 (15.875/ 6.35 | 6.35 | 16 | o
Tool holder / Klemmhalter
PTFNR/L PTTNR/L PTGNR/L MTGNRI/L MTJNR/L MTFNR/L PTFNR/L
Kv Kr:60° Kr:90° Kr:90° Kr:93° Kr:90° Kr:90°
Page/Seite A166 A167 A168 A178 A179 A180 A222

@ Ex Stock /ab Lager O On demand / auf Anfrage
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Turning : Drehen
[CementedfcarbidefandlcermetlinsertsEbantmetalllundl€ermets

TN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%‘% Ungiinstige Bearbeitungsbedingungen
a . [ sccusen Q@@ % & &% o 0 0%
] Stainless Steel /
g% Rostfreier Stahl O%%@%%% O O
g%mCast iron / Gusseisen .‘*** . *
é‘ = Non-ferrite material / 63 %\%
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O 63 63 O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide (o))
Abmessung Beschichtetes Hartmetall 88 | 38 | unbeschicht. <
Insert Shape = £ | Hartmetall 2
Schneid- Type - Typ I3 ‘O
plattenform \u—)‘—‘—NNmN‘—‘—FNN‘—NN‘— ~ o]
NWOO2OWWLWIn O WLW LW 0 . renl
— —~ N AN M =— AN ™ - - — — —
LIlCl S 1d 1 rm o880 306sSS800000 0 29828 ©
[ a'a I o'a [ o'a [ ' O a I o' [ o' (' [ o a o a [ o' [ ' Y a a = Z (OGN alalya) ()
P> > > > > > > > > > > > > > > > g
TNMM160408-DR | 16.5 |9.525/ 4.76 | 3.81 | 0.8 (@ ® @ e
TNMM160412-DR | 16.5 |9.525| 4.76 | 3.81 | 1.2 ° (@]
DR o
f«}\\ TNMM220408-DR | 22 | 12.7 | 476 | 5.16 | 0.8 ) GE)
% | TNMM220412-DR | 22 | 127|476 |516 | 12| e e GE)
ERnn o
TNMM220416-DR | 22 | 12.7 | 476 | 516 | 1.6 o e —
Roughing/ <
Schruppen | TNMM270612-DR | 27.5 [15.875| 4.76 | 5.16 | 1.2 -
TNMM270616-DR | 27.5 [15.875 4.76 | 5.16 | 1.6 24
ER TNMG160408-ER | 165 |9.525| 4.76 | 3.81 | 0.8 o g
y TNMG160412-ER | 16.5 [9.525| 4.76 | 3.81 | 12 o —
/A’\\ ©
et TNMG220408-ER | 22 | 12.7 | 476 | 5.16 | 0.8 o) )
L= ] c
Roughing/ | TNMG220412-ER | 22 | 12.7 | 476 | 5.16 | 1.2 ° g
Schruppen
Tool holder / Klemmhalter
PTFNR/L PTTNR/L PTGNR/L MTGNRI/L MTJNR/L MTFNR/L PTFNR/L
Kr:90° Kr:60° Kr:90° Kr:90° Kr:93° Kr:90° Kr:90°
Page/Seite A166 A167 A168 A178 A179 A180 A222

Insert code key Grade selection reference chip breaker selection reference Recommended cutting parameters
ISO Code A42-A43  soenauswal AN4/AST-ALD | o recherauswahl A24-A30 | Empfohlene Schnitiparameter | A249-A253
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Turning : \Drehen
Cameniee] carbie anc camet sers = MermeEl umne Cammnet WP

TN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen % Ungtinstige Bearbeitungsbedingungen

- ﬂ steel/stal QPR P PP £ @ O 0%
8 Stainless Steel /
2 % Rostfreier Stahl O%%%%%% O O
_g%mCast iron / Gusseisen .**** . *
%‘ = Non-ferrite material / 89 %
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O SS SE O
2 |..E| Uncoated
Dimension (mm) Coated Carbide g2 | B3¢ Carbide
Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
Insert Shape E £ | Hartmetall
Schneid- Type - Typ I3)
it P 5o 3Y oLV SIIL |6
— — [ - AN ™ - - — — — VP
LIIC)S 1 dlr i od8o0035S2850080 |0 129828
NN NMOOOMO0OM@OM@OM@MMMZ z oononoaAn
S>>E>>>>>>>>>>>>>> > [>>>>
TNMM160408-HDR | 16.5 |9.525| 4.76 | 3.81 | 0.8
HDR |TNMM160412-HDR| 16.5 |9.525| 4.76 | 3.81 | 1.2
TNMM220408-HDR | 22 | 12.7 | 4.76 | 516 | 0.8
"% |TNMM220412-HDR| 22 | 127 | 4.76 | 5.16 | 1.2
[S==——
Heavy TNMM220416-HDR| 22 | 12.7 | 476 | 516 | 1.6 o
Turning
Schwer | TNMM270612-HDR | 27.5 [15.875| 6.35 | 6.35 | 1.2
Zerspan-
nung TNMM270616-HDR | 27.5 [15.875/ 6.35 | 6.35 | 1.6 o
TNMM270624-HDR | 27.5 (15.875/ 6.35 | 6.35 | 2.4 o
TNMG110308 11 [6.35]3.18|226| 0.8
TNMG160404 16.5 |9.525| 4.76 | 3.81 | 0.4 o o
TNMG160408 16.5 |9.525/4.76 | 3.81| 08 |0 @ © o
TNMG160412 16.5 |9.525/4.76 | 3.81 | 1.2 |0 O
Basic TNMG220404 22 (127|476 |5.16 | 0.4 o
_ TNMG220408 | 22 | 127|476 |516 | 08 |0 @ O o
| TNMG220412 22 (127|476 |516| 12 |0 0 O o
TNMG220416 22 | 12.7|4.76 | 516 | 1.6 o
TNMG270612 27.5 |15.875| 6.35 | 6.35 | 1.2 °
TNMG270616 27.5 [15.875/ 6.35 | 6.35 | 1.6 °
TNMG330916 33 |19.05/9.525|7.94 | 1.6 o
TNMG330924 33 |19.05/9.525|7.94 | 24 o
Tool holder / Klemmhalter
PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTFNR/L PTFNR/L
Kr:90° Kr:60° Kr:90° Kr:90° Kr:93° Kr:90° Kr:90°
Page/Seite A166 A167 A168 A178 A179 A180 A222

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



TN** Negative Insert-Negative WSP

Turning

' Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetalllind(Cermet]

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%‘%Ungimstige Bearbeitungsbedingungen
N 2 [ scisn Q@ S & ® ©® 0%
8. Stainless Steel / %
—1 S Rostfreier Stahl O%%%%% @) O
g%mCast iron / Gusseisen .‘*** . *
é‘ = Non-ferrite material / 63 %\%
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O 63 63 O
_% | €| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 88 | 38 | unbeschicht.
Insert Shape = £ | Hartmetall
Schneid- Type - Typ I3)
plattenform . c S d ) §E’§§§§§§§§§§§§§E :LE .
OOV OS==a00000 0 E88E8
[ a'a I o'a [ o' [ ' [ a o' [ o' (' [ o a o a [ o' [ ' Y = Z OoOoNnNnA
S>> > > > > > > > > > > > > > > > > >
TNMM160404 16.5 19.525| 4.76 |3.81 | 04 |0 @
TNMM160408 16.5 |9.525| 4.76 | 3.81 | 0.8 [eXKe)
Basic TNMM160412 16.5 |9.525| 4.76 | 3.81 | 1.2 o 0
TNMM220408 22 | 127 |4.76 | 5.16 | 0.8 K )
TNMM220412 22 | 127 | 476|516 | 1.2 ® O
e
TNMM220416 22 127|476 516 | 1.6 fe)
TNMM270616 275 [15.875/ 6.35 | 6.35 | 1.6 o e
TNMA160404 16.5 |9.525| 4.76 | 3.81 | 0.4 OO0 e e
TNMA160408 16.5 |9.525| 4.76 | 3.81 | 0.8 e 0o 0 0
Flat TNMA160412 | 16.5 |9.525| 4.76 | 3.81 | 1.2 oM e P
TNMA160416 16.5 |9.525| 4.76 | 3.81 | 1.6 ® O O
. TNMA220404 22 | 127|476 | 5.16 | 0.4 o o
TNMA220408 22 | 127|476 | 5.16 | 0.8 e 0 0O @ o 0O
TNMA270616 275 [15.875/ 6.35 | 6.35 | 1.6 o
Tool holder / Klemmhalter
PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTFNR/L PTFNR/L
Kr:90° Kr:60° Kr:90° Kr:90° Kr:93° Kr:90° Kr:90°
Page/Seite A166 A167 A168 A178 A179 A180 A222
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

A73
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A74

Turning

: Drehen
[CementedicarbidefandlcermetjinsertsEliiartmetallfundlCerme tAWS P

VN** Negative Insert-Negative WSP

Normal Machining Condition

Unfavorable Machining Condition

Ideal Machining Condition
O Gute Bearbeitungsbedingungen 83 Normale Bearbeitungsbedingungen %Ungunstige Bearbeitungsbedingungen
- B steel/stal QPR P PP £ @ O 0O
8 Stainless Steel /
g%’ Rostfreier Stahl O%%%%%% O O
_g%mCast iron / Gusseisen .**** . *
%‘ = Non-ferrite material / SS %
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O SS SE O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 88 | 38 | unbeschicht.
Insert Shape E £ | Hartmetall
Schneid- Type - Typ I3)
plattenform Fr NN NS LYY NYNE B
— — [ - AN ™ - v — — V=
LIICI S 1d i r 58080008sS28300000 0 |2882R
[an o' o'a [ o'a [ ' [ a I o' [ o' [ ' [ o a o a [ o' [ ' Y a a = z [N O alalya]
S>> > > > > > > > > > > > > > > > > > >
DF VNMG160404-DF | 16.6 |9.525/ 4.76 |3.81 | 0.4 (@ @ Y
= VNMG160408-DF | 16.6 |9.525|/ 4.76 | 3.81 | 0.8 (@ @ o0
Finishing
Schlichten
EF VNMG160404-EF | 16.6 |9.525| 4.76 | 3.81 | 0.4 ) °
$ VNMG160408-EF | 16.6 |9.525| 4.76 | 3.81 | 0.8 )
VNMG160412-EF | 16.6 |9.525| 4.76 | 3.81 | 1.2 o
Finishing
Schlichten
NF VNEG160404-NF | 16.6 |9.525| 4.76 | 3.81 | 0.4 ° 1)
= ) VNEG160408-NF | 16.6 |9.525| 4.76 | 3.81 | 0.8 Y o
w
Finishing
Schlichten
SF VNMG160404-SF | 16.6 |9.525| 4.76 | 3.81 | 0.4
E VNMG160408-SF | 16.6 |9.525| 4.76 | 3.81 | 0.8
Finishing
Schlichten

Tool holder / Klemmhalter

MVVNN
Kr:72°30'

Page/Seite A181

@ Ex Stock / ab Lager

MVJNR/L
Kr:93°

A182

O On demand / auf Anfrage



VN** Negative Insert-Negative WSP

Ideal Machining Condition

Turning
[CementedfcarbidefandlcermetjinsertsElbiartmetalllind(Cermet]

Normal Machining Condition

- Dreh

en

Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%‘%Ungimstige Bearbeitungsbedingungen
2 [ scisn Q@ S & ® ©® 0%
] Stainless Steel /
g% Rostfreier Stahl O%%@%%% O O
g%mCast iron / Gusseisen .‘*** . *
é‘ = Non-ferrite material / 63 %\%
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O 63 63 O
_2 | __g| Uncoated
Dimension (mm) Coated Carbide gz | £32 Carbide
Abmessung Beschichtetes Hartmetall 88 | 88 | unbeschicht.
Insert Shape 5 £ | Hartmetall
Schneid- Type - Typ I3)
plattenform 5\—\—NNL0N‘—‘—‘_NN\—NN‘_ ~
NLWOOOOWLWWLIN OWLW LW w — — —
~— — AN AN M—AN®» - — - — ~—
LIS d I 58800065 SS800000 0 28828
[anJa'a  o'a [ o'a [ ' [ a a I o' [ o' [ ' [ a o a o a [ o' [ ' Y a a = P4 [ONG N alalya]
P> > > > > > > > > > > > > > > > > > > > >
PM VNMG160404-PM | 16.6 |9.525/ 476 |3.81 | 0.4 (@ @ @ Y o
@ | VNMG160408-PM | 16.6 |9.525/ 4.76 | 3.81 | 0.8 (@ @ @ P ° o
VNMG160412-PM | 16.6 |9.525| 4.76 | 3.81 | 1.2 K ) ® ®@ O
Medium Cut/
Mittl. Bearb.
DM VNMG160408-DM | 16.6 |9.525| 4.76 | 3.81 | 0.8 (@ @ @ °
~4 | VNMG160412-DM | 16.6 (9.525| 4.76 | 3.81 | 1.2 °
Medium Cut/
Mittl. Bearb.
EM VNMG160404-EM | 16.6 [9.525| 4.76 | 3.81 | 0.4 o0
Q VNMG160408-EM | 16.6 [9.525| 4.76 | 3.81 | 0.8 o
Medium Cut/
Mittl. Bearb.
NM VNMG160412-NM | 16.6 |9.525| 4.76 | 3.81 | 1.2
Medium Cut/
Mittl. Bearb.
VNMG160404 16.6 |9.525|/ 4.76 | 3.81 | 04 |0 O
Basic VNMG160408 | 16.6 [9.525| 4.76 | 3.81 | 08 |0 o o
= =
Tool holder / Klemmbhalter
MVVNN MVJNR/L
Kr:72°30' Kr:93°
Page/Seite A181 A182
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

A75
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A76

Turning

: Drehen
[CementedicarbidefandlcermetjinsertsEliiartmetallfundlCerme tAWS P

WN** Negative Insert-Negative WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 83 Normale Bearbeitungsbedingungen %Ungunstige Bearbeitungsbedingungen
S - B steel/stal QPR P PP £ @ O 0O
8 Stainless Steel /
g%’ Rostfreier Stahl O%%%%%% O O
§~‘§m0ast iron / Gusseisen .**** . *
ed = %‘ = Non-ferrite material / SS %
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O SS SE O
_% | __E| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape S 2| Hartmetall
Schneid- Type - Typ o
plattenform S S B 2SN B i sl sl o B S R N B N g ~
LlIC| s | d|r 28828382888 cwrge & | =o<
QOO0 ===Z00000|0 O -9 - A«
[an J a'a I o'a [N o'a [ ' [ a I o' [ o' ' [ o a o a [ o' [ ' Y w a = P4 (OGN alalya
S>> > > > > > > > > > > > > > > > > >
WNMGO06T304-DF | 6.5 |9.525| 3.97 | 3.81 | 0.4
WNMGO06T308-DF | 6.5 |9.525| 3.97 | 3.81 | 0.8
DF WNMGO06T312-DF | 6.5 |9.525| 3.97 | 3.81 | 1.2
i ‘ WNMG060404-DF | 6.5 |9.525| 4.76 | 3.81 | 0.4 . ® O
e
_ WNMGO060408-DF | 6.5 |9.525/4.76 | 3.81 | 0.8 |@ @ O e O
WNMGO060412-DF | 6.5 |9.525| 4.76 | 3.81 | 1.2 | @
Finishing
Schlichten | WNMGO080404-DF | 8.7 | 127 | 476 | 516 | 04 (@ @ o e
WNMGO080408-DF | 8.7 | 127 (476 | 516 | 0.8 |@ @ o O @ O
WNMGO080412-DF | 8.7 | 12.7 | 476 |516 | 12 |@ @
WNMG060404-WG | 6.5 |9.525|4.76 | 3.81 | 04 | o
WG WNMG060408-WG | 6.5 [9.525| 4.76 | 3.81 | 0.8 | o
-
/ .\ WNMG060412-WG | 6.5 |9.525| 4.76 | 3.81 | 1.2
ﬁ WNMG080404-WG | 8.7 | 12.7 | 476 | 516 | 04 |o
Wiper WNMGO080408-WG | 8.7 | 127 (476 | 516 | 0.8 (@ @ ° °
WNMGO080412-WG | 8.7 | 127 (476 | 516 | 1.2 (@ @
Tool holder / Klemmhalter
PWLNR/L MWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95°
Page/Seite A169 A183 A223

@ Ex Stock / ab Lager

O On demand / auf Anfrage




WN** Negative Insert-Negative WSP

Ideal Machining Condition

Turning
[CementedfcarbidefandlcermetjinsertsElbiartmetalllind(Cermet]

Normal Machining Condition

- Dreh

en

Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%‘%Ungimstige Bearbeitungsbedingungen
a < | @ scosn OB% @@ & o 0 0%
] Stainless Steel /
g% Rostfreier Stahl O%%@%%% O O
(Zid _g%mCast iron / Gusseisen .‘*** . *
X = Non-ferrite material / 63 %\%
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O 63 63 O
_% | €| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape S 2| Hartmetall
Schneid- Type - Typ o
plattenform S S B 2SN B i sl sl S M S B B N B N ~
L{IC| S |d|r|2R8S8R882888c0vwge | | o353
OO0V ===20a00a000 [©} - < 9O «—
[an J a'a J o'a [ o' [ ' [ a o' [ o' ' [ o a o a [ o' [ ' Y w a = P4 OonO0NA
S>> > > > > > > > > > > > > > > >
WNMGO06T304-SF | 6.5 |9.525| 3.97 | 3.81 | 04
s WNMGO06T308-SF | 6.5 |9.525| 3.97 | 3.81 | 0.8
F
WNMGO06T312-SF | 6.5 |9.525| 3.97 | 3.81 | 1.2
WNMGO060404-SF | 6.5 |9.525| 4.76 | 3.81 | 0.4 °
WNMGO060408-SF | 6.5 |9.525| 4.76 | 3.81 | 0.8 ®
Finishing WNMGO080404-SF | 8.7 | 12.7 | 476 | 516 | 0.4 )
Schlicht
NN | WNMG080408-SF | 8.7 | 127 | 476 | 5.16 | 08 o
WNMGO080412-SF | 8.7 | 12.7 | 476 | 5.16 | 1.2
WNMGO06T304-EF | 6.5 |9.525| 3.97 | 3.81 | 0.4
WNMGO06T308-EF | 6.5 |9.525| 3.97 | 3.81 | 0.8
WNMGO06T312-EF | 6.5 |9.525| 3.97 | 3.81 | 1.2
WNMGO060404-EF | 6.5 |9.525| 4.76 | 3.81 | 0.4 ® O °
WNMGO060408-EF | 6.5 |9.525| 4.76 | 3.81 | 0.8 ® O ® O
Finishing
Schlichten | WNMGO080404-EF | 8.7 | 12.7 | 476 | 5.16 | 0.4 ° ® O o ®
WNMGO080408-EF | 8.7 | 12.7 | 4.76 | 5.16 | 0.8 ° e e 0 O o °
NF WNEG080404-NF | 8.7 | 127 | 476 | 5.16 | 0.4 °
WNEGO080408-NF | 8.7 | 12.7 | 4.76 | 5.16 | 0.8
Finishing
Schlichten
Tool holder / Klemmbhalter
PWLNR/L MWLNR/L PWLNR/L
Kr:95° |' Kr:95° V
Page/Seite A169 A183 A223
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

A77
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Turning

: Drehen
[CementedicarbidefandlcermetjinsertsEliiartmetallfundlCerme tAWS P

WN** Negative Insert-Negative WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen Normale Bearbeitungsbedingungen Unglinstige Bearbeitungsbedingungen
S s ﬂ Steel / Stahl L3
8. Stainless Steel /
% Rostfreier Stahl
d = §~§ m Cast iron / Gusseisen . *
@ %‘ = Non-ferrite material / 89 %
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O
_% | __e| Uncoated
Dimension (mm) Coated Carbide g2 gé; Carbide
Abmessung Beschichtetes Hartmetall 88 | 883 | unbeschicht.
Insert Shape = £| Hartmetall
Schneid- Type - Typ O
plattenform PS8R dYnsIYE |B
- - N - AN ™ - = - — — D oo
LIC IS 1d I r o880 0085S2355080 |0 28982%
NnMMoOoOONONDNONONMOOMOM0M@0MAZ Z [ON SN alalla)
>>>>>>>>>>>>>>|> > >>>> >
WNMG060408-PM | 6.5 {9525/ 4.76 |3.81| 0.8 |@ @ o0 °
PM
WNMGO060412-PM | 6.5 |9.525/4.76 | 3.81 | 1.2 (@ @ o0 °
/.\\ WNMG080404-PM | 8.7 | 12.7 | 4.76 | 5.16 | 0.4 o
ﬁ WNMG080408-PM | 8.7 | 12.7 | 4.76 | 5.16 | 0.8
Medium Cut/ | WNMGO080412-PM | 8.7 | 12.7 | 476 | 516 | 1.2
Mittl. Bearb. | WNMGO080416-PM | 8.7 | 12.7 | 476 | 5.16 | 1.6
WNMGO06T304-DM | 6.5 |9.525| 3.97 | 3.81 | 0.4
WNMGO06T308-DM | 6.5 |9.525| 3.97 | 3.81 | 0.8
DM WNMGO6T312-DM | 6.5 |9.525| 3.97 | 3.81 | 1.2
fa | WNMG060408-DM | 65 |9.525 4.76 | 3.81 | 0.8
T
’-"‘-,_,--'}'- WNMG060412-DM | 6.5 |9.525|4.76 | 3.81 | 1.2
WNMG080404-DM | 8.7 | 12.7 | 476 | 5.16 | 0.4
Medium Cut/
Mittl. Bearb. WNMGO080408-DM | 8.7 | 12.7 | 476 | 5.16 | 0.8
WNMG080412-DM | 8.7 | 12.7 | 476 | 5.16 | 1.2
WNMGO080416-DM | 8.7 | 12.7 | 476 | 5.16 | 1.6
WNMGO06T304-EM | 6.5 |9.525| 3.97 | 3.81 | 0.4
WNMGO06T308-EM | 6.5 |9.525| 3.97 | 3.81 | 0.8
WNMGO06T312-EM | 6.5 |9.525| 3.97 | 3.81 | 1.2
WNMGO060404-EM | 6.5 |9.525| 4.76 | 3.81 | 0.4
WNMGO060408-EM | 6.5 |9.525| 4.76 | 3.81 | 0.8
Medium Cut/ | WNMGO080404-EM | 8.7 | 12.7 | 476 | 5.16 | 0.4
Mittl. Bearb. | \yNMG080408-EM | 8.7 | 12.7 | 4.76 | 5.16 | 0.8
WNMGO080412-EM | 8.7 | 12.7 | 476 | 5.16 | 1.2
Tool holder / Klemmhalter
PWLNR/L MWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95°
Page/Seite A169 A183 A223

@ Ex Stock / ab Lager

O On demand / auf Anfrage




WN** Negative Insert-Negative WSP

Ideal Machining Condition

Turning
[CementedfcarbidefandlcermetjinsertsElbiartmetalllind(Cermet]

Normal Machining Condition

- Drehen

Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 6‘9 Normale Bearbeitungsbedingungen ‘%‘%Ungimstige Bearbeitungsbedingungen
s < [ seisen QB BB & ® ©® 0%
E Stainless Steel /
g% Rostfreier Stahl O%%@%%% O O
ﬁd g%mCast iron / Gusseisen .‘*** . *
é‘ = Non-ferrite material / 63 %\%
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O 63 63 O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape 5 & | Hartmetall
Schneid- Type - Typ o
plattenform T = NN DN T v ooy N e NN ~
LiIC| S |d|r |RQ88SI]Ile888erere 12 | o553
OQOO0O0OVOOO===0o0000|0 O] - < 9O -
[anJa'a  o'a [ o'a [ ' [ a N o' [ o' [ ' [ a o a I o a [ o' [ ' R a a e P4 [N G alalya]
P> > > > > > > > > > > > > > > > > > > > >
WNMGO080408-NM | 8.7 | 12.7 | 476 | 5.16 | 0.8 ° o)
WNMGO080412-NM | 8.7 | 12.7 | 4.76 | 516 | 1.2 ° fe)
Medium Cut/
Mittl. Bearb.
DR WNMGO060408-DR | 6.5 [9.525|4.76 | 381 | 0.8 (@ @ O Y Y
i WNMGO060412-DR | 6.5 [9.525|/4.76 | 381 | 1.2 (@ @ O ° °
~ » | WNMGO080408-DR | 8.7 | 12.7 (476 |516| 0.8 (@ @ @ ° °
Roughing/ WNMGO080412-DR | 8.7 (127 |476 |516 | 12 (@ @ @ ° °
Schruppen | WNMG080416-DR | 8.7 | 127 | 476 |516| 1.6 |e@ @ ° o
WNMAO06T308 6.5 |9.525| 3.97 | 3.81 | 0.8
WNMA060404 6.5 [9.525| 4.76 | 3.81 | 0.4
Flat WNMA060408 6.5 [9.525| 4.76 | 3.81 | 0.8 ® ° °
WNMA060412 6.5 |9.525|4.76 | 3.81 | 1.2
. WNMA080404 8.7 | 127 | 476 | 5.16 | 04 o) 1)
_ WNMAO080408 8.7 | 127 | 476 | 5.16 | 0.8 ) ° °
WNMAO080412 8.7 | 127 | 476 | 5.16 | 1.2 ) ° Y
WNMAO080416 8.7 | 127 | 476 | 5.16 | 1.6 o o o
Tool holder / Klemmbhalter
PWLNR/L MWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95°
Page/Seite A169 A183 A223
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

ISO Code Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter
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A80

Turning

: Drehen
[CementedicarbidefandlcermetjinsertsEliiartmetallfundlCerme tAWS P

RN** Negative Insert-Negative WSP

O Ideal Machining Condition

Gute Bearbeitungsbedingungen

&

Normal Machining Condition

Normale Bearbeitungsbedingungen

4]

Unfavorable Machining Condition
Ungtinstige Bearbeitungsbedingungen

S - ﬂ steel/stahl QP L PP £ @ O 0%
8 Stainless Steel /
2 % Rostfreier Stahl O%%%%%% O O
_g%mCast iron / Gusseisen .**** . *
é‘ = Non-ferrite material / SS %
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O €9 SE O
_Z | __&| Uncoated
Dimension (mm) Coated Carbide Es | EZC Carbide
Abmessung Beschichtetes Hartmetall 8% | 885 | unbeschicht.
Insert Shape S 2| Hartmetall
Schneid- Type - Typ o
plattenform — . 7o) . - — =
L [IcC| s | d rﬁﬁ£§§8§£ﬁ£§§£g’§ﬁ L loossSS
OO0V VOUV===Z00000/0 O] S =N
[ea s Jyea Wea Qi ea oo M oa R ea J e J e a i Rl Raa e a Qe a = z [ONO el ala)
S>E>>S>>>>>>>>>>>> |5 [>F>>>
. RNMG120400 12.7 | 12.7 | 4.76 | 5.16 CEE )
Basic

Tool holder / Klemmhalter

MRGNR/L I

Page/Seite A184

@ Ex Stock / ab Lager

A184

O On demand / auf Anfrage




KN** Negative insert/ Negative Inserts

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

Turning

Normal Machining Condition
Normale Bearbeitungsbedingungen

' Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetalllind(Cermet]

Unfavorable Machining Condition
Ungiinstige Bearbeitungsbedingungen

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

/ r |<S>| = E Steel / Stahl LR $k K4
I ] Stainless Steel /
/Efl' W g8 Rostireier Stahl BODHBDBE
brn 3 ) .
55 | La _§§ m Cast iron / Gusseisen . *
12° X Non-ferrite material / 63 %\%
< Example R type 2 = tNe ‘Mtetat”et i
i1 eat-resistant steel
Rechtsausfiihrung Warmfester Stahl 63 63 O
_z €| Uncoated
Dimension (mm) Coated Carbide g bt Carbide
Abmessung Beschichtetes Hartmetall 38 £ | unbeschicht.
Insert Shape S £ | Hartmetall
Schneid- Type - Typ
plattenform ‘LB\—\—NNSNBBBNN\—NNE %
La| L [IW| S| bm| r PRYE2IIIL2ALAIRLeL 0w w -y
00300800000 |0 288828%
[ra Jyea yea ea I oa oo e Qe e e o e e e R aa )l =d z [O el alNala)
P> > > > > > > > > > > > > > > > > > > > >
KNUX160405L11 | 16 |16.15/9.525/4.76| 22 | 05 (@ @ @ P ) ° °
KNUX160410L11 | 16 |16.15/9.525/4.76| 2.2 | 1.0 ° ° °
KNUX | KNUX160405L12 | 16 |16.15|9.525|4.76 | 2.2 | 0.5 ° o
d KNUX160410L12 | 16 |16.15/9.525/4.76| 2.2 | 1.0 ° 1) o
KNUX160405R11 | 16 |16.15|9.525|4.76 | 2.2 | 0.5 ) ° °
Finishing/
Schlichten KNUX160410R11 | 16 |16.15|9.525|4.76 | 2.2 | 1.0 ° °
KNUX160405R12 | 16 [16.15/9.525|4.76 | 2.2 | 0.5 °
KNUX160410R12 | 16 [16.15/9.525|4.76 | 2.2 | 0.5 °
Tool holder / Klemmhalter
CKJNR/L CKNNR/L
Kr:93° Kr:63°
Page/Seite A203 A203
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253
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Railway Wheel Machining/
Radsatz Bearbeitung

Turning

: Drehen
[CementedicarbidefandlcermetjinsertsEliiartmetallfundlCerme tAWS P

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition
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O Gute Bearbeitungsbedingungen Normale Bearbeitungsbedingungen Unglinstige Bearbeitungsbedingungen
e L B B Steel / Stahl or3
8, Stainless Steel /
] | % Rostfreier Stahl
_;_8,§ m Cast iron / Gusseisen . *
90" | £ Non-ferrite material /
2 Ne Metalle SS%
W Heat-resistant steel /
Ix Warmfester Stahl O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g g%% Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape S & | Hartmetall
Schneid- o
lattenform o 0 - - - — =
’ L s | d brpSSS2PEBEERERD b sEls
QOVOOVOOS==a0a00a0 0 28828
[anJ a'a i o'a [N o' [ ' [ a I o' o' ' [ o a o a [ o' [ ' Y w a = P4 (OGN alalya
S>> > > > > > > > > > > > > > > > > >
175.32-191940-22 | 19.05 19.05| 6.35 °
u 175.32-191940-227 | 19.05 19.05| 7.2 .
Railway
Wheel
Machining/
Radsatz
Bearb.
| 175.32-191940-24 |19.05 19.05| 6.35
' 175.32-301940-24 | 30 19.05| 6.35
Railway
Wheel
Machining/
Radsatz
Bearb.
r 175.32-191940-25 |19.05 19.05| 6.35
Railway
Wheel
Machining/
Radsatz
Bearb.
| 175.32-191940-28 |19.05 19.05| 6.35
- 175.32-30194031 30 19.05| 6.35

Railway
Wheel

Machining/
Radsatz

Bearb.

@ Ex Stock / ab Lager

O On demand / auf Anfrage




TN** Negative Insert/ Negative WSP

o

Ideal Machining Condition
Gute Bearbeitungsbedingungen

&

Turning
[CementedfcarbidefandlcermetjinsertsElbiartmetalllind(Cermet]

Normal Machining Condition
Normale Bearbeitungsbedingungen

=

- Drehen

Unfavorable Machining Condition

Ungiinstige Bearbeitungsbedingungen

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

. 2 [ scisn Q@ S & ® ©® 0%
] Stainless Steel /
g% Rostfreier Stahl O%%@%%% O O
%%mCast iron / Gusseisen .‘*** . *
od l é‘ = Non-ferrite material / 63 %\%
2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O 63 63 O
_2 | __g| Uncoated
Dimension (mm) Coated Carbide gz | £33 Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape S 2| Hartmetall
Schneid- Type - Typ o
lattenform — - [To) -~ - - — -—
P Lic|s | d|r 2PR5ES8S80RRB8808 0 b | oo
OO0V O0OO===Z00000|0 O] -3 9O «
[ I o'a [ o'a I o' [ o'a [ o' Yo [ o'a A a'a ' [ o'a [ a'a I R ' I~ P4 (OGN alalya
P> > > > > > > > > > > > > > > > > > > > >
TNMX1106-2 11.3 15.875/ 6.35 |6.35| 16 |0 @
Basic
TNMX1509-2 15.9 [22.225/9.52 | 794 | 1.6 o o
// 1 \H TNMX15T916-2 | 15.9 [22.225/ 9.72 | 7.94 | 1.6 o
Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 63 Normale Bearbeitungsbedingungen %Ung[]nstige Bearbeitungsbedingungen
- - ﬂ steel/stant QP L PP 5k @ O 0%
o 8 Stainless Steel /
w yao | Iw §% Rostfreier Stahl O%%%%%% O O
) g%mCast iron / Gusseisen “‘** . *
1%3 Non-ferrite material / $ %%
Heat-resistant steel /
Warmfester Stahl O 83 83 O
Uncoated
Dimension (mm) Coated Carbide comet | Coated | Carbide
Abmessung Beschichtetes Hartmetall Beschicht.| - ynbeschicht.
Insert Shape Hartmetall
Schneid- Type - Typ (@]
lattenf T o [Te] ~— — ~— ~—
petETem Llicls|alr|2RBES58288088 & & | -oo
’ OO0V O0UO==0000a0 |0 (0 |9 <=-4q
[an Iy o'a [ o'a Iy ' [ o'a [ a'a I ' I a'a [ a'a Y w'a ' [ a'a J o a ' =z =z [ONGNalalya]
> > > > > > > > > > > > > > > > > > > > >
YNMX1812L 18 | 22 12 | 20°
YNMX2518173L 25 25 18 7°
ﬁ YNUX1812150L 18 18 12 15°
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253
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Turning

- Drehen
Camenitae] caticn ane cammet ears = armeEl une Cammet WSIP

CC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen SE Normale Bearbeitungsbedingungen % Unguinstige Bearbeitungsbedingungen
a 580" 71 s @ s Q% 8@ 5% o © O
: o Stainless Steel /
’X ‘E"% M Rostfreier Stahl O%%%%%% @) O
od L g;mCast iron / Gusseisen .“** . *
\ -% Non-ferrite material /
S 2 Ne Metalle O SB‘%;
Heat-resistant steel /
Warmfester Stahl O 83 83 O
_% | €| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetalll 8% | 883 | unbeschicht.
Insert Shape 5 & | Hartmetall
Schneid- Type - Typ o
lattenform -~ — . . - — =
’ L c|s|d|r PRRE8R80RERELBRD b = S
OOOOOOOS==a00000 0 E88E8
[ a'a I o'a [ o' [ ' IO o' [ o' ' [ o a Y a'a [ o' [ ' Y = Z OoOoNnNnA
S>> > > > > > > > > > > > > > > > > > > >
CCGT060202-SF | 6.4 |6.35|238 | 28 | 0.2 ° °
CCGT060204-SF | 64 | 6.35|238| 28 | 04 Y 'Y
CCGTO09T304-SF | 9.7 |9.525|3.97 | 44 | 04 ° °
Finishing
Schlichten
CCMT060202-HF | 6.4 (635238 | 28 | 0.2 |@ @ ° ° o
HE CCMT060204-HF | 6.4 [ 6.35|/238| 28 | 04 (@ @ @ Y o o Y
CCMT060208-HF | 6.4 | 6.35|238| 28 | 08 |0 @ Y )
. ¢ CCMTO09T302-HF | 9.7 |9.525| 397 | 44 | 0.2 ° Y ° °
_“." CCMTO09T304-HF | 9.7 |9525/397 | 44 | 04 (@ @ @ Y ° ) ° ) [ ) (¢}
T
CCMTO09T308-HF | 9.7 |9.525| 397 | 44 | 08 (@ @ O Y o Y o o
Finishing
Schlichten | CCMT120404-HF | 12.9 | 12.7 | 476 | 556 | 0.4 |@ @ o ° °
CCMT120408-HF | 12.9 | 12.7 | 476 | 556 | 0.8 |0 ©
CPGT050204 56 |556|238| 28 | 04
Tool holder / Klemmbhalter
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° — K"g’ KV Kr:90° ' Kr:95°
Page/Seite A185 A186 A224 A239 A240

@ Ex Stock / ab

Lager

O On demand / auf Anfrage




CC** Positive Insert/ Positive WSP

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

Turning

Normal Machining Condition
Normale Bearbeitungsbedingungen

' Drehen
(CementedlcarbidefandlcermetinserntsElHantmetallflundlCermets

Unfavorable Machining Condition
Ungtinstige Bearbeitungsbedingungen

5 ﬂ Steel / Stahl LR sk Q
8 Stainless Steel /
g%’ M Rostfreier Stahl SS%S%SSSS% O
g% m Cast iron / Gusseisen
:2' = Non-ferrite material /
§ Ne Metall
Heat-resistant steel /
Warmfester Stahl 69 69
3 E
Dimension (mm) Coated Carbide B2 | BB
Abmessung Beschichtetes Hartmetall 3% | 883
Insert Shape S 3
Schneid- Type - Typ o
plattenform . _ - - - — =
Liic|s|a|r PRRS8885R8RERBRD b 5o
OO0V S=Sanon0o0n0 0 E838E8
[raJyea Jpea lea Qi ea oo i aa Qi aa S ea Ja e lea Qe a Qe a R aa ) b= z [ON el ala)
> > > > > > > > > > > > > > > > > > > > > >
CCMT060202-EF | 6.4 |6.35|2.38| 28 | 0.2 °
EF CCMT060204-EF | 6.4 | 635|238 | 28 | 04 oe
CCMTO09T302-EF | 9.7 |9.525|/3.97 | 44 | 0.2 °
CCMTO09T304-EF | 9.7 |9.525|3.97 | 44 | 04 °
L CCMTO09T308-EF | 9.7 |9.525|/3.97 | 44 | 0.8 °
Finishing
Schlichten | CCMT120404-EF | 12.9 | 12.7 | 4.76 | 5.56 | 0.4 °
CCMT120408-EF | 12.9 | 12.7 | 4.76 | 5.56 | 0.8 °
CCMT060204-HM | 64 | 6.35|238| 28 | 04 o e
HM CCMT060208-HM | 64 | 6.35|238 | 2.8 | 0.8 O @ O
i - | CCMT09T304-HM | 9.7 |9.525|3.97 | 44 | 0.4 O @ O
_ CCMTO09T308-HM | 9.7 (9.525| 397 | 44 | 0.8 ®e ® O
CCMT120404-HM | 12.9 | 12.7 | 476 | 556 | 0.4 O @ O
Medium Cut/
Mittl. Bearb. | CCMT120408-HM | 12.9 | 12.7 | 4.76 | 5.56 | 0.8 o0
CCMT120412-HM | 12.9 | 12.7 | 476 | 556 | 1.2
CCMT060204-EM | 6.4 | 6.35|238| 28 | 04 °
EM CCMTO060208-EM | 6.4 | 6.35|238| 28 | 0.8 °
CCMTO09T304-EM | 9.7 |9.525| 397 | 44 | 04 ° o o
CCMTO09T308-EM | 9.7 |9.525| 397 | 44 | 0.8 ° o)
CCMT120404-EM | 129 | 12.7 | 4.76 | 5.56 | 0.4 °
Medium Cut/
Mittl. Bearb. | CCMT120408-EM | 12.9 | 12.7 | 4.76 | 556 | 0.8 °
CCMT120412-EM | 12.9 | 12.7 | 476 | 5.56 | 1.2 o
Tool holder / Klemmhalter
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kv KV Kr.90° ' Kr:95°
Page/Seite A185 A186 A224 A240
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters

ISO Code Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter
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Turning

- Drehen
Cemented cardie enc cammest hears = MermeEl uned Cammet WP

CC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen SE Normale Bearbeitungsbedingungen % Unguinstige Bearbeitungsbedingungen
280" 74 - [ secvsen OQH% S8 & @ © 0%
< o Stainless Steel /
‘K ‘E"% M Rostfreier Stahl O%%%%%% O O
ad [ gEBCast iron / Gusseisen .“** . *
= Non-ferrite material /
s 2 Ne Metalle O 89%
] Heat-resistant steel /
Warmfester Stahl O 83 83 O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | €82 | Carbide
Abmessung Beschichtetes Hartmetalll 8% | 883 | unbeschicht.
Insert Shape 5 £ | Hartmetall
Schneid- Type - Typ o
lattenform - - — - - - -— -—
i L|lc| s |d|r ££8§§§§5—’£3§§2§§9 3 BB
OO0V O0OUV===Z000a00|0 O] S =N
[anJa'a  o'a [ o'a [ ' [ a I o' [ o' [ ' [ a o a I o a [ o' [ ' R a a = P4 [N O alalya]
P> > > > > > > > > > > > > > > > > > > > >
CCMT060204-HR | 64 | 635|238 | 28 | 04 (@ O © o
HR CCMT060208-HR | 6.4 |6.35|238| 28 | 08 |0 @ © o
I :: CCMTO09T304-HR | 9.7 |9525/397 | 44 | 04 (@ @ @
I | coMT09T308-HR | 9.7 [9525/3.97 | 44 | 08 |@ o ® ee o000 .
Roughing/ | CCMT120408-HR | 129 | 12.7 | 476 | 556 | 0.8 (@ @ @ P ) e 0o o0 o o °
Schruppen
CCMT120412-HR | 12.9 | 12.7 | 476 | 556 | 12 |0 @ © o O O @ O
CCGX060202-LH | 6.4 | 6.35|238| 28 | 0.2 ° °
LH CCGX060204-LH | 6.4 | 6.35|238| 28 | 04 ° °
1 CCGX060208-LH | 64 | 635|238 | 28 | 0.8 °
F,)’ CCGX09T302-LH | 9.7 |9.525| 397 | 44 | 0.2 Y Y
CCGX09T304-LH | 9.7 |9.525/ 397 | 44 | 04 Y Y
Aluminium
Machining/ | CCGX09T308-LH | 9.7 [9.525 3.97 | 44 | 0.8 ° °
Aluminium-
bearbeitung | CCGX120402-LH | 12.9 | 12.7 | 4.76 | 556 | 0.2 ° °
CCGX120404-LH | 12.9 | 12.7 | 4.76 | 5.56 | 0.4 ° °
CCGX120408-LH | 12.9 | 12.7 | 4.76 | 5.56 | 0.8 ® O Y
CCGX120412-LH | 12.9 | 12.7 | 4.76 | 5.56 | 1.2 ° °
CCMW060204 64 [ 6.35|238| 28 | 04 |o o e
Basic CCMWO09T304 9.7 19525/ 397 | 44 | 04 | o o ® O
CCMWO09T308 9.7 (9525/397 | 44 | 08 |o o °
’ CCMW120404 129 1127 | 476 | 556 | 0.4 | o o °
CCMW120408 129 |1 12.7 | 476 | 556 | 0.8 | o o
Tool holder / Klemmhalter
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
Page/Seite A185 A186 A224 A239 A240
@ Ex Stock /ab Lager O On demand / auf Anfrage




CP** Positive Insert/ Positive WSP

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

Turning

Normal Machining Condition
Normale Bearbeitungsbedingungen

' Drehen
(CementedlcarbidefandlcermetinserntsElHantmetallflundlCermets

Unfavorable Machining Condition
Ungtinstige Bearbeitungsbedingungen

B Steel / Stahl

L

ISO Code

Sortenauswahl

Spanbrecherauswahl Empfohlene Schnittparameter

s
8 Stainless Steel /
I g% M Rostfreier Stahl
# %% m Cast iron / Gusseisen . *
:2' = Non-ferrite material / 69 %‘v;:
§ Ne Metall
Heat-resistant steel /
Warmfester Stahl O
g § Uncoated
Dimension (mm) Coated Carbide g2 ) ER2 Carbide
Abmessung Beschichtetes Hartmetall 88 | 882 unbeschicht.
= 2 Hartmetall
Insert Shape S 2
Schneid- o
plattenform = . e} - . - — =
IC|s | d|r PRRSSSObREBERERD b v = b
OO0V S==aa00000 0 [ES38E8
[ wa I o'a I o'a [ o' [ O a'a O a'a o' [ ' [ o a [ o'a [ ' ' = Z (OGN alalya)l
S>> > > > > > > > > > > > > > > > > > > >
SF CPGT060202-SF 635|238 | 2.8 | 0.2 o |o
B CPGT060204-SF 6.35|238| 28 | 04 e |o
Finishing CPGT09T304-SF 9.525|3.97 | 44 | 04
Schlichten
Flat CPGW060204 6.35|238| 28 | 04 PY
Tool holder / Klemmbhalter
SCLPR/L
Kr:95°
Page/Seite A235
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference Recommended cutting parameters A249-A253
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Turning : Drehen
Cemented cardie enc cammest hears = MermeEl uned Cammet WP

DC** Positive Insert/ Positive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen SE Normale Bearbeitungsbedingungen % Unguinstige Bearbeitungsbedingungen

2 [ scorsn QB % 8@ g% @ ® 0%
o Stainless Steel /
‘E"% M Rostfreier Stahl O%%%%%% O O
g;mCast iron / Gusseisen .“** . *
-% Non-ferrite material /
2 Ne Metalle O SB%
Heat-resistant steel /
Warmfester Stahl O 83 83 O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape S 2| Hartmetall
Schneid- Type - Typ
plattenform e - NN NS - AN NN 9
LIIC| S |d|r P88ESR]s8283d82eege 8 555
OC0OOOODOOS==acnooono0 0 828
AN NDOONMONDODODOOMOMAMZ Z |looaonon
S>E>>>>>>>>>>>>>> > > >>>
DCGTO070202-SF | 7.8 | 6.35|238 | 28 | 0.2 ° °
SF DCGT070204-SF | 7.8 | 6.35 238 | 28 | 04 ° °
DCGTO070208-SF | 7.8 | 6.35|2.38 | 28 | 0.8 o 'Y
DCGT11T302-SF | 11.6 |9.525| 3.97 | 44 | 0.2 o °
Finishing | DCGT11T304-SF | 11.6 |9.525| 3.97 | 4.4 | 0.4 e |o
Schlichten
DCGT11T308-SF | 11.6 |9.525| 3.97 | 44 | 0.8 ° Y
DCMT070202-HF | 7.8 635|238 | 28 | 02 (@ @ ° ° o)
HF DCMT070204-HF | 7.8 [635(238| 28 |04 (e @ @ @ ° e |O
] ~ /.r" DCMTO070208-HF | 7.8 | 635|238 | 28 | 08 |0 o e |o
DCMT11T302-HF | 11.6 |9.525| 3.97 | 44 | 0.2 ° Y Y ° Y
S':gﬂ:fchg?e&’n DCMT11T304-HF | 11.6 (9525397 | 44 | 04 (@ @ O @ ols o o le le o
DCMT11T308-HF | 11.6 |9.525/ 397 | 44 | 08 |@ @ o ° ° 'Y
Tool holder / Klemmhalter
SDACR/L SDJCR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:93° Kr:45° Kr:107°30" Kr:93° Kr:85°
s -
Page/Seit A187 A188 A189 A226 A227 A228

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



DC** Positive Insert/ Positive WSP

Ideal Machining Condition

Turning

Normal Machining Condition

' Drehen
(CementedlcarbidefandlcermetinserntsElHantmetallflundlCermets

Unfavorable Machining Condition

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen %Ungijnstige Bearbeitungsbedingungen
e \)\550/70 . ﬂ seel/sahl QP P PP s @ O 0%
8 Stainless Steel /
a1.c A e g%M Rostfreier Stahl 08969838989% O O
Ag%mCast iron / Gusseisen .*‘** . *
§'§ Non-f:lgit‘e‘ rIle:EeriaI / O 69%
Heat-resistant steel /
Warmfester Stahl O 69 69 O
_% | €| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetalll 8% | 883 | unbeschicht.
Insert Shape S 2| Hartmetall
Schneid- Type - Typ o
plattenform T = NN WD AT e ol NN ~
L|iIC|S |d|r 2988882888 ewrre ® | =o<
OO0V OO===00000|0 O] - < 9O «—
[an [ a'a  o'a [ o'a [ ' [ a I o' [ o' [ ' [ a o a Y a'a [ o' [ ' R a a e P4 [ONG N alalya]
P> > > > > > > > > > > > > > > > > > > > >
DCMT070202-EF | 7.8 | 6.35|2.38 | 28 | 0.2 °
EF
DCMTO070204-EF | 7.8 | 6.35|238 | 28 | 04 o e
’ DCMT11T302-EF | 11.6 |9.525| 3.97 | 44 | 0.2 °
Finishing DCMT11T304-EF | 11.6 |9.525| 3.97 | 44 | 04 o e
Schlichten
DCMT11T308-EF | 11.6 |9.525| 3.97 | 44 | 0.8 Y
DCMT070204-HM | 7.8 | 635|238 | 28 | 04 (@ @ @ ° ® O ° ° )
HM
. 7 DCMT070208-HM | 7.8 | 635|238 | 28 | 0.8 (@ @ @ o ° ° °
- |f DCMT11T304-HM | 116 |9.525/ 397 | 44 | 04 |@ @ @ ° e @ O ° ° o
Medium Cut/ | DCMT11T308-HM | 11.6 |19.525/ 397 | 44 | 08 (@ @ @ Y ® @ O ° ° o
Mittl. Bearb.
DCMT11T312-HM | 11.6 |9.525/ 397 | 44 | 1.2 |0 @ © fe) e}
EM DCMTO070204-EM | 7.8 |6.35|2.38 | 2.8 | 0.4 o e
’ DCMT070208-EM | 7.8 | 6.35|2.38 | 28 | 0.8 o
DCMT11T304-EM | 11.6 |9.525| 3.97 | 44 | 04 o e o o
Medium Cut/
Mittl. Bearb. DCMT11T308-EM | 11.6 |9.525| 3.97 | 4.4 | 0.8 o e
Tool holder / Klemmbhalter
SDACRI/L SDJCR/L SDNCN SDQCR/L SDUCRI/L SDZCRI/L
Kr:90° Kr:93° Kr:45° Kr:107°30" Kr:93° Kr:85°
Page/Seite A187 A188 A189 A226 A227 A228
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253
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Turning : Drehen
Cemented cardie enc cammest hears = MermeEl uned Cammet WP

DC** Positive Insert/ Positive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen SE Normale Bearbeitungsbedingungen % Unguinstige Bearbeitungsbedingungen

s }550/70 E m steel/stanl QP e PP e @ O O%
o Stainless Steel /
21.c \ - ‘E"% M Rostfreier Stahl O%%%%%% O O
%%mCast iron / Gusseisen .“** . *
12‘3 Non-ferrite material /
2 Ne Metalle O SB%
Heat-resistant steel /
Warmfester Stahl O 83 83 O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape 5 £ | Hartmetall
Schneid- Type - Typ o
plattenform S S B 2SN B i sl sl S M S B B N B N g ~
L{lc|s|d|r|28B8S88s28882wrre 1 | =355
OO0V OUV===0a00a00|0 O -9 « A«
[va Jva Jea s va tea Bt Mo e Rt ws Rrea B v Qe v s e a | -4 b4 (SN alala)
S>>>>>>>>>>>>>>>> > [FF>>>
HR DCMT11T304-HR | 11.6 [9.525/ 397 | 44 | 04 |@ @ O ° ° o
%) /| DCMT11T308-HR | 11.6 |9.525 3.97 | 44 | 08 (O e ® Ceo0 eeo0 o
DCMT11T312-HR | 11.6 |9.525| 3.97 | 4.4 1.2 o o o o
Roughing/
Schruppen
H DCGX070202-LH | 7.8 | 6.35|2.38| 28 | 0.2 FK ) [
L
p=—an | DCGX070204-LH | 7.8 | 6.35|238| 28 | 04 P ) °
\.
U DCGX11T302-LH | 11.6 (9525 3.97 | 44 | 0.2 o o
Aluminium
Machining/ DCGX11T304-LH | 11.6 |9.525| 397 | 44 | 04 P ) °
Aluminium-
bearbeitung | DCGX1T308-LH | 116 (9.525| 3.97 | 44 | 08 oo .
DCMW070204 78 635|238 | 28 | 04
Flat
P DCMW11T304 11.6 19.525/3.97 | 44 | 04 |o ® O o o
J DCMW11T308 11.6 |9.525|3.97 | 44 | 0.8 | o ® O O o
Tool holder / Klemmhalter
SDJCR/L SDNCN SDQCR/L SDUCRI/L SDZCRI/L
Kr:93° Kr:45° Kr:107°30" Kr:93° Kr:85°
Page/Seite A187 A188 A189 A226 A227 A228

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



Turning : Drehen
(CementedfcanbidefandlcermetiinserntsEiartmetalllundlCermet:

DP** Positive Insert/ Positive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen ‘%‘gg Ungtinstige Bearbeitungsbedingungen
2 @ scisn OB H 8B % @ ® O%
8 Stainless Steel /
g% M Rostfreier Stahl 08969838989% O O
AgémCast iron / Gusseisen .**** . *
£ Non-ferrite material /
§ on I(\elglle‘ rzle:‘ena O 69%
Heat-resistant steel /
Warmfester Stahl O SS 69 O
2 £
Dimension (mm) Coated Carbide g2 | BB carbide o
Abmessung Beschichte Hartmetal 8% | 835 | Hartmetal g
insert shape 5 a =
Schneid- Type - Typ 8
plattenform NN B o =
~ - — - - - NN~ NN —
L{IC| s |d|r|pg@osg@egyReowwge © | ooc 3
OO0V OOS==aacaoao 0 2838328 o
[l o'a I o'a [ 'a R o'a [ o'a [ ' Y w a I o a [ o' [ a R o a R o' [ ' R a a [~ =z (O G alala) o]
S>> > > > > > > > > > > > > > > > > > -CIC)
DPGT070202-SF | 7.8 | 6.35 |2.38 | 2.8 | 0.2 e o 5
DPGT070204-SF | 7.8 | 6.35|238| 28 | 04 ° ° ()
[
DPGTO070208-SF | 7.8 | 6.35|238 | 2.8 | 0.8 ° GE)
Finishing DPGT11T304-SF | 11.6 |9.525| 3.97 | 44 | 0.4 ® ® g)
Schlicht =
e | DPGT11T308-SF | 11.6 (9525 3.97 | 4.4 | 0.8 o o e
DPMW11T304 | 11.6 |9.525| 3.97 | 4.4 | 0.4 .
Basic (o2}
DPMW11T308 11.6 |19.525/ 397 | 44 | 0.8 o E
« =
=}
|_
©
—
()
c
()
)

Tool holder / Klemmhalter

SDQPR/L SDUPR/L
Kr:107°30" Kr:93°
Page/Seite A236 A237

Insert code key Grade selection reference chip breaker selection reference Recommended cutting parameters
ISO Code A42-A43 Sortenauswahl A14/A31-A40 Spanbrecherauswahl A24-A30 Empfohlene Schnittparameter A249-A253

A91
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Turning

- Drehen
Cemented cardie enc cammest hears = MermeEl uned Cammet WP

RC** Positive Insert/ Positive WSP

@)

Ideal Machining Condition
Gute Bearbeitungsbedingungen

Normal Machining Condition
Normale Bearbeitungsbedingungen

Unfavorable Machining Condition
Unguinstige Bearbeitungsbedingungen

Steel / Stahl

88 o

@ O

s
o Stainless Steel /
‘E"% M Rostfreier Stahl $$€9$$%
%% %% m Cast iron / Gusseisen . . *
-% = Non-ferrite material / g} %%
§ Ne Metalle
Heat-resistant steel /
Warmfester Stahl 83 O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g “E’E‘%’ Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape/ S 2| Hartmetall
Schneid- Type - Typ o
plattenform Bv\—NNmN‘—‘_‘_NN\—NN‘_ ~
DLW OOO0OOWWLWI O WL LW w - — -
— ~NN®m®=-N® - - — = ~
LI S d i 588000085 S800000 0 28828
[an Ja'a J o'a [ o' [ ' [ a N o' o' [ ' [ T a R a'a [ o' [ ' Ry a a 4 [ONGNalalya]
P> > > > > > > > > > > > > > > > > > > > >
) RCGT1204MO 12 12 | 476 | 4.4 \
Basic
RCGT190600 19.05/19.05| 6.35 | 6.55 \
RCMT0803MO 8.0 | 80 |3.18 |3.36 \
RCMT10T3MO 10 10 | 3.97 | 3.6 \
RCMT1204MO 12 12 | 476 | 4.4 \ )
Medium cut RCMT1606MO 16 16 | 6.35| 55 \ °
Mitd. Bearb. | RCMT2006MO | 20 | 20 |6.35 | 65 | \
RCMT2507MO 25 25 | 794 | 7.7 \
k¥ it i Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
RC pOSltlve Insert O Gute Bearbeitungsbedingungen Normale Bearbeitungsbedingungen Ungiinstige Bearbeitungsbedingungen
a 7 o ﬂ Steel / Stahl L Sk @ O
E Stainless Steel /
Q1.c - 1] g% Rostfreier Stahl %% 6‘3 $ 63%
| @d]: i %%mCast iron / Gusseisen Q® %
;‘}3 Non-ferrite material /
L T 2 Ne Metalle S
Heat-resistant steel /
Warmfester Stahl 83 83 O
Uncoated
Dimension (mm) Coated Carbide Carbide
Abmessung Beschichtetes Hartmetall unbeschicht.
Insert Shape Hartmetall
Schneid- Type - Typ o
plattenform B\—\—NN"ON‘_‘_‘_NN\—NN‘_ ~
NN OO0 O LWLWIN O WLWw W|Ww [Te) - B -
— —NAN®—=N® - = «— — ~
LIlCl S 1d 1 r ic8808306sSS800000 0 289828
[anJ a'a J o'a [N o' [ ' [ a I o' [ o' ' [ o a o a [ o' [ ' Y a = =z [ONGNalalya]
S>> > > > > > > > > > > > > > > > > >
LH RCGX0803MO-LH | 80 | 80 [3.18|336| \ O

Aluminium

Machining/
Aluminium-
bearbeitung

Tool holder / Klemmhalter

SRDCN

Page/Seite A201

@ Ex Stock / ab Lager

SRGCR/L

A202

O On demand / auf Anfrage




RC** Positive Insert/ Positive WSP

©)

Ideal Machining Condition
Gute Bearbeitungsbedingungen

&

Turning

Normal Machining Condition
Normale Bearbeitungsbedingungen

&

' Drehen
(CementedlcarbidefandlcermetinserntsElHantmetallflundlCermets

Unfavorable Machining Condition
Ungtinstige Bearbeitungsbedingungen

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

o
- 7{ 5 ﬂ seel/sahl QP P PP s @ O 0%
8 Stainless Steel /
QQ N r_r_ g% M Rostfreier Stahl 08969838989% @) @)
€ od } i A%EECastiroanusseisen (Y YY X} ® %
X Non-ferrite material /
i — g Qi o O
Heat-resistant steel /
Warmfester Stahl O SS 69 O
2 |..§| Uncoated
Dimension (mm) Coated Carbide g2 | B3¢ Carbide
Abmessung Beschichtetes Hartmetall 8% | 885 | unbeschicht.
Insert Shape S & | Hartmetall
Schneid- Type - Typ o
plattenform o= = NN DN T e ol e N NS ~
LilC|S|d|r |RPR8SR8asR888oLele ® o553
OO0V OO===00000|0 Q -39 -«
[anJa'a  o'a [ o'a [ ' [ a a I a'a [ o' [ ' [ o a o a [ o' [ ' R a a e P4 (OGN alalya
P> > > > > > > > > > > > > > > > > > > > >
RCMX0803MO 80 | 80 [318(336| \ |0 @ O
Basic | pemx1003Mo | 10 | 10 (31836 \ |e e e
RCMX1204MO 12 12 | 476 | 4.4 \' o @@ o o
Q RCMX1606MO | 16 | 16 |635| 55| \ |@ @ ® o o
RCMX2006MO 20 20 | 6.35| 6.5 \ e @ @ Y Y o o
Light RCMX2507MO 25 | 25 | 794 | 72 \ loe e
roughing
Leicht RCMX3209MO 32 | 32 |952| 95 \' o @ @ o
Schruppen
RCMX3209MO-PV | 32 | 32 | 952 | 95 \ °
Tool holder / Klemmhalter
SRGCR/L
Page/Seite A202
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

A93
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Turning

- Drehen
Cemented cardie enc cammest hears = MermeEl uned Cammet WP

CC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen SE Normale Bearbeitungsbedingungen %Ungﬁnstige Bearbeitungsbedingungen
s 90 - R m steel/stanl QP e PP e @ O O%
— = o Stainless Steel /
QI-C\ 4 N N ‘E"% M Rostfreier Stahl O%%%%%% O O
N ad %%mCast iron / Gusseisen .“** . *
s 22 12‘3 Non-ferrite material /
r. L ? § Ne Metalle O 89%
|| Heat-resistant steel /
Warmfester Stahl O 83 83 O
_% | €| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape S & | Hartmetall
Schneid- Type - Typ o
plattenform T e - NN D AT T AN - NN ~
INICARSRRINN . o e 2R SRR oRwge o | e oo
OO0V OO===0o0000|0 Q -3 O - N
[raJyea Jyea aa I oa oo i oa B e e e o e e e R aa )l e z oononon
P> > > > > > > > > > > > > > > > > > > > >
HF SCMT09T302-HF [9.525|9.525|3.97 | 44 | 02 |e e
) | SCMT09T304-HF |9525/9.525 3.97 | 44 | 04 @ @ o
W | SCMT09T308-HF |9.525/9525| 3.97 | 44 | 08 |e o o
Finishing
Schlichten
EF SCMTO09T302-EF [9.525|9.525| 3.97 | 4.4 | 0.2 o
SCMTO09T304-EF [9.525|9.525| 3.97 | 44 | 04 °
SCMTO09T308-EF [9.525|9.525| 3.97 | 4.4 | 0.8 °
Finishing
Schlichten
HM SCMT09T304-HM |9.525|9.525/ 397 | 44 | 04 (@ @ @ ° ° ° o
3 SCMT09T308-HM [9.525|9.525/ 397 | 44 | 08 |@ @ @ ° o e ° ° °
'n"' SCMT120404-HM | 12.7 | 12.7 | 476 | 556 | 0.4 |@ @ °
SCMT120408-HM | 12.7 | 12.7 | 476 | 556 | 0.8 (@ @ @ o ) ° ° (]
Medium Cut/
Mittl. Bearb. | SCMT120412-HM | 12.7 | 12.7 | 476 | 556 | 1.2 [0 e
SCMT09T304-EM |9.525/9.525| 3.97 | 44 | 0.4 °
SCMTO09T308-EM |9.525/9.525| 3.97 | 44 | 0.8 °
SCMT120404-EM | 12.7 | 12.7 | 4.76 | 5.56 | 0.4 °
Finishing SCMT120408-EM | 12.7 | 12.7 | 4.76 | 5.56 | 0.8 °
Schlichten
SCMT120412-EM | 12.7 | 12.7 | 4.76 | 556 | 1.2 o
Tool holder / Klemmhalter
SSBCR/L SSDCN SSKCR/L SSSCR/L SSKCR/L
Kr.75° Kr:45° Kr:75° Kr:45° Kr:75°

Page/Seite A195

@ Ex Stock / ab Lager

A195

A196

O On demand / auf Anfrage

A196

A229




Turning : Drehen
(CementedfcanbidefandlcermetiinserntsEiartmetalllundlCermet:

SC** Positive Insert/ Positive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen ‘%‘gs Ungtinstige Bearbeitungsbedingungen
e 20 - = ﬂ steel/Stahl - QP e PP L] @ O 0%
——f— 8 Stainless Steel /
Q’I'C\ 4 N N\ g%’ M Rostfreier Stahl 08969838989% O O
O od Ag% m Cast iron / Gusseisen .*‘* * . *
; D - 27 ? ;CB}E Non-f;\elgit‘e‘rpe:}eriall O %%
l—n| Heat-resistant steel /
Warmfester Stahl O 69 69 O
B E
Dimension (mm) Coated Carbide 2 ggﬁ carbide ()]
Abmessung Beschichte Hartmetal 8% | 885 | Hartmetal g
insert shape 5 & =
Schneid- Type - Typ (<))
plattenform e - AN AN NN~ NN S'—) 'e
e R R R R R e P -~ a
OO0V OOO===00000|Q O b == ()
sl o'a Jyo'a I w'a R o'a JR o a [ ' e a I a'a [ o' [ n R e a I o' [ ' R a a [~ 4 OononoANn o)
P> > > > > > > > > > > > > > > > > > > > > e
LH SCGX09T302-LH |9.525|9.525| 3.97 | 44 | 0.2 Y g
SCGX09T304-LH |9.525|9.525| 3.97 | 44 | 0.4 Y ()
[
SCGX09T308-LH |9.525(/9.525| 3.97 | 44 | 0.8 ° ‘O
£
Aluminium | SCGX120404-LH | 12.7 | 12.7 | 4.76 | 5.56 | 0.4 o
Machining/ g
Aluminium- | SCGX120408-LH | 12.7 | 12.7 | 4.76 | 556 | 0.8 ° <
bearbeitung
SCMT09T304-HR |9.525|9.525| 3.97 | 44 | 04 (@)
o) O c
HR ‘c
SCMTO09T308-HR |9.525/9.525| 397 | 44 | 08 |0 e ° ° =
P 7 S
',“J SCMT09T312-HR |9.525/9.525| 397 | 44 | 12 |0 o —
T | SCMT120404-HR | 127 | 12.7 | 476 | 556 | 04 | e =
. c
Roughing/ SCMT120408-HR | 12.7 | 127 | 476 | 556 | 08 |0 @ @ o e ()]
Schruppen (©)
SCMT120412-HR | 12.7 | 12.7 | 476 | 556 | 1.2 ® o o e ®
. SCMT09T304 9.525|9.525/ 397 | 44 | 04 |0 © o
Basic
SCMT120404 12.7 1127 | 476 | 556 | 04 |0 O ©
|
E SCMT120408 12.7 | 12.7 | 476 | 556 | 0.8
1 1
Flat SCMW060204 6.35 6.35|238| 28 | 04 o o Y
SCMWO09T304 9.525|9.525|/ 397 | 44 | 04 o o
I SCMWO09T308 9.525|9.525| 3.97 | 44 | 0.8 o
'
SCMW120408 12.7 | 12.7 | 476 | 556 | 0.8 o fe) o
Tool holder / Klemmbhalter
SSBCR/L SSDCN SSKCR/L SSSCRI/L SSKCR/L
Kr:75° Kr:45° Kr Kr:45° Kr:75°
Page/Seite A195 A195 A196 A196 A229
Insert code key Grade selection reference chip breaker selection reference Recommended cutting parameters
ISO Code AAZ-A43 ) gonenauswanl A14/A31-A40 Spanbrecherauswahl A24-A30 | Empfonlene Schnittparameter A249-A253
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Turning : Drehen

Comeniae] careice anc camet sers = MearmeEl umne Cammet WSR

SP** Positive Insert/ Positive WSP

@)

Ideal Machining Condition
Gute Bearbeitungsbedingungen

&

Normal Machining Condition
Normale Bearbeitungsbedingungen

@

Unfavorable Machining Condition
Unguinstige Bearbeitungsbedingungen

0 e |z [ s OB % 88 * @ @ o#
- - E Stainless Steel /
al C\ g N S 'E"% M Rostfreier Stahl ODBBBDBDE O O
O ad _§§ mCast iron / Gusseisen . “* * . *
D 27 X = Non-ferrite material / O S} %%
r L S 2 Ne Metalle
e Heat-resistant steel /
Warmfester Stahl O 83 83 O
_Z | __g| Uncoated
Dimension (mm) Coated Carbide g2 | B2z Carbide
Abmessung Beschichtetes Hartmetall 88 | 883 | unbeschicht.
Insert Shape S 2| Hartmetall
Schneid- Type - Typ o
plattenform Rl S B B S AN Bl el sl S B S N S A o B ~
L|IC| S |d|r 298288338888 ckwge v | =53
OO0V O0OUV===Z00000/0 O] -9 -
[ra e e e s M'wa Jwa S o el [ o i aa R aa Jaa ) b z oononoan
S>> >>>>>>>>>>>>> |5 [F>>>>
SPMW09T304 9.525|9.525| 3.97 | 44 | 04
Flat
SPMW09T308 9.525|9.525| 3.97 | 44 | 0.8
’ SPMW120408 | 127 | 12.7 | 4.76 | 5.56 | 0.8 o
'

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




TB** Positive Insert/ Positive WSP

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

B Steel / Stahl

- Drehen

Turnin
Cementae] camich ane CamE: SErs = Hartmetal

Unfavorable Machining Condition
Ungtinstige Bearbeitungsbedingungen

Normal Machining Condition
Normale Bearbeitungsbedingungen

M Stainless Steel /
Rostfreier Stahl

m Cast iron / Gusseisen

Werkstoffe

Non-ferrite material /
Ne Metall

Workpiece Material

Heat-resistant steel /
Warmfester Stahl

] E
Dimension (mm) Coated Carbide B2 | £3S
Abmessung Beschichtetes Hartmetall 88 &Sé
Insert Shape S &
Schneid- Type - Typ
plattenform - A AL AN NN~ NN 8
Ljicis|d | r BRRESGOGLRBRERERE b -
OC0OOOOOOS==0oo0o0alo 0 8888
NN OOODO0DM@OMOMOM@MAZ z [SHeNalala)
S>>>>>>>>>>>>>>> > >>>> >
TBGH060102L 6.4 | 397|159 | 22 | 0.2 o o)
TBGH060104L 6.4 | 397 159| 22 | 04 o o

Insert code key ~ aA45_a43

ISO Code

Grade selection reference
Sortenauswahl A14/A31-A40
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Recommended cutting parameters
Empfohlene Schnittparameter

chip breaker selection reference
Spanbrecherauswahl
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Turning

- Drehen
Camenitae] caticn ane cammet ears = armeEl une Cammet WSIP

TC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen SB Normale Bearbeitungsbedingungen %Ungi]nstige Bearbeitungsbedingungen
2 [ scorsn QB % 8@ g% @ ® 0%
o Stainless Steel /
‘E"% M Rostfreier Stahl O%%%%%% O O
gémCast iron / Gusseisen .“** . *
%‘ Non-ferrite material /
2 Ne Metalle O %%
Heat-resistant steel /
Warmfester Stahl O 83 83 O
_% | €| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 88 | 38 | unbeschicht.
Insert Shape = £ | Hartmetall
Schneid- Type - Typ O
plattenform o = NN DN T e e ol e N NS ~
D OOWLOOODODOWLLWHLWIDO WL W 0 — —
. b — N O - N ® - ] < — —
LIPS 1d r 58800065 SS835a8080 |0 28828
[an I a'a o o'a [N o'a [ ' [ a R o' o' [ ' [ a o a I a'a [ o' [ ' R a a e P4 (OGN alalya
P> > > > > > > > > > > > > > > > > > > > >
TCGT06T102-SF | 64 | 3.97 | 198 | 2.2 | 0.2 o °
SF TCGT06T104-SF | 64 | 397 | 198 | 22 | 04
TCGT090202-SF 9.6 | 556|238 | 25 | 0.2 ° °
TCGT090204-SF 9.6 | 556|238 | 25 | 04 Y Y
TCGT090208-SF 9.6 | 556|238 | 25 | 0.8 °
TCGT110302-SF 11 |6.35|3.18 | 2.8 | 0.2 °
Finishing
Schlichten | TCGT110304-SF | 11 |6.35|3.18| 2.8 | 04 ° °
TCGT110308-SF 11 |6.35]3.18| 28 | 0.8 'Y
Tool holder / Klemmhalter
STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:90° Kr:90° Kr:60° Kr:90°
Page/Seite A197 A197 A198 A199 A230
@ Ex Stock /ab Lager O On demand / auf Anfrage




TC** Positive Insert/ Positive WSP

Ideal Machining Condition

Turning

Normal Machining Condition

' Drehen
(CementedlcarbidefandlcermetinserntsElHantmetallflundlCermets

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen %Ungijnstige Bearbeitungsbedingungen
g [ sccisn Q@B SO % @ ® O%
8 Stainless Steel /
g%’ M Rostfreier Stahl 08969838989% O O
Ag%mCast iron / Gusseisen .*‘** . *
od 70‘ é;g = Non-f;\elgit‘e‘ rIle:feriaI / O 69 %
Heat-resistant steel /
Warmfester Stahl O 69 69 O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 88 | 38 | unbeschicht.
Insert Shape = £ | Hartmetall
Schneid- Type - Typ O
plattenform T = NN DN T T e ol e N NS ~
D OOWLOOODODOWLLWHLWI O WL W L2} — —
) — — N® - A D - BEl < — —
LIlCr s 1d r 58800065 SS835a8080 |0 289828
[an Ja'a J o'a [ o' [ ' [ a R o' o' [ ' [ o a Y a'a [ o' [ ' R a a Y e 4 (OGNl alyal
P> > > > > > > > > > > > > > > > > > > > >
TCMTO06T104-HF | 6.4 | 397 | 198 | 22 | 04
TCMTO06T108-HF | 6.4 | 397 | 198 | 22 | 0.8
TCMTO090202-HF | 9.6 | 556|238 | 25 | 0.2 ° °
HF TCMT090204-HF | 96 | 556 | 2.38 | 25 | 0.4 |e ° °
| TCMT090208-HF | 9.6 | 556|238 | 25 | 08 |0 @ °
. TCMT110202-HF 11 |16.35|238| 28 | 0.2 ° °
A
TCMT110204-HF 11 [6.35|238| 28 | 04 (@ @ O ° ° °
Finishing
Schlichten TCMT110208-HF 11 /635238 | 28 | 08 |e@ o ° ° Y
TCMT16T302-HF | 16.5 |9.525| 3.97 | 44 | 0.2
TCMT16T304-HF | 16.5 |9.525/3.97 | 44 | 04 |e@ @ [ o °
TCMT16T308-HF | 16.5 |9.525|/3.97 | 44 | 08 |@ @ °
Tool holder / Klemmbhalter
STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:90° Kr:90° Kr:60°
e
Page/Seite  A197 A197 A198 A199 A230
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter
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Turning

- Drehen
Camenitae] caticn ane cammet ears = armeEl une Cammet WSIP

TC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

@ Ex Stock / ab Lager

A100

O Gute Bearbeitungsbedingungen SE Normale Bearbeitungsbedingungen %Ungﬁnstige Bearbeitungsbedingungen
s |z (D sccisn QB% S g% @ © 0%
8 Stainless Steel /
— ‘E"% M Rostfreier Stahl O%%%%%% O O
%%mCast iron / Gusseisen .“** . *
od '12‘3 Non-ferrite material /
7Es 2 Ne Metalle O €9 %%
Heat-resistant steel /
Warmfester Stahl O 83 83 O
_% | __E| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 88 | 38 | unbeschicht.
Insert Shape = £ | Hartmetall
Schneid- Type - Typ )
plattenform S S B 2SN B i sl sl o B S B oN B N g ~
LlIc| s | d|r 2882382888 cwwge & | =o-
Q000000 ==2=Z=00000|0 (O] - < O -
[ a'a I o'a [N o'a [ ' O a I o' [ o' ' [ o a o a [ o' [ ' Y w a = Z (OGN alalya)
S>> > > > > > > > > > > > > > > > > >
TCMT090202-EF | 9.6 | 556 | 2.38 | 2.5 | 0.2 o)
EF TCMT090204-EF | 9.6 | 556 | 238 | 25 | 0.4 o
TCMT110202-EF 11 |6.35]238| 28 | 0.2 o
TCMT110204-EF 11 |6.35]238| 28 | 04 °
TCMT110208-EF 11 |6.35]238| 28 | 0.8 °
Finishing
Schlichten | TCMT16T304-EF | 16.5 [9.525| 3.97 | 44 | 0.4 °
TCMT16T308-EF | 16.5 |9.525| 3.97 | 44 | 0.8 °
TCMTO090204-EM | 9.6 | 556 |2.38 | 28 | 0.4 o
TCMTO090208-EM | 9.6 | 556 | 2.38 | 2.8 | 0.8 o)
EM | tcmT110204EM | 11 | 635|238 | 2.8 | 0.4 o
TCMT110208-EM 11 |6.35]238| 28 | 0.8 o
TCMT110212-EM 11 635238 28 | 1.2
Medium Cut/| TCMT16T304-EM | 16.5 |9.525| 3.97 | 4.4 | 0.4 °
Mittl. Bearb.
TCMT16T308-EM | 16.5 |9.525| 3.97 | 44 | 0.8 °
TCMT16T312-EM | 16.5 |9.525| 3.97 | 44 | 1.2 1)
Tool holder / Klemmhalter
STACR/L STFCR/L STGCR/L STTCR/L STFCR/L
Kr:90° Kr:90° Kr:90° Kr:60° Kr:90°
7
Page/Seite A197 A197 A198 A199 A230

O On demand / auf Anfrage




TC** Positive Insert/ Positive WSP

Ideal Machining Condition

Turning

Normal Machining Condition

' Drehen
(CementedlcarbidefandlcermetinserntsElHantmetallflundlCermets

Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen %Ungi]nstige Bearbeitungsbedingungen
2 @ scisn OB H 8B & @ © O
8 Stainless Steel /
2 %’ M Rostfreier Stahl 08969838989% O O
Ag%mCast iron / Gusseisen .*‘** . *
ed :2' = Non-ferrite material / 63 %
A3 ferite mat O
Heat-resistant steel /
Warmfester Stahl O 69 69 O
_€ | __£| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape 5 £ | Hartmetall
Schneid- Type - Typ o
plteiom Llicls | alr B238558055885880 b =S
COOOVOVOS==a00000 0 |ES382Q
[ o'a [ o'a I a'a ' [ o'a [ a'a Y [ o' [ a'a ' [ ' [ a'a o' R ' I P4 (OGN alalyal
P> > > > > > > > > > > > > > > > > > > > >
TCMT090204-HM | 96 | 556|238 | 25 | 04 |0 @ © ° o
HM TCMT090208-HM | 96 | 556|238 | 25 | 08 |0 @ © )
TCMT110204-HM 11 |635/238| 28 | 04 '@ @ @ Y Y ) Y
£ q_ TCMT110208-HM | 11 | 6.35|2.38| 2.8 | 0.8 ° ® O
e
TCMT16T304-HM | 165 |9.525/ 397 | 44 | 04 (@ @ @ ° PY °
Medium Cut/
Mittl. Bearb. | TCMT16T308-HM | 16.5 |19.525/ 397 | 44 | 08 (@ @ @ PY o 0 ° ® O o
TCMT16T312-HM | 16.5 |9.525| 3.97 | 44 | 1.2 P 1)
TCMT090204-HR | 9.6 | 556 | 238 | 25 | 04 o
TCMT090208-HR | 9.6 | 556 | 2.38 | 2.5 | 0.8 fe)
HR
TCMT110204-HR | 11 |6.35|238 | 28 | 04 o
. TCMT110208-HR | 11 |6.35|238 | 2.8 | 0.8 °
i TCMT16T304-HR | 16.5 |9.525| 3.97 | 4.4 | 0.4 °
Roughing/ | TCMT16T308-HR | 16.5 |9.525|3.97 | 44 | 08 (@ @ @ ® O () ()
Schruppen
TCMT16T312-HR | 16.5 (9525|397 | 44 | 12 |@ @ O o
TCMT220408-HR | 22 | 12.7 | 476 | 55 | 0.8 P )
TCGX090202-LH | 96 | 556|238 | 25 | 0.2 ° °
LH
TCGX090204-LH | 96 | 556|238 | 25 | 0.4 °
érh‘ TCGX110202-LH 11 |6.35|238| 28 | 0.2 ° °
" I\, | TCGX110204-LH | 11 | 635|238 | 2.8 | 0.4 o a
TCGX110208-LH 11 | 635|238 | 28 | 0.8
Alumini
Machining/ | TCGX16T302-LH | 165 (9.525| 3.97 | 4.4 | 0.2 o o
Aluminium-
bearbeitung TCGX16T304-LH | 16.5 |9.525| 3.97 | 44 | 0.4 Y )
TCGX16T308-LH | 16.5 |9.525| 3.97 | 44 | 0.8 Y 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 A197 A197 A198 A199 A230
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter
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Turning

- Drehen
Camenitae] caticn ane cammet ears = armeEl une Cammet WSIP

TC** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen SB Normale Bearbeitungsbedingungen %Ungi]nstige Bearbeitungsbedingungen
2 [ scorsn QB % 8@ g% @ ® 0%
o Stainless Steel /
‘E"% M Rostfreier Stahl O%%%%%% O O
g%mCast iron / Gusseisen .“** . *
ad l o= Non-ferrite material / O S}%‘%
7°E 2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O 83 83 O
_2 | __g| Uncoated
Dimension (mm) Coated Carbide gz | £32 Carbide
Abmessung Beschichtetes Hartmetall 88 | 38 | unbeschicht.
Insert Shape = £ | Hartmetall
Schneid- Type - Typ I3)
plattenform ‘Lr—)v\—NN'-ONF\—\—NN\—NN‘— ~
DLW OO0 OWWLWI O WL W w —~ — —
— — NN®M=—-AN® - - ~ -
LiICl S 1dlr 58808008552 800000 |0 129828
{4 I o'a [ o'a I Yo' [ o'a I o' Yo [ o'a [ a'a ' [ 'a [ a'a I a R ' e 4 (OGN alalya
P> > > > > > > > > > > > > > > > > > > > >
. TCMT220408 22 127|476 | 55 | 0.8 Y o
Basic
f]
L————
TCMW110204 11 635|238 | 28 | 04 |o o
Flat TCMW16T304 16.5 19.525| 397 | 44 | 04 |o o o
,i\ TCMW16T308 16.5 |9.525/ 397 | 44 | 0.8 |o o °
L TCMW16T312 16.5 19.525/ 397 | 44 | 1.2 |o o
TCMW220408 22 | 127|476 | 55 | 0.8 o o
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 A197 A197 A198 A199 A230

@ Ex Stock / ab Lager

A102

O On demand / auf Anfrage




TP** Positive Insert/ Positive WSP

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

Turning

Normal Machining Condition
Normale Bearbeitungsbedingungen

' Drehen
(CementedlcarbidefandlcermetinserntsElHantmetallflundlCermets

Unfavorable Machining Condition
Ungtinstige Bearbeitungsbedingungen

B Steel / Stahl

L

S g .
o Stainless Steel /
— g% M Rostfreier Stahl
Ag% m Cast iron / Gusseisen . *
od ‘ g= Non-ferrite material / %%
i § Ne Metall
" Heat-resistant steel /
Warmfester Stahl O
_% | __e| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
Insert Shape 5 £ | Hartmetall
Schneid- Type - Typ o
plattenform el S RS B 2SN i il S B o B S B N B g ~
L{lc|s | d|r RPRB82gR328882Lkee | |o55SsS
QOO0 O===00000|0 Q - 9O —
[ I wa I o'a I a'a [ o' [ ' [ ' o' o' [ ' [ o a o a (o' [ ' [ e Z (OGN alala]
S>> >> > > > > > > > > > > > > > > > > >
TPGT090202-SF 96 | 556|238 | 25 | 0.2 o °
SF TPGT090204-SF 96 | 556|238 | 25 | 04 Y Y
TPGT090208-SF 96 |556|238| 25 | 0.8
TPGT110302-SF 11 | 635|318 | 2.8 | 0.2
Finishing | TPGT110304-SF | 11 |6.35|3.18 | 2.8 | 0.4
Schlichten
TPGT110308-SF 11 /635|318 | 28 | 0.8
TPGH090202L 96 | 556|238 | 25 | 0.2
é TPGH090204L | 96 | 556 | 238 | 25 | 0.4
TPGH110302L 11 1635|318 | 28 | 0.2
Super Finishing
Super TPGH110304L 11 | 635|318 | 28 | 0.4
Schlichten
Tool holder / Klemmhalter
STUPR/L
Kr:93°
-
Page/Seite A238
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter
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Turning : Drehen
Cemented cardie enc cammest hears = MermeEl uned Cammet WP

TP** Positive Insert/ Positive WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 83 Normale Bearbeitungsbedingungen ‘%'\% Unguinstige Bearbeitungsbedingungen

s |z ﬂ steel/stanl QP e PP e @ O O%
E Stainless Steel /
‘E"% M Rostfreier Stahl 08383698363% O O
g%mCast iron / Gusseisen .“** . *
ad & = Non-ferrite material / O S} %‘%
17 2 Ne Metalle
Heat-resistant steel /
Warmfester Stahl O 83 83 O
Uncoated
(o)) Dimension (mm) Coated Carbide comet | Coated Carbide
c Abmessung Beschichtetes Hartmetall Beschicht.| - ynbeschicht.
_..3 Insert Shape Hartmetall
o) Schneid- Type - Typ o
.e plattenform PR B T I S B BN 5
© L |[IC| S d r PR8I =822 - oo b oo
() OO0V OUV===Z0a00a00|0 O -9 -«
Pe) [ra e s [ Qe Qi oa o e e e e e Qe s i e e a | =4 z oononon
= S>>E>>>>>>>>>>>>>> |5 [>>>>>
o TPGA090204 | 96 | 556 | 2.38 | 25 | 0.4
(@]
o) TPGA090208 96 | 556 |238| 25 | 0.8
c Flat
o) TPGA110204 11 16.35|238| 28 | 04
OEJ [ ] TPGA110212 | 11 |6.35 238 | 28 | 12
ko) T
<_( TPGA160304 16.5 19.525/ 318 | 44 | 04
. TPGA160308 16.5 |9.525| 3.18 | 4.4 | 0.8
(®)]
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@ Ex Stock /ab Lager O On demand / auf Anfrage

A104



TP** Positive Insert/ Positive WSP

©)

Ideal Machining Condition
Gute Bearbeitungsbedingungen

Turning

Normal Machining Condition
Normale Bearbeitungsbedingungen

' Drehen
(CementedlcarbidefandlcermetinserntsElHantmetallflundlCermets

Unfavorable Machining Condition
Ungtinstige Bearbeitungsbedingungen

Workpiece Material

Steel / Stahl

L

Stainless Steel /
%’ M Rostfreier Stahl
2 . .
}E} m Cast iron / Gusseisen .
= Non-ferrite material / 69

Ne Metall
Heat-resistant steel /
Warmfester Stahl O

Dimension (mm)

Coated Carbide

Cermet
unbeschichtet
Cermet
Coated
beschicht. Cerm.

Uncoated
Carbide

Abmessung Beschichtetes Hartmetall unbeschicht.
Insert Shape Hartmetall
Schneid- Type - Typ )
e TebS888558S08RE |b
b —~— N AN M —AN® - - — — b oo
b e @ 003000 BS=S800000 |0 28828
DOm0 ONOOMOM@OM@OM@MAMMZ z (SO Nalala)
S>> >>>>>>>>>> > >|> > > > > > >
TPGB090204 9.6 | 5.56 25
Flat
TPGB090208 9.6 | 5.56 25
; TPGB270416 27.5 [15.875 5.16
T
TPGW090204 9.6 | 5.56 25
TPGW090208 9.6 | 5.56 25
Flat
TPGW110304 11 | 6.35 2.8 o)
' TPGW110308 11 |6.35 2.9
W TPGW160308 | 16.5 |9.525 44 o
TPGW16T302 16.5 |9.525 4.4
TPGW220408 22 | 12.7 55
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl Empfohlene Schnittparameter
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Turning

- Drehen
Camenitae] caticn ane cammet ears = armeEl une Cammet WSIP

VC** Positive Insert/ Positive WSP

Normal Machining Condition

Unfavorable Machining Condition

Ideal Machining Condition
O Gute Bearbeitungsbedingungen SB Normale Bearbeitungsbedingungen %Ungi]nstige Bearbeitungsbedingungen
: @ scsn Q% 8 o o 0 0%
v o Stainless Steel /
21.C o ‘E"% M Rostfreier Stahl O%%%%%% O O
/ . od g;mCast iron / Gusseisen .“** . *
Q.
r. < Non-ferrite material /
2 Ne Metalle O %%
Heat-resistant steel /
Warmfester Stahl O 83 83 O
_% | €| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetalll 8% | 883 | unbeschicht.
Insert Shape S 2 Hartmetall
Schneid- Type - Typ o
plattenform - - - 0 - - - — =
Lic| s |d | r 2RRS8S80RBBEEBb b CSE
OO0V SSSanonono0 0 [E88E8
[anJa'a i o'a [ o'a [ ' [ a I o' [ o' [ ' [ a o a I o a [ o' [ ' R a a = =z [N O alalyal
P> > > > > > > > > > > > > > > > > > > > >
VCGT110302-SF 1 635|318 | 2.8 | 0.2 Y °
SF
@ VCGT110304-SF 11 |6.35]3.18| 28 | 04 Y °
Finishing VCGT160404-SF | 16.5 |9.525| 4.8 | 44 | 04 fe)
Schlichten
VCGT110304-HF 11 1635|318 | 28 | 04 °
HF
=]
e
Finishing
Schlichten
VCGT130304 138 1794 | 33 | 34 | 04 Y
NF VCGT160408-NF | 16.5 |9.525| 4.76 | 44 | 0.8 )
Finishing
Schlichten
Tool holder / Klemmbhalter
SVQCR/L SVUCR/L SVVCN SVJCR/L
Kr:107°30' KV Kr72°30' B y
Page/Seite A231 A232 A193 A194

@ Ex Stock / ab

A106

Lager

O On demand / auf Anfrage




VC** Positive Insert/ Positive WSP

Ideal Machining Condition

Turning

Normal Machining Condition

' Drehen
(CementedlcarbidefandlcermetinserntsElHantmetallflundlCermets

Unfavorable Machining Condition

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen %Ungijnstige Bearbeitungsbedingungen
- - ﬂ seel/sahl QP P PP 3 @ O 0%
2 8 Stainless Steel /
a1.c AN g%’ M Rostfreier Stahl 08969838989% O O
/ U ad = gémCast iron / Gusseisen .*‘** . *
Q.
I. X Non-ferrite material /
DA — 5 e O D2
Heat-resistant steel /
Warmfester Stahl O 69 69 O
_% | __e| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 8% | 882 | unbeschicht.
et & e 5 £ | Hartmetall
Schneid- Type - Typ
plattenform - aMeMN-_Mm_ - (‘._)
LIeES o s R s g2 RBRC02 P b 555
QOO OOOSS=a00000 0 E8828&
[ o' I o'a [ 'a ' Y a a R o'a [ ' ' Y a a R o a [ a'a [ ' Y ' Ry a a = Z (OGN alalya]
S>> > > > > > > > > > > > > > > > > >
VCGX110202-LH 11 |6.35|238| 28 | 0.2
VCGX110204-LH 11 |6.35|238| 28 | 04 ° °
VCGX110301-LH 11 |6.35|3.18| 2.8 | 0.1 o o
LH VCGX110302-LH 11 1635|318 | 28 | 0.2 o0 Y
<_ a“p VCGX110304-LH 11 1635|318 | 28 | 04 F ) °
VCGX110308-LH 11 1635|318 | 28 | 0.8
Aluminium VCGX160402-LH | 16.6 |9.525| 4.76 | 44 | 0.2 P ) )
Machining/
Aluminium- | VCGX160404-LH | 16.6 |9.525| 4.76 | 4.4 | 0.4 o0 °
bearbeitung
VCGX160408-LH | 16.6 |9.525| 4.76 | 44 | 0.8 o 0 Y
VCGX160412-LH | 16.6 |9.525| 4.76 | 44 | 1.2 o ® O
VCGX220530-LH 22 | 127|556 | 55 | 3.0 o ® O
Tool holder / Klemmbhalter
SVQCR/L SVUCR/L SVVCN SVJCRI/L
Kr:107°30' Kr:93° Kr:72°30' Kr:93°
Page/Seite  A231 A232 A193 A194
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

A107
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Turning

- Drehen
Cemented cardie enc cammest hears = MermeEl uned Cammet WP

VB** Positive Insert/ Positive WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

@ Ex Stock / ab Lager

A108

O On demand / auf Anfrage

O Gute Bearbeitungsbedingungen SE Normale Bearbeitungsbedingungen %Ungﬁnstige Bearbeitungsbedingungen
4 - |3 [ scisn Q% 8 o o 0 0%
- E Stainless Steel /
a1.c ‘E"% M Rostfreier Stahl O%%%%%% O O
/ 4.! ad %%mCast iron / Gusseisen .“** . *
o 12‘3 Non-ferrite material /
g D — 5 3 Ne Metallo o D
Heat-resistant steel /
Warmfester Stahl O 83 83 O
_% | €| Uncoated
Dimension (mm) Coated Carbide g2 | E22| Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape S 2| Hartmetall
Schneid- Type - Typ
plattenform - — . _ - S
Ljic|s|d|r BERSRS3bRERERNRE |0 555
OO0V S=SSanonon0 0 E838E8
[raJyea Jyea Qea Qi ea i va i oa Qi ea Jea Ja e e e a e a R aa ) b= z oononon
S>>>>>>>>>>>>>>>> > [FF>>>
SF VBGT110302-SF 11 1635|318 | 28 | 0.2 °
@ VBGT110304-SF | 11 |6.35|3.18 | 28 | 0.4 °
Finishing
Schlichten
VBMT110302-EF 11 1635|318 | 28 | 0.2 °
EF VBMT110304-EF | 11 | 635|318 | 2.8 | 0.4 .
WS \BMT10308-EF | 11 | 635|318 | 28 | 0.8 o
Finishing | yBMT160404-EF | 16.5 |9.525| 4.76 | 4.4 | 0.4 °
Schlichten
VBMT160408-EF | 16.5 |9.525| 4.76 | 44 | 0.8 °
53 VBMT160404-53 | 166 (9525|476 | 44 | 04 (@ @ O @ e |O
l VBMT160408-53 | 16.6 |9.525|/4.76 | 44 | 0.4 |@ @ O ° ° o
Finishing
Schlichten
HE VBMT110202-HF 11 |6.35|238| 28 | 0.2 ® O °
] VBMT110204-HF 11 |6.35|238| 28 | 04 ° ° ° °
Finishing VBMT110208-HF 11 1635|238 | 28 | 08 (@ @ ° o
Schlichten
VBET160404-NF | 16.5 |9.525| 476 | 44 | 04 °
NF
- VBET160408-NF | 16.5 |9.525| 4.76 | 4.4 | 0.8 °
Finishing
Schlichten
Tool holder / Klemmhalter
SVJBRI/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
Page/Seite A190 A191 A192 A233 A234




VB** Positive Insert/ Positive WSP

Ideal Machining Condition

Turning

Normal Machining Condition

' Drehen
(CementedlcarbidefandlcermetinserntsElHantmetallflundlCermets

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 89 Normale Bearbeitungsbedingungen %Ungijnstige Bearbeitungsbedingungen
g [ sccisn Q@B SO % @ ® O%
8 Stainless Steel /
g%’ M Rostfreier Stahl 08969838989% O O
gémCast iron / Gusseisen .*‘** . *
g Non-ferrite material /
§ on I(\elglle‘ rzle:‘erla O 69%
Heat-resistant steel /
Warmfester Stahl O 69 69 O
_2 | __g| Uncoated
Dimension (mm) Coated Carbide gz | £32 Carbide
Abmessung Beschichtetes Hartmetall 8% | 883 | unbeschicht.
Insert Shape S £2| Hartmetall
Schneid- Type - Typ o
plattenform S S B S SN B i sl sl S B S B oN B Nl g =
L|IC| S | d|r 2882382888 cwwge & | =o-
Q00000 OL===00000|0 O] -9 — A
[ a'a I o'a [N o' [ ' IO a o' [ o' (' [ o a o a [ o' [ ' Y = Z (OGN alalyal
P> > > > > > > > > > > > > > > > >
EM VBMT110304-EM 11 1635|318 | 28 | 04 Y
@ VBMT110308-EM 11 1635|318 | 28 | 0.8 Y
Medium Cut/
Mittl. Bearb.
HM VBMT160404-HM | 16.5 19525/ 476 | 44 | 04 '@ @ O © @ [ N ) ° e}
e = VBMT160408-HM | 16.5 |9.525/ 476 | 44 | 08 (@ @ @ ) [ I ) [} o e}
Medium Cut/ VBMT160412-HM | 16.5 |9.525/ 476 | 44 | 12 |@ @ O
Mittl. Bearb.
HR VBMT160404-HR | 16.5 |9.525| 4.76 | 4.4 | 0.4
& VBMT160408-HR | 16.5 |9.525| 476 | 44 | 08 |0 @ O o e
S| \BMT160412-HR | 165 |9.525| 4.76 | 44 | 12 o
Roughing /
Schruppen | VBGT160408-HR | 16.5 |9.525| 4.76 | 4.4 | 0.8 o
VBMW160404 16.5 |9.525/ 476 | 44 | 04 | o o
[}
Flat VBMW160408 | 16.5 |9.525| 4.76 | 4.4 | 0.8
T
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 A190 A191 A192 A233 A234
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference A24-A30 Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter
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Turning : Drehen

Comeniae] careice anc camet sers = MearmeEl umne Cammet WSR

VC** Positive Insert/ Positive WSP

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

&

Normal Machining Condition

Normale Bearbeitungsbedingungen

@

Unfavorable Machining Condition
Unguinstige Bearbeitungsbedingungen

ﬂ Steel / Stahl

o

&

L

©
i & Stainless Steel /
‘E"% M Rostfreier Stahl OSE%%%%% O O
gEmCast iron / Gusseisen .“** . *
-% Non-ferrite material /
] 2 Ne Metalle O SB%
Heat-resistant steel /
Warmfester Stahl O 83 83 O
q q q -% ~.,_.,§ Uncoated
Dimension (mm) Coated Carbide g2 | g2 Carbide
Abmessung Beschichtetes Hartmetall 3 é 88§ ungg;cggﬂt-
Insert Shape E} ]
Schneid- Type - Typ o
plattenform T o NN DN YT o v oy N NN ~
e s EREEEE R R R R A = P 3 P~
QOO0 ===Z00000/0 V] -S9O -«
[ra s Jea s R ea i oa Ry ea R ea Qe R ea Jea i ea Qe a i e e o ) =4 z oononon
S>E>>>>>>>>>>>>>5 |5 |[F>>>>
EM VCMT160404-EM | 16 |9.525|4.76 | 4.4 | 0.4 °
0. | vemT160408EM | 16 |9.525 476 | 44 | 08 .
Finishing
Schlichten

@ Ex Stock / ab Lager

A110

O On demand / auf Anfrage




WC** Positive Insert/ Positive WSP

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

Turning

Normal Machining Condition
Normale Bearbeitungsbedingungen

' Drehen
(CementedlcarbidefandlcermetinserntsElHantmetallflundlCermets

Unfavorable Machining Condition
Ungtinstige Bearbeitungsbedingungen

B Steel / Stahl

L

s
8 Stainless Steel /
g% M Rostfreier Stahl
_§§ m Cast iron / Gusseisen . *
:2' Non-ferrite material /
5 Qi o O
Heat-resistant steel /
Warmfester Stahl O O
B E
Dimension (mm) Coated Carbide g2 | BB carbide
Abmessung Beschichte Hartmetal 88 | 885 | Hartmetal
insert shape 5 8
Schneid-
plattenform — . 0 - - - — 9
IC|s|da|r 2RSS SSRREBERBRL b 555
OOV OOVOSS=aa000q0 |0 28828
[ o'a I o'a I wa R o'a [ o'a [ ' e a N a'a [ o' [ a R o a R o' ' R a a [~ P4 OoonNnNnA
S>> > > > > > > > > > > > > > > > > >
. WCMX040208R-53 6.35|238| 3.1 | 0.8
Basic
WCMX06T308R-53 9.625| 397 | 3.7 | 0.8
WCMX080412R-53 127 | 476 | 43 | 1.2
Tool holder / Klemmbhalter
SWACR/L
Kr:90°
Page/Seite A200
Insert code key A42-A43 Grade selection reference A14/A31-A40 chip breaker selection reference Recommended cutting parameters A249-A253

ISO Code

Sortenauswahl

Spanbrecherauswahl Empfohlene Schnittparameter
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Turning : Drehen

NOTIZEN:
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A114

PCEN & PED Insars Codk [y » PEEN & ReD 18O IKenmmsicinmg WeP

Insert shape / Schneidplattenform

Tolerance / Toleranzklasse

Al

\~

A
g1.C S
<:> Code Tolerance Tolerance | Thickness S | Code Tolerance Tolerance | Thickness S
D E H Toleranzklasse aI1.C Dicke aI1.C Dicke
5 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
/\ (o3 +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
° +0.025 +0.025 +0.025 N | £0.08-+0.18 | +0.05-+0.13| +0.025
<l 80 Others
Vv w Z G +0.025 +0.025 1+0.13 U | £0.13-+0.38 | +0.08-+0.25 1+0.13

e

Clearance angle of main cutting edge
Freiwinkel der Hauptschneide
Code Angle / Winkel Code| Angle / Winkel
A B
\[:30 \.Eso
| EZ |o
~He7° 15°
E F
20° 25°
S -
30° ~l-0°
P 0 Others
11°

[ J
Insert type / Plattentyp
Code Hole Insert Section
N : 7
> 65°
B v
> 65°
i (=)
v um
w v <65
Q v <65°
X - Special




Turning

: Drehen
BCBNISPCDInsentsIC cde)eyLIPCBNIEIPCD]ISOJKe nnzeichnungW.S B

Cutting edge length / Schneidenldnge (mm) Insert thickness / Dicke (mm) Eg,fgn'g(yﬁfs
Insert Shape/ Plattenform Code Radius (mm)
g1.c (o3 D S T \" w 00 _
thickness
oo A
o | 04 0 A &4 o2
3.97 06 Insert Insert
: Code | Thickness / Code | Thickness/
5.0 Dicke Dicke 04 0.4
5.56 09
60 02 2.38 06 6.35 08 0.8
6.35 06 07 11 11
5.0 T2 2.58 T6 6.75 12 1.2
9.525 09 11 16
09 16 o6 03 3.18 07 7.94 16 1.6
10.0
12.0
20 2.0
127 | 12 | 15 | 12 | 22 | 22 | o8 I 3.7 09 9.52
15.875 16 15 27 24 2.4
16.0 19 04 4.76 T9 9.72
19.05 19 33 2
20.0 & T4 4.96 11 11.11 3 3.2
25.0 25 25 X ners
A Andere
254 55 05 5.56 12 12.70 _—
ound Insert
313 .275 T5 595 Mo Runde Platten

T

12/0aosJTT3[1]-2lw

!

[ )
Profile of cutting edges Angle of Chamfer Width of Chamfer Number of cutting edges Wiper edge
Schneidkantenausfiihrung Winkel der Fase Breite der Fase Anzahl der Schneidkanten Wiperfase
Cutting Edge | Shape Form Number of edges
Code Schneidkante | Plattenform Code ScAhr;ZZ;(gE;en w
Sharp edges
F | scharfe Kante | LT 1 1 @)
0 5° 0 0.1
Honi 1 0.15
loning o
E | Vorndang | ZZLT 1 10 2 2 @)
2 0.2
2 15° 3 0.25
Chamfering
T rese | 7 3 20° 4 0.3 3 3 @
. 5 0.35
Chamfering 4 25°
Fase 6 0.4
* 4 4
S Honing W 30° O
Verrundung S 7 0.45

A115

(®)]
C
>
=
(]
O
S
®©
(]
O
<
(O]
—
a
(O]
=
(O]
£
(O]
fe?
<
(@)
=
C
—
>
I—
©
—
(O]
C
(O]
O




()]
[
=]
=
()
o]
[
©
()
o]
e
(O}
—
0
()
<
()
£
()
=)
<
(®)]
k=
[
—
-}
|_
T
—
(&)
C
(O}
o

Turning

PCBN

- Drehen

Insert Shape

Schneidplattenform

Type - Typ

Grade - Sorte

YCB111

YCB121

YCB131

Negative Inserts - WSP

A118

CNGA120404-2
CNGA120408-2
CNGA120412-2
CNGA120408-2W
CNGA120412-2W

A119

DNGA150604-2
DNGA150608-2
DNGA150612-2

A120

SNGA120408-2
SNGA120412-2

O O|e e o e o o o o

® @ O O

O O|O0 e O

A121

TNGA160404-3

TNGA160408-3

TNGA160412-3

A122

VNGA160404-2
VNGA160408-2

A122

WNGA160404-3
WNGA160408-3

® ¢ O O e o o

Positive Inserts - WSP

4

A123

CCGW060204-1
CCGW060208-1
CCGW09T304-2
CCGWO09T308-2
CCGW120404-2
CCGW120408-2

o O O O

)

A124

DCGW070202-1
DCGW070204-1
DCGW070208-1
DCGW11T304-2
DCGW11T308-2

A125

TCGW110204-1
TCGW110208-1
TCGW16T304-3
TCGW16T308-3

O O O O|O0O O

VBGW160404-2
VBGW160408-2

VCGW160404-2
VCGW160408-2

® 6 06 o6 06 & o ¢ o ¢ o ¢ O O O e o o o

® 6 6 o 6 o o ¢ o o o o O o o o o o o

® ¢ 6 o O O

A116




PCD

Turning

' Drehen

Insert Shape
Schneidplattenform

Type - Typ

Grade - Sorte

YCD421

v
lli"-‘.'

A127

CCMT060202
CCMT060204
CCMTO09T304
CCMTO09T308
CCMT120404
CCMT120408

A128

CCMW060202
CCMW060204
CCMWO09T304
CCMW09T308
CCMW120404
CCMW120408

A129

DCMT070202
DCMTO070204
DCMT11T302
DCMT11T304
DCMT11T308

-/

A130

DCMW070202
DCMW070204
DCMW070208
DCMW11T302
DCMW11T304
DCMW11T308

TCMT110204
TCMT16T304
TCMT16T308

TCMW110208
TCMW160304
TCMW160308

VBMT160404
VBMT160408

VBMW160404
VBMW160408

VCMT160404
VCMT160408

A134

VCMW160404
VCMW160408

A117
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PEEN & [PCD [ears = PEEN & [Peh WSR2

O Continuous cutting
Vollschnitt

Continuous and interrupted cutting
Voll- und leicht unterbrochener Schnitt

4]

Interrupted cutting

Stark unterbrochener Schnitt

@ Ex Stock / ab Lager

A118

O On demand / auf Anfrage

/ — Hardened material /
% m Gehértete Werkstoff O 63 %
op S
=9
g% m Cast iron / Gusseisen .
2
§ Non-ferrite material /
Ne Metalle
Dimension (mm) CBN
Insert Shape Abmessung
Schneid- Type - Typ = S = =
plattenform L IC s d 7 é é é %
> > > >
CNGA120404-2 12.9 12.7 4.76 5.16 0.4 [ [} [ ] e}
CNGA120408-2 12.9 12.7 4.76 5.16 0.8 [ [} [ ] [ J
b ]
” CNGA120412-2 12.9 12.7 4.76 5.16 1.2 [J [} (] (]
_ CNGA120408-2W 12.9 12.7 4.76 5.16 0.8 ° °
CNGA120412-2W 12.9 12.7 4.76 5.16 1.2 ) °
Tool Holder - Klemmhalter
PCLNR/L MCLNR/L PCLNR/L
Page -Seite A159 A171 A216




: Drehen
PEEN & PED [hsars = [REEN & ReD WaP

Turning

O Continuous cutting
Vollschnitt

€9 Continuous and interrupted cutting

% Interrupted cutting
Voll- und leicht unterbrochener Schnitt

Stark unterbrochener Schnitt

/ — Hardened material /
aI1C — % m Gehértete Werkstoff O 63 %%
T g% m Cast iron / Gusseisen .
B £
S 30 Non-ferrite material /
Ne Metalle
Dimension (mm) CBN
Insert Shape Abmessung
Schneid- Type - Typ = b = =
plattenform L 1.C S d r ® @m™ @ o
o O O (@)
> > > >
DNGA150604-2 15.5 12.7 6.35 5.16 0.4 ) ) [ [0)
o / DNGA150608-2 155 12.7 6.35 5.16 0.8 e o O o
DNGA150612-2 15.5 12.7 6.35 5.16 1.2 ° ) o @)
Tool Holder - Klemmhalter
PDJNR/L PDNNR/L MDJNRI/L MDPNN PDSNR/L PDUNR/L
Kr:93° Kr:63° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page -Seite A160 A161 A172 A173 A218 A219

@ Ex Stock / ab Lager O On demand / auf Anfrage
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PEEN & [PCD [ears = PEEN & [Peh WSR2

O Continuous cutting
Vollschnitt

Continuous and interrupted cutting %’% Interrupted cutting )
Voll- und leicht unterbrochener Schnitt Stark unterbrochener Schnitt

/ 90° — Hardened material /
I % m Gehértete Werkstoff O 63 %gg
QI.C\ s \\ g%
N ed §3<f m Cast iron / Gusseisen .
\ 7 _§-§
o
rs L Eﬂ = Non-ferrite material /
Ne Metalle
Dimension (mm) CBN
Insert Shape Abmessung
Schneid- Type - Typ = S = =
plattenform L IC s d 7 é é é %
> > > >
SNGA120408-2 12.7 12.7 4.76 5.16 0.8 o) ° o @)
‘ SNGA120412-2 12.7 12.7 4.76 5.16 1.2 o [ o o
Tool Holder - Klemmhalter
PSBNR/L PSDNN PSKNR/L PSSNRI/L MSBNRI/L MSRNR/L MSKNR/L
Kr:75° Kr:45° Kr:75° Kr:45° Kr:75° Kr:75° Kr:7§°
Page -Seite A162 A163 A164 A165 A162 A175 A176
MSDNN PSKNR/L
Kr:45° Kr:75°
Page ‘Seite A177 A221

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

A120



: Drehen
PEEN & PED [hsars = [REEN & ReD WaP

Turning

O Continuous cutting
Vollschnitt

69 Continuous and interrupted cutting %V‘;\ Interrupted cutting ]
Voll- und leicht unterbrochener Schnitt Stark unterbrochener Schnitt

A167

Page -Seite A166

A168

/ — Hardened material /
g III Gehértete Werkstoff O 63 %
opS
=5
g% m Cast iron / Gusseisen .
e=
o
= Non-ferrite material /
Ne Metalle
Dimension (mm) CBN
Insert Shape Abmessung
Schneid- Type - Typ = b = =
plattenform L I.C S d . é é é %
> > > >
TNGA160404-3 16.5 9.525 4.76 3.81 0.4 ° °
-
TNGA160408-3 16.5 9.525 4.76 3.81 0.8 ) ) [ ]
l B ' TNGA160412-3 16.5 9.525 4.76 3.81 1.2 ° ) [ [
Tool Holder - Klemmhalter
PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTFNR/L PTFNR/L
Kr:90° Kr:60° Kr:90° Kr:90° Kr:93° Kr:90° Kr:90°

A180 A222

A179

A178

@ Ex Stock / ab Lager O On demand / auf Anfrage
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PEEN & [PCD [ears = PEEN & [Peh WSR2

Continuous cutting
Vollschnitt

A183 A223

Page -Seite A169

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

A122

) Continuous and interrupted cutting 8 Interrupted cutting )
/ Voll- und leicht unterbrochener Schnitt Stark unterbrochener Schnitt
— Hardened material /
gIc % m Gehartete Werkstoff O 63 c<§\%
- () =R}
\ g% m Cast iron / Gusseisen .
r e
5
= Non-ferrite material /
Ne Metalle
Dimension (mm
IAE sion (mm) CBN
Insert Shape iG]
Schneid- Type - Typ = S = =
plattenform L I.C s d — — — N
. r om m om m
(@] o (@] (@]
> > > >
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
Tool Holder - Klemmhalter
MVVNN MVJNR/L
Kr:72°30' Kr:93°
Page -Seite A181 A182
O Continuous cutting
Vollschnitt
Continuous and interrupted cutting %’% Interrupted cutting )
/ Voll- und leicht unterbrochener Schnitt Stark unterbrochener Schnitt
— Hardened material /
% m Gehartete Werkstoff O 63 %
oL
aIc =5
g% m Cast iron / Gusseisen .
g=
o
= Non-ferrite material /
Ne Metalle
Dlrzsnsmn (mm) CBN
Insert Shape SN
Schneid- Type - Typ = S = =
plattenform L 1.C s d r m o @ o
(@] (@) (@] (@]
> ¥ > >
- WNGA080408-3 8.69 12.7 4.76 5.16 0.8 °
I ‘ I WNGA160404-3 8.69 12.7 4.76 5.16 04 °
WNGA160408-3 8.69 12.7 4.76 5.16 0.8
Tool Holder - Klemmbhalter
PWLNRI/L MWLNR/L PWLNRI/L
Kr:95° Kr:95° Kr:95°




: Drehen
PEEN & PED [hsars = [REEN & ReD WaP

Turning

O Continuous cutting
Vollschnitt

Continuous and interrupted cutting %‘Lg
Voll- und leicht unterbrochener Schnitt

Interrupted cutting
Stark unterbrochener Schnitt

/ — Hardened material /
% m Gehaértete Werkstoff O 63 %
&2
=g
g% m Cast iron / Gusseisen .
g-i
(33 Non-ferrite material /
Ne Metalle
Dimension (mm) CBN
Insert Shape Abmessung
Schneid- Type - Typ = S = =
plattenform L e s d e é é é %
> > > >
CCGW060204-1 6.4 6.35 2.38 2.8 0.4 ) °
CCGW060208-1 6.4 6.35 2.38 2.8 0.8 ) °
Q‘ CCGW09T304-2 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 ) o )
CCGW120408-2 12.9 12.7 4.76 5.5 0.8 o ° o °
Tool Holder - Klemmhalter
SCACR/L SCLCR/L SCLCR/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
Page ‘Seite A185 A186 A224 A239 A240

@ Ex Stock / ab Lager O On demand / auf Anfrage
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PEEN & [PCD [ears = PEEN & [Peh WSR2

O Continuous cutting
Vollschnitt

€9 Continuous and interrupted cutting \s;g Interrupted cutting )
Voll- und leicht unterbrochener Schnitt Stark unterbrochener Schnitt

Hardened material /
m Gehértete Werkstoff O 63 %

Cast iron / Gusseisen .

Workpiece Material
Werkstoffe

Non-ferrite material /

Ne Metalle
Dlrxsnsmn (mm) CBN
Insert Shape RS
Schneid- Type - Typ = S = =
plattenform L e s d e é é é %
> > > >
DCGW070204-1 7.8 6.35 2.38 2.8 0.4 ° )
DCGWO070208-1 7.8 6.35 2.38 2.8 0.8 ° )
J DCGW11T304-2 11.6 9.525 3.97 4.4 0.4 [ ] [ ¢} L]
DCGW11T308-2 1.6 9.525 3.97 4.4 0.8 ° ° 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 A187 A188 A189 A226 A227 A228

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

A124



Turning. : Drehen
PCEN & PED [sers = PCEN & PED WP

O Continuous cutting
Vollschnitt

Continuous and interrupted cutting %‘% Interrupted cutting )
Voll- und leicht unterbrochener Schnitt Stark unterbrochener Schnitt

/ — Hardened material /
= % m Gehartete Werkstoff O 63 %
[ g %
ad l gé m Cast iron / Gusseisen .
=
7 § Non-ferrite material /
Ne Metalle
Du:snswn (mm) CBN
Insert Shape S
Schneid- Type - Typ = S = =
plattenform L IC s d - - — N
3 r m m [a0] m
(@) O (@) O
> > > >
TCGW110204-1 9.6 5.56 2.38 25 0.4 [ ] ° o
€9 TCGW110208-1 9.6 5.56 2.38 25 08 e o o©
-~ TCGW16T304-3 16.5 9.525 3.97 4.4 0.4 ° ° o )
ﬂ TCGW16T308-3 16.5 9.525 3.97 4.4 0.8 ° ° e} )
Tool Holder - Klemmhalter
STACR/L STFCR/L STGCR/L STTCR/L STFCRI/L
Kr:90° Kr:91° Kr:91° Kr:60° Kr:90°
Page -Seite A197 A197 A198 A199 A230

@ Ex Stock / ab Lager O On demand / auf Anfrage
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PEEN & [PCD [ears = PEEN & [Peh WSR2

O Continuous cutting
Vollschnitt

Continuous and interrupted cutting
Voll- und leicht unterbrochener Schnitt

@

Interrupted cutting
Stark unterbrochener Schnitt

@ Ex Stock / ab Lager

A126

O On demand / auf Anfrage

/ — Hardened material /
g m Gehaértete Werkstoff O 63 %
&2
=g
g% m Cast iron / Gusseisen .
o=
o
= Non-ferrite material /
Ne Metalle
Dimension (mm) CBN
Insert Shape Abmessung
Schneid- Type - Typ = S = =
plattenform L 1.C s d . é é é %
> > > >
| o | VBGW160404-2 16.6 9.525 4.76 4.4 0.4 ° ° [
VBGW160408-2 16.6 9.525 4.76 4.4 0.8 ° ° [
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 A190 A191 A192 A233 A234
Continuous cutting
Vollschnitt
89 Continuous and interrupted cutting %’3 Interrupted cutting ]
/ Voll- und leicht unterbrochener Schnitt Stark unterbrochener Schnitt
— Hardened material /
E II' Gehértete Werkstoff ©C & %
pS
=5
g% m Cast iron / Gusseisen .
e=
o
= Non-ferrite material /
Ne Metalle
Dlrzsnsmn (mm) CBN
Insert Shape eI
Schneid- Type - Typ = S = =
plattenform L 1.C S d r @ = a
O @) @) @)
> > > >
VCGW160404-2 16.6 9.525 4.76 4.4 0.4 ) ° [
‘ (%] r VCGW160408-2 16.6 9.525 4.76 4.4 0.8 ° ) [
Tool Holder - Klemmhalter
SVQCR/L SVUCR/L SVVCN SVJCR/L
Kr:107°30' Kr:93° Kr:72°30' Kr:93°
Page -Seite A231 A232 A193 A194




Turning. : Drehen
PCEN & PED [sers = PCEN & PED WP

O Continuous cutting
Vollschnitt

Continuous and interrupted cutting %‘Lé Interrupted cutting )
Voll- und leicht unterbrochener Schnitt Stark unterbrochener Schnitt

/ — Hardened material /
r % m Gehaértete Werkstoff
£
1)
;"i% m Cast iron / Gusseisen
2=
5
H Non-ferrite material /
Ne Metalle O
Dimension (mm) PCD
Insert Shape Abmessung
Schneid- Type - Typ S
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
'{1 CCMTO09T304 9.7 9.525 3.97 4.4 0.4 o
.'. = CCMT09T308 9.7 9.525 3.97 4.4 0.8 o
CCMT120404 12.9 12.7 4.76 5.56 0.4 fe)
CCMT120408 12.9 12.7 4.76 5.56 0.8 o

SCACRIL SCLCRIL SCLCRI/L SCFCR SCLCR
Kr:90° Kr:95° KV Kr:90° Kr:95°

Page  A185 A186 A224 A239 A240

@ Ex Stock / ab Lager O On demand / auf Anfrage
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PEEN & [PCD [ears = PEEN & [Peh WSR2

Continuous cutting
Vollschnitt

83 Continuous and interrupted cutting
Voll- und leicht unterbrochener Schnitt

% Interrupted cutting

Stark unterbrochener Schnitt

H)

Hardened material /
Gehaértete Werkstoff

K]

Cast iron / Gusseisen

Workpiece Material
Werkstoffe

Non-ferrite material /
Ne Metalle O
Dimension (mm) PCD
Insert Shape Abmessung
Schneid- Type - Typ N
plattenform L 1C s d r E
(@]
>_
CCMW060202 6.4 6.35 2.38 2.8 0.2 Y
CCMW060204 6.4 6.35 2.38 2.8 0.4 °
‘ ’ CCMW09T304 9.7 9.525 3.97 44 0.4 °
h CCMW09T308 9.7 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 °
SCACR/L SCLCR/L SCLCRI/L SCFCR SCLCR
Kr:90° Kr:95° Kr:95° Kr:90° Kr:95°
Page A185 A186 A239 A240

@ Ex Stock / ab Lager

A128

O On demand / auf Anfrage




Turning. : Drehen
PCEN & PED [sers » PCEN & PED WP

Continuous cutting
Vollschnitt

Y(S Continuous and interrupted cutting % Interrupted cutting )
Voll- und leicht unterbrochener Schnitt Stark unterbrochener Schnitt

/ o — Hardened material /
? ‘ % m Gehértete Werkstoff
Q S
| Q g % m Cast iron / Gusseisen
e=
o
B Non-ferrite material /
Ne Metalle O
S
Insert Shape 9
ot Tpe TP g
s L 1.C S d r a
O
>-
DCMT070202 7.8 6.35 2.38 2.8 0.2 o)
. DCMT070204 7.8 6.35 2.38 2.8 0.4 o)
s
L\ DCMT11T302 1.6 9.525 3.97 4.4 0.2 o
- 4 DCMT11T304 11.6 9.525 3.97 4.4 0.4 o
DCMT11T308 11.6 9.525 3.97 4.4 0.8 [e)
SDACR/L SDNCN SDQCR/L SDUCR/L SDZCR/L
Kr:90° Kr:62°30' Kr:107°30" Kr:93° Kr:85°
Page  A187 A188 A189 A226 A227 A228

@ Ex Stock / ab Lager O On demand / auf Anfrage
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PEEN & [PCD [ears = PEEN & [Peh WSR2

Continuous cutting
Vollschnitt

83 Continuous and interrupted cutting %"éx Interrupted cutting

Voll- und leicht unterbrochener Schnitt Stark unterbrochener Schnitt

/ — Hardened material /
% m Gehértete Werkstoff
g% m Cast iron / Gusseisen
g
o
= Non-ferrite material /
Ne Metalle O
Diersar (o)
Insert Shape 9
atenom |0 TP 3
2 L 1.C S d r a
(@]
>
DCMW070202 7.8 6.35 2.38 2.8 0.2 °
DCMW070204 7.8 6.35 2.38 2.8 0.4 Y
; DCMW070208 7.8 6.35 2.38 2.8 0.8 °
‘) /
DCMW11T302 11.6 9.525 3.97 4.4 0.2 °
DCMW11T304 11.6 9.525 3.97 4.4 0.4 °
DCMW11T308 11.6 9.525 3.97 4.4 0.8 )
SDACR/L SDJCR/L SDNCN SDQCR/L SDUCRI/L SDZCR/L
Kr:90° Kr:93° Kr:62°30' Kr:107°30' KV Kr:85° s
Page  A187 A188 A189 A226 A227 A228

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

A130



O Continuous cutting
Vollschnitt

83 Continuous and interrupted cutting
Voll- und leicht unterbrochener Schnitt

Turning

\%Vé’ Interrupted cutting

Stark unterbrochener Schnitt

H|

Hardened material /

Gehartete Werkstoff

Cast iron / Gusseisen

Workpiece Material
Werkstoffe

@ Ex Stock / ab Lager

Non-ferrite material /
Ne Metalle O
Dimension (mm)
Abmessung e
Type - Typ S
L 1.C s d r a
O
>
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
STFCR/L STGCR/L STTCR/L STFCR/L
Kr:91° Kr:91° Kr:60° Kr:90°
-
A197 A198 A199 A230

: Drehen
PEEN & PED [hsars = [EEN & PeD WaP
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PEEN & [PCD [ears = PEEN & [Peh WSR2

Continuous cutting

Vollschnitt

€S Continuous and interrupted cutting
Voll- und leicht unterbrochener Schnitt

% Interrupted cutting

Stark unterbrochener Schnitt

m Hardened material /
Gehartete Werkstoff

S
- § Q
S
_g % m Cast iron / Gusseisen
g=
7T §° Non-ferrite material /
Ne Metalle O
Dimension (mm
Abmessu(n ) —
Insert Shape 9
e Type TP 8
. L I.C s d r o
O
>_
TCMW110208 11 6.35 2.38 2.8 0.8 )
69 TCMW16T304 16.5 9.525 3.97 4.4 0.4 .
e TCMW16T308 16.5 9.525 3.97 4.4 0.8 °
STFCR/L STGCR/L STTCR/L STFCR/L
Kr:91° Kr:91° Kr:60° Kr:90°

Page A197

@ Ex Stock / ab Lager

A132

A197

A198

O On demand / auf Anfrage

A199




Continuous cutting
Vollschnitt

83 Continuous and interrupted cutting
Voll- und leicht unterbrochener Schnitt

Turning

&

: Drehen
PEEN & PED [hsars = [EEN & PeD WaP

Interrupted cutting
Stark unterbrochener Schnitt

@ Ex Stock / ab Lager

/ — Hardened material /
2 m Gehértete Werkstoff
g% m Cast iron / Gusseisen
g=
(<]
= Non-ferrite material /
Ne Metalle O
Dlxgnsmn (mm) PCD
Insert Shape (et
Schneid- Type - Typ N
plattenform L IC s d . E
o
>_
VBMT160404 16.6 9.525 4.76 4.4 0.4 o
*. n. VBMT160408 16.6 9.525 4.76 4.4 0.8 )
>
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
Page  A190 A191 A192 A233 A234
Continuous cutting
Vollschnitt
8} Continuous and interrupted cutting % Interrupted cutting )
Voll- und leicht unterbrochener Schnitt Stark unterbrochener Schnitt
/ — Hardened material /
% m Gehértete Werkstoff
é% m Cast iron / Gusseisen
g=
o
B Non-ferrite material /
Ne Metalle O
Diersar (o)
Insert shape 9
Schneid- Type - Typ X
plattenform L IC s d . E
o
>
VBMW160404 16.6 9.525 4.76 4.4 0.4 )
! (=7 ; VBMW160408 16.6 9.525 4.76 4.4 0.8 °
SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:90° Kr:72°30' Kr:107°30' Kr:93°
Page  A190 A191 A192 A233 A234

O On demand / auf Anfrage
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PEEN & [PCD [ears = PEEN & [Peh WSR2

O Continuous cutting
Vollschnitt

8} Continuous and interrupted cutting
Voll- und leicht unterbrochener Schnitt

% Interrupted cutting
Stark unterbrochener Schnitt

O Continuous cutting
Vollschnitt

Continuous and interrupted cutting
Voll- und leicht unterbrochener Schnitt

e 7
— Hardened material /
g G] Gehértete Werkstoff
S8
1)
od g% m Cast iron / Gusseisen
es
o
H Non-ferrite material /
S Ne Metalle O
Dimension (mm
Ag el (i) PCD
Insert Shape MR
attoforn e 3
P L I.C S d r ha
(@]
>
VCMT160404 16.6 9.525 4.76 4.4 0.4 [}
-
- VCMT160408 16.6 9.525 4.76 44 08 °
SVJBR/L SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:93° Kr:90° Kr:72°30' Kr:107°30' Kr:93°
Page  A190 A191 A192 A233 A234

% Interrupted cutting
Stark unterbrochener Schnitt

@ Ex Stock / ab Lager

A134

O On demand / auf Anfrage

f — Hardened material /
% m Gehaértete Werkstoff
L
1)
g -qE”: m Cast iron / Gusseisen
g
o
H Non-ferrite material /
Ne Metalle O
Dw:snsmn (mm) PCD
Insert Shape inSEing
attoforn Type “ TP o
s L 1.C S d r )
(@]
>
VCMW160404 16.6 9.525 4.76 4.4 0.4 [}
! “ - VCMW160408 16.6 9.525 4.76 4.4 0.8 [}
SVABR/L SVVBN SVQBR/L SVUBR/L
Kr:90° Kr:72°30' Kr:107°30' Kr:93°
Page  A190 A191 A192 A233 A234




Turning

: Drehen
PEEN & PED [hsars = [EEN & PeD WaP

Troubleshooting - PCBN Cutting Materials
Problembehandlung - PCBN Schneidstoffe

For inverstigation please send us used inserts. If breakage is problem please use inserts only 80-90% of
expected tool life because broken inserts almost have no information.

Fir eine genaue Untersuchung schicken Sie uns bitte die gebrauchten WSP zu. Sollte Bruch das Problem
sein, setzen Sie die Platte nur 80-90% der eigentlichen Standzeit ein, denn eine gebrochene Platte enthalt

Wear phenomenon

Flank wear

Notch wear

Crater wear/ Breakage due to crater wear

Chipping due to rough condition or vibration

Fraking

Thermal crack

Chipping

Verschlei3bild

Freiflachenverschleild

Kerbverschleill

KolkverschlieR®/ Kolkbruch

Ausbriiche durch Schlagwirkung
oder Vibrationen

Schalenférmige Ausplatzungen

Thermische Risse - Bruch

Ausbriiche

keine Informationen mehr.

Solution

Sharp cutting edge to reduce cutting force
- smaller negative lend
- change to positiv inserts

Bigger nose radius

Crater wear - Breakage due to crater wear

Bigger negative lend; angle and -or honing
Sharp cutting edge to reduce cutting force
- smaller negative lend

- change to positiv inserts

Sharp cutting edge to reduce cutting force

- smaller negative lend

- change to positiv inserts

Bigger negative lend

Cutting condition

Reduce cutting speed - increase

feed rate to minimise contact time

Use method of altering feed rate

Reduce cutting spped

- increase feed rate to minimise contact time
and increase distance between cutting edge
and crater

Increase feed rate to reduce number of hits

Increase feed rate to reduce cutting time

Reduce cutting speed, feed rate and depth of
cut. Use dry machining.

Increase cutting speed to reduce cutting force

Gegenmafinahmen

Geometrie

Scharfere Schneidkante

fur weniger Schnittkraft

- kleinere Negativfase

- positive Platten verwenden

GroRerer Radius

GroRere Negativfase Winkel und - oder
gehonte Fase

Scharfere Schneidkante fur weniger
Schnittkraft

- kleinere Negativfase

- positive Platten verwenden

Scharfere Schneidkante fir weniger Schnittkraft
- kleinere Negativfase

- positive Platten verwenden

GroRere Negativfase

@ Ex Stock / ab Lager

Schnittbedingungen

Schnittgeschwindigkeit reduzieren
- Vorschubes erh6hen um Eingriffszeit zu
reduzieren

“Methode des varierenden Vorschub's”
verwenden

- Schnittgeschwindigkeit reduzieren

- Vorschubes erhéhen um Kontakzeit zu
verringern und den Abstand zwischen
Schneidkante und Kolktasche zu
vergroRern.

- Vorschub erhéhen, um die Anzahl der
Schlage zu reduzieren

- Vorschub erhéhen, um Eingriffszeit zu
reduzieren

Schnittgeschwindigkeit, Vorschub und
Schnittiefe reduzieren. Trockenbearbeitung

Schnittgeschwindigkeit erhéhen um Schnittkraft
zu reduzieren

O On demand / auf Anfrage

A135

(@)
C
>
5=
(]
O
—
(4]
(]
O
e
(O]
—
a
()
£
(O]
£
(O]
o
<C
(@)
£
C
—
>
|_
©
—_
(O]
C
(O]
O




(@)]
[
>
=
(O]
O
[
©
(O]
O
C
(O]
—
a
(O]
=
(0]
£
(O]
o2
<
(@]
£
C
—
-]
|_
©
—
(O]
C
(O]
O

CeramiclinSertsiCcaeIReylI SOl nnzeichnung fiKeramikschneidplaten

Insert Shape / Schneidplattenform

Tolerance / Toleranzklasse

H85° I 80 / ‘\; m
A B c L
g1.C S
l ‘E <:> Incircle
D E H Code| Tolerance Tolerence | Thickness S | Code Tolerence Tolerence | Thickness S
al1.C al.Cc
5550 / ‘ 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 10.025 M | +0.08-+0.18 | +0.05-+0.13 +0.13
80° Oth +0.025 +0.025 +0.025 N | £0.08-+0.18 | £0.05-+0.13| +0.025
< E:: - ers
vV ‘ W z G +0.025 +0.025 +0.13 U | £0.13-+0.38 | +0.08-+0.25 +0.13
Clearance angle of main cutting edge
Freiwinkel der Hauptschneide Insert type / Plattentyp
code angle / Winkel code angle / Winkel Code hole Insert Section
~lage 5o
>65°
B Yes
¢ I= ° 15° e
i A=
20° 25°
<65°
w Yes
S
30° ~]-0° =
<65
Q Yes
P (o] Others
" X — Special




Turning : Drehen
CeramiclinserntsiCodelKeyAlISOIKennzeichnunglfiigKkeramikschneidplatten!

. . . 8 ] Nose radius
Cutting edge length / Schneidenldnge (mm) Insert thickness / Dicke (mm) e
insert shape code Radius (mm)
Diameter
of incircle c D s T v w 00 no Radius
(mm) D the thickness means the distance, which between
o] [pa— — T the highest part of cutting edge and insert bottom 02 0.2
3.97 06 Insert Insert
5.0 code thickness code thickness 04 0.4
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 09 16 16 06
10.0 03 3.18 07 7.94 16 16
12.0
20 2.0
12.7 12 15 12 22 22 08 T3 3.97 09 9.52
15.875 16 27
160 i 18 04 476 To 9.72 2 24
19.05 19 33 32
50.0 19 T4 4.96 1" 1.1 32
25.0 25 25 X Others
554 55 05 5.56 12 12.70
31.75 Insert diameter Runde
35 T5 5.95 Mo (metric) insert

Profile of cutting edges
Schneidkantenausfiihrung

code diagram

E Honing I/////////

Verrundung

Chamfering
T Fase W

Chamfering
Fase
S +
Hoting g
Verrundung

Sharp edges
F Scharfe Kante W

‘ ?
12Joafos]T
!

:

width of chamfer
Breite der Fase

s, 00

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

020§20

angle of chamfer

Winkel der Fase
i
777
05 5°
10 10°
15 15°
20 20°
25 25°
30 30°

A137
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Turning : Drehen
CeramiclinsentsPKeramik@WSE)

%% Unfavorable Machining Condition
Ungtinstige Bearbeitungsbedingungen

Ideal Machining Condition Normal Machining Condition
O Gute Bearbeitungsbedingungen 83 Normale Bearbeitungsbedingungen

s
R ﬂ Steel / Stahl Q
25
g2
§° mCast iron / Gusseisen . . * *
Dimension (mm)
Grade - Sorte
g Insert Shape Abmessung
= e | PR 5 2 g
[) L I.C S d r = =} I
o] < b4 Z
E (@) (@] (@]
8 CNGA120404T02020 129 12.7 4.76 5.16 0.4 )
% CNGA120408T02020 12.9 12.7 4.76 5.16 0.8 )
—
o CNGA120412T02020 129 12.7 4.76 5.16 1.2 )
(O]
% ’ CNGA120412T03020 12.9 12.7 4.76 5.16 1.2 o)
g CNGA160608T02020 16.1 15.875 6.35 6.35 0.8 o
2 CNGA160612T02020 |  16.1 15.875 6.35 6.35 12 °
<
. CNGA160616T02020 16.1 15.875 6.35 6.35 1.6 )
(@]
£
=
IE Tool Holder - Klemmbhalter
T PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
o Kr:75° Kr:95° Kr:75° Kr:95° Kr:95°
(O]
(=
(O]
O
Page -Seite A158 A159 A170 A171 A216

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

Unfavorable Machining Condition
\%‘gé Ungiinstige Bearbeitungsbedingungen

O Ideal Machining Condition
Gute Bearbeitungsbedingungen

%No

Normal Machining Condition

' Drehen
Caremiic hsars = Kermlx W2

rmale Bearbeitungsbedingungen

80°
A 5
aIc q o B Steel / Stahl Q
=5
Q.
=
I g m Cast iron / Gusseisen () K ) o
Dlmt?:qs;:g (rr]nm) Grade - Sorte
Insert Shape ung
Schneid- Type - Typ o o -
o o
plattenform L I.C S d P ‘8 3 S
< P4 =z
(@] (@] (@]
CNGN120404T02020 12.9 12.7 4.76 - 0.4 ) 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 )
CNGN120712T02020 12.9 12.7 7.94 - 1.2 ) e} (e}
CNGN120716T02020 12.9 12.7 7.94 - 1.6 (e} e} (e}
CNGN160408T02020 16.1 15.875 4.76 - 0.8 o
CNGN160412T02020 16.1 15.875 4.76 - 1.2 ) o [¢)
CNGN160416T02020 16.1 15.875 4.76 - 1.6 ) o [¢)
CNGN160612T02020 16.1 15.875 6.35 - 1.2 ) 0]
CNGN160616T02020 16.1 15.875 6.35 - 1.6 ) o @)

Tool Holder - Klemmhalter

CCLNR/L
Kr:95°

Page -Seite A204

@ Ex Stock / ab Lager

O On demand / auf Anfrage
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Turning : Drehen
CeramiclinsentsPKeramik@WSE)

Unfavorable Machining Condition
% Unglinstige Bearbeitungsbedingungen

O Ideal Machining Condition oy Normal Machining Condition
Gute Bearbeitungsbedingungen Normale Bearbeitungsbedingungen

ﬁ Steel / Stahl Q

Workpiece Material
Werkstoffe

(e
1
7]
o
3
>
=
2
3
@
©
@
4]
3

e 09 %*

Dlrzsnsmn (mm) Grade - Sorte
Insert Shape g
Schneid- Type - Typ o . -
o o
plattenform L e s d . 8_ S S
<< P4 =z
(@] (&) o
CNGX120712T02020 12.9 12.7 7.94 - 1.2 °
\ CNGX120716T02020 12.9 127 7.94 - 1.6 °

Tool Holder - Klemmbhalter

JCLNR/L
Kr:95°

Page -Seite A208

%v% Unfavorable Machining Condition
Unglinstige Bearbeitungsbedingungen

O Ideal Machining Condition 69 Normal Machining Condition
Gute Bearbeitungsbedingungen Normale Bearbeitungsbedingungen

()]
[
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5° =
A o]
a1C % 5, B Steel / Stahl Q
‘v e 25
e=s
I L s g mCast iron / Gusseisen ) o8 9%
Dimension (mm) Grade - Sorte
Insert Shape Abmessung
Schneid- Type - Typ o o -
plattenform L e s d . S S S
< z P4
O O O
DNGA150604T02020 15.5 12.7 6.35 5.16 0.4 °
,i DNGA150608T02020 15.5 12.7 6.35 5.16 0.8 °
DNGA150612T02020 15.5 12.7 6.35 5.16 1.2 o
DNGA150616T02020 15.5 12.7 6.35 5.16 1.6 o
Tool Holder - Klemmhalter
PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr:93° Kr:63° Kr:93° Kr:62°30' Kr:62°30' Kr:93°

-

Page -Seite A160 A161 A172 A173 A218 A219

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

Unfavorable Machining Condition

% Unglinstige Bearbeitungsbedingungen

Ideal Machining Condition

' Drehen
Caremiic hsars = Kermlx W2

Normal Machining Condition
O Gute Bearbeitungsbedingungen 69 Normale Bearbeitungsbedingungen

ﬁ Steel / Stahl Q

Workpiece Material
Werkstoffe

L ] m Cast iron / Gusseisen . . ‘ *
D"X; R il i) Grade - Sorte
Insert Shape )
Schneid- Type - Typ o . -
o o
plattenform L e s . 8_ S S
< b4 z
(@] (&) o
DNGN150408T02020 155 12.7 4.76 0.8 )
DNGN150412T02020 155 12.7 4.76 1.2 )
DNGN150704T02020 155 12.7 7.94 0.4 o ) o
DNGN150708T02020 15.5 12.7 7.94 0.8 ° o o
DNGN150712T02020 15.5 12.7 7.94 1.2 o ) )
DNGN150716T02020 15.5 12.7 7.94 1.6 o
Tool Holder - Klemmhalter
CDJNR/L
Kr:93°
Page -Seite A205
Unfavorable Machining Condition
% Ungtinstige Bearbeitungsbedingungen
Ideal Machining Condition Normal Machining Condition
f O Gute Bearbeitungsbedingungen 69 Normale Bearbeitungsbedingungen
s
g0 ﬂ Steel / Stahl Q@
=39
2 m Cast iron / Gusseisen . . ‘ *
D'Z‘g GEEIE (i) Grade - Sorte
Insert Shape el
Schneid- Type - Typ o o S
o o
plattenform L e s - ‘8 S S
< 4 z
O O O
DNGX150712T02020 155 12.7 7.94 1.2 [
DNGX150716T02020 15.5 12.7 7.94 1.6 )

Tool Holder - Klemmhalter

JDJNRI/L
Kr:93°

Page -Seite A208

@ Ex Stock / ab Lager

O On demand / auf Anfrage
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Turning : Drehen

CeramiclinsentsElKeramiky
Unfavorable Machining Condition
% Unglinstige Bearbeitungsbedingungen
Ideal Machining Condition Normal Machining Condition
/ O Gute Bearbeitungsbedingungen 69 Normale Bearbeitungsbedingungen
90’ -
= - ] 5 Steel / Stahl
oot .0 0
od 28
o) =
\,‘\- /‘,/ [ g_g
r L ) g mCast iron / Gusseisen . . * %
Dlrzsnsmn i) Grade - Sorte
Insert Shape iESEng)
Schneid- Type - Typ = o o
plattenform L I.C s d . ‘g_ ‘8 §
< z z
O O O
SNGA120404T702020 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 e}
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
PSBNR/L PSDNN PSKNR/L PSSNRI/L MSBNRI/L MSRNR/L MSKNR/L
Kr:75° Kr:45° Kr:75° Kr:45° Kr:75° Kr:75° Kr:75°

Page ‘Seite A162 A163 A164 A165 A174 A175 A176
MSDNN PSKNR/L
Kr:45° Kr:75°
. % Unfavorable Machining Condition
Ungtinstige Bearbeitungsbedingungen
Page -Seite A177 A221 Ideal Machining Condition Normal Machining Condition
Ocute Bearbeitungsbedingungen €5 Normale Bearbeitungsbedingungen

-

ks
g, ﬂ Steel / Stahl (@)
=5
e=
‘;’ m Cast iron / Gusseisen . . * *
Dimension (mm) Grade - Sorte
Insert Shape Abmessung
Schneid- Type - Typ 8 S 3
plattenform L e s d " E g §
O o 5}
- SNGX120708T02020 12.7 12.7 7.94 - 0.8 o
0 SNGX120712T02020 12.7 12.7 7.94 - 1.2 o
l SNGX120716T02020 12.7 12.7 7.94 - 1.6 °

Tool Holder - Klemmhalter

Page -Seite A209

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

Turning

Unfavorable Machining Condition

nglinstige Bearbeitungsbedingungen

' Drehen
Caremiic hsars = Kermlx W2

Normal Machining Condition

O Ideal Machining Condition I C
/ Gute Bearbeitungsbedingungen 63 Normale Bearbeitungsbedingungen
s
g0 ﬂ Steel / Stahl Q
=9
g%
8=
e
g m Cast iron / Gusseisen ) 0%
Dlzs ST (i) Grade - Sorte
Insert Shape R
Schneid- Type - Typ o . -
S S
plattenform L IC s . ‘8 8 S
<< P4 z
O (@] (@]
SNGN090308T01020 9.525 9.525 3.18 0.8 o
SNGN090312T01020 9.525 9.525 3.18 1.2 @)
SNGN120404T02020 12.7 12.7 4.76 0.4 @)
SNGN120408T02020 12.7 12.7 4.76 0.8 ) ) [¢)
SNGN120412T02020 12.7 12.7 4.76 1.2 [} ° [
SNGN120412T03020 12.7 12.7 4.76 1.2 )
SNGN120416T02020 12.7 12.7 4.76 1.6 o o @)
SNGN120704T02020 12.7 12.7 7.94 0.4 ®
SNGN120708T02020 12.7 12.7 7.94 0.8 ) @) [}
_ 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 )
SNGN150712T02020 15.875 15.875 7.94 1.2 [} (e} (e}
SNGN150716T02020 15.875 15.875 7.94 1.6 ° o 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 24 )
SNGN251024T10015 25.4 254 10.05 2.4 o

Tool Holder - Klemmhalter

CSRNR/L
Kr:75°

Page -Seite A206

@ Ex Stock / ab Lager

O On demand / auf Anfrage
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Turning : Drehen
CeramiclinsentsPKeramik@WSE)

Unfavorable Machining Condition
%‘g@ Ungiinstige Bearbeitungsbedingungen

O Ideal Machining Condition €3 Normal Machining Condition
Gute Bearbeitungsbedingungen Normale Bearbeitungsbedingungen

IS
e ﬁ Steel / Stahl Q
=5
82
g mCast iron / Gusseisen . . * *
o Dlmsnsmn (il Grade - Sorte
c Insert Shape R
=) IS(t:thm:ld- Type - Typ S 3 S
9] prafieniorm L 1.C S d r e S S
o] < =z pd
E (@] (@] (@]
8 TNGA160404T01020 16.50 9.525 4.76 3.86 0.4 )
% TNGA160408T02020 16.50 9.525 4.76 3.86 0.8 )
—
o TNGA160412T02020 16.50 9.525 4.76 3.86 1.2 )
o) ]
£ TNGA220408T02020 22.00 12.7 4.76 5.16 0.8 o)
o —
g TNGA220412T02020 22.00 12.7 4.76 5.16 1.2 o
= TNGA220416T02020 |  22.00 12.7 476 5.16 1.6 o
<
. TNGA220416T03020 22.00 12.7 4.76 5.16 1.6 [¢)
(@]
£
c
—
S
|_
T Tool Holder - Klemmbhalter
—
(O] PTFNR/L PTTNR/L MTGNR/L MTJNR/L MTFNR/L PTFNR/L
% Kr:90° Kr:60° Kr:90° Kr:93° Kr:90° Kr:90°
O
Page -Seite A166 A167 A168 A178 A179 A180 A222

@ Ex Stock /ab Lager O On demand / auf Anfrage
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& v
Os

Ideal Machining Condition
ute Bearbeitungsbedingungen

Turning
(Ceramicllnserts

Unfavorable Machining Condition
nglinstige Bearbeitungsbedingungen

' Drehen
JKeramikQWSP)

Normal Machining Condition
$ Normale Bearbeitungsbedingungen

S —
s
e ﬁ Steel / Stahl Q
=3
89
g
es
g m Cast iron / Gusseisen () (K )
D"Xs:fe':g (rr]nm) Grade - Sorte
Insert Shape urig
Schneid- Type - Typ o o -
o o
plattenform L I.C s P ‘g_ 3 e
< b4 z
(@) (@] (@]
TNGN160404T02020 16.50 9.525 4.76 0.4 ) o o
TNGN160408T02020 16.50 9.525 4.76 0.8 ) o o
TNGN160412T02020 16.50 9.525 4.76 1.2 ) o [
TNGN160708T02020 16.50 9.525 7.94 0.8 ) ) )
TNGN160712T02020 16.50 9.525 7.94 1.2 (e} o (e}
TNGN160716T02020 16.50 9.525 7.94 1.6 o
TNGN220408T02020 22.00 12.7 4.76 0.8 o o )
TNGN220412T02020 22.00 12.7 4.76 1.2 ) o )
TNGN220416T02020 22.00 12.7 4.76 1.6 ) o o
TNGN220712T02020 22.00 12.7 7.94 1.2 o
TNGN220716T02020 22.00 12.7 7.94 1.6 o

Tool Holder - Klemmhalter

CTJNR/L
Kr:93°

Page -Seite A204

@ Ex Stock / ab Lager

O On demand / auf Anfrage

A145

(®)]
C
o)
=
(]
o]
S
@®
(]
o)
<
(O]
—
a
(O]
=
(0]
£
(O]
o
<C
(@)
£
C
—
-]
I—
w
—
(O]
C
(0]
O




Turning : Drehen
CeramiclinsentsPKeramik@WSE)

Unfavorable Machining Condition
% Ungiinstige Bearbeitungsbedingungen

O Ideal Machining Condition Normal Machining Condition
Gute Bearbeitungsbedingungen 69 Normale Bearbeitungsbedingungen

Steel / Stahl Q

Workpiece Material
Werkstoffe

o8 %%

(@)
1
(7}
€
=
o
=3
=
[0}
IS
17}
173
o)
@
]
S|

Dlzsnsmn (mm) Grade - Sorte
Insert Shape R
Schneid- Type - Typ o . -
o o
plattenform L IC s d . ‘8 8 S
<< P4 z
(&) @) O
WNGA080408T02020 8.69 12.7 4.76 5.16 0.8 °
WNGA080412T02020 8.69 12.7 4.76 5.16 1.2 °
| WNGA080416T02020 8.69 12.7 4.76 5.16 1.6 °

Tool Holder - Klemmbhalter

PWLNRI/L MWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95°

L
Page -Seite A169 A183 A223

% Unfavorable Machining Condition
Ungiinstige Bearbeitungsbedingungen

O Ideal Machining Condition 69 Normal Machining Condition
Gute Bearbeitungsbedingungen Normale Bearbeitungsbedingungen

-
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=]
5=
()
o]
[
©
()
o]
e
(O}
—
a
()
k=
()
£
(&)
=)
<
(®)]
k=
[
—
-}
|_
T
—
(&)
C
(O}
o

S —
| s
E So ﬁ Steel / Stahl @)
=9
| _ 53
/ S m Cast iron / Gusseisen . . ‘ *
Dimension (mm) Grade - Sorte
Insert Shape Abmessung
Schneid- Type - Typ ° ° -
o o o
plattenform L IC s d . E %’ §
(@] (@] (@]
RNGN090400T02020 - 9.53 4.76 o
RNGN120400T02020 - 12.7 4.76 o o °
RNGN120700T02020 - 12.7 7.94 - — ° o °
v RNGN150700T02020 - 15.875 7.94 ° o
RNGN190700T03020 - 19.05 7.94 o o o
RNGN251000T05020 - 25.40 10.05 o o

Tool Holder - Klemmhalter
CRDNN

Page -Seite A207
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Turning

= Drehen
JApplicationfofituringltoclsEFAnwendunglvonDrehwerkzeugen

® External and internal turning - AuBen- und Innenbearbeitung

(@]
C
-]
5=
()
o)
[
®
()
O
c
o
| -
(@)
()
k=
()
£
()
o)
<
(@]
k=
C
-
-]
|_
T
|
()
C
()
O

Type - Typ
,— I PCBNR/L**  PSBNR/L* PSSN * PTGNR/L*  PTTNR/L*  MCBNR/L**
| MSBNR/L**  MSRNR/L* MTGNR/L*  MTJNR/L*  SCACR/L*  SSBCR/L**
SSSCR/L*  STACR/L*  STGCR/L*  STTCR/L**  SWACR/L**
Type - Typ Type - Typ
PCLNR/L*  PWLNR/L** PDNNR/L**  PSDNN** MDPNN** MSDNN**
- MCLNR/L*  MWLNR/ L** |_ _I MVVNN** MRDNN** SDNCN** SVVBN**
SCLCR/ L** |_ J SVVCN** SSDCN** SRDCN**  CKNNR/L**
g
i_
Type - Typ Profilbearbe Type - Typ Tl . Type - Typ
PDJNR/L*  MDJNR/L** MVJNR/L* ==H‘ MRGNR/ L** PSKNR/L**  PTFNR/L**
SDACR/L** SDJCR/L** SVABR/L* SRGCR/ L** MSKNR/ L™ MTENR/ L**
SVJBR/L* SVJCR/L** CKJNR/L** SSKCR/L* STFCR/ L™
o)
555 N Gt N \GL
s85
=7 S*-PSKNR/L* S*-PCLNR/ L* S*-PDSNR/ L* S*-PDUNR/ L* $*-SDQCR/ L* S*-SDZCR/L*
(=]
5%% S*-PTFNR/ L* S*-PWLNR/ L* S*-SDUCR/ L* S*-SDQPR/ L*
¥ 2©
=3 S*-SCFCR* $*-SCLCR/ L* S*-SDUNR/ L* S*-SVQBR/ L*
S*-SSKCR/L* S*-SCLPR/L* S*-SDUPR/ L* S*-SVQCR/ L*
S*-STFCR/L* S*-SVUBR/ L*
S*-STUPR/ L* S*-SVUCR/ L*

~

N\

Q

C*-STUPR/L*

0
3=
e
$o©
=[5
=
oy
s
[Le)
cc
Eé
5]
Q.Q
<

C*-SCLPR/ L*

C*-SDUPR/ L*

C*-SVUCR/ L*

C*-SDQPR/ L*

C*-SVQCR/ L*




Turning. : Drehen
JApplicationfofituringjtoclsEyAnwendunglvonlDrehwernkzeugen

o Parting, Grooving and Threading Tools - Abstech-, Einstech-, und Gewindewerkzeug

*
.
*M)** * _*
Axial Stechwerkzeuge QF*D**R/L*-"H

ae*sziaan
L

*
PO s <20 |
*
i

QE*D*RIL
_ QZQ*R/L
Aussenbearbeitung,
Abstechen-, Einstechen, ZQS*R/L C*Q*DR/ L*
Ui Einstechwerkzeug (Innen)
QT*R C*-QZSR/ L*
Presicion grooving and turning - QECD*R/L025

Prézision Stechen & Drehen

External profiling *M*
Profilbearbeitung (AuRen) QX*D*R/L* -45 QF*D*R/ L*-*L
Grooving (difficult material) QE*S*RIL*-* N e Axial Stechwerkzeuge -

Stechbearbeitung (schwier. Mat.)
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Application of turning tools - Anwednung von Drehwerkzeugen



NOTIZEN:

A150



External Turning Tools - Drehwerkzeuge zur AuBenbearbeitung

Turning tools overview - Drehwerkzeuge Ubersicht A152-A155
Turning tools code key - ISO Kennzeichnung A156-A157

Detailed table of external turning tools A158-A210
Drehwerkzeuge zur AuRenbearbeitung

Turning toolholders by P type clamping - Drehwerkzeuge / P Klemmung A158-A169

Turning toolholders by M type clamping - Drehwerkzeuge / M Klemmung  A170-A184
Turning toolholders by S type clamping - Drehwerkzeuge / S Klemmung A185-A202
Turning toolholders by C type clamping - Drehwerkzeuge / C Klemmung A203

Detailed table of external turning tools (Ceramic) A204-A210
Drehwerkzeuge zur AuBenbearbeitung fir Kermik WSP

A151



Turning : Drehen

n External truning tools Overview - Drehwerkzeugen zur AuBenbearbeitung Ubersicht
8 Ao Workpiece -
EE o Turning Application - Anwendung Werkstiick °
- o0 =
» Q9 =g . q Ext., turning & . . . [
> 'C | External turning | Facing P Profiling Profiling Profiling Stable Unstable
éé J\;’gkgz‘; _t:;% AuBenbearbeit. | Planbearbeit. | 299 - AWM | profiivearbeit. | Profibearbeit. | Profibearbeit. | Stabil Instabil @
aE Typ (<7} M M ()
£S5 52 | (= [ =1 = 1= &
8% <H | [y — 4 U U = ¢
PCBNR/ L
o ’ 75 v v A158
C
-]
=
I3 PCLNR/ L
= ’ 95 v v A159
o)
be!
c
) PDJNR/ L
Q ’ 93 v v v A160
()
£
g PDNNR/ L
()
js) ’ 63 v v A161
<
. PSBNR/ L
> ’ 75 v v A162
c
=
= PSDNN
© ’ 45 v v A163
()
5 P
8 PSKNR/ L
’ 75 v v A164
PSSNR/ L
’ 45 v v A165
PTFNR/ L
90 v v v A166
PTTNR/L
’ 60 v v A167
PTGNR/ L
’ 90 v v v | At68
PWLNR/ L
’ 95 v v A169

\/ Recommended - Empfehlung

A152



Turning

- Drehen

External truning tools Overview - Drehwerkzeugen zur AuBenbearbeitung Ubersicht

Turning Application - Anwendung

Workpiece - Werkstlick

5 £ %TJ Ext., turning "q_-)'
ﬁ% e = & facing Profiling Profiling Stable Unstable (‘;D)
@ 2| ToolType | Z-3 Planbearbeit. |- AuBen, & | Profilbearbeit. | Profilbearbeit. Stabil Instabil
o g Werkzeug | 'S5 Planbearbeit. :
aE Typ S» [0)
5 = ¢
S 05 00 =0 = P2 — | ¢
MCBNR/ L
’ 75 v A170
MCLNR/ L
’ 95 v v AT
MDJNR/ L
’ 93 v v v A172
MDPNN
’ 62.5 v A173
MSBNR/ L
’ 75 v A174
MSRNR/ L
’ 75 v A175
MSKNR/ L
’ 75 v v A176
MSDNN
’ 45 v A177
MTGNR/ L
v 90 v v | A178
MTJNR/ L
’ 93 v A179
MTENR/ L
’ 920 v v A180
MVVNN
’ 72.5 v A181
MVJNR/ L
’ 93 v v v A182

\/ Recommended - Empfehlung

A153
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Turning : Drehen
Extennallturningjteols{OvenviewkDre hwerkzeugenfzugAuRenbearbeitunglUbersicht

Turning Application - Anwendung Workpiece - Werkstiick
€
o E %)5 Ext., turning 2
ﬁ% %*é External turning | Facing & facing - Profiling Profiling Profiling Stable Unstable %
S Tool Type = 'S | AuRenbearbeit. | Planbearbeit. | AuRen, & Profilbearbeit. | Profilbearbeit. | Profilbearbeit.. Stabil Instabil
o g Werkzeug | 'O Planbearbeit. .
SR |- s
5 A - 0 :
o < o RN -] a
L — '
MWLNR/ L
o ’ 95 v v A183
S
=
E MRGNR/ L
[
o M ’ v v A184
Qo
<
g MRDNN
’ v v A184
(0]
£
(O]
= SCACR/L
e ’ 90 v v v A185
<
= SCLCR/L
o
= ’ 95 v v v | A8
c
-
S
— SDACR/ L
= ’ 90 v v v A187
(0]
c
(O]
() SDJCR/L
’ 93 v v v A188
SDNCN
’ 63 v v v | A189
s SVJBR/ L
’ 93 v v V' | A190
SVABR/ L
90 v v v A191
SVVBN
’ 725 v v v | A192
SVVCN
’ 72.5 v v v A193
SVJCR/ L
’ 93 v v v A194

v Recommended - Empfehlung

A154



Turning

- Drehen
ExtennalfturningltoolsiOvenviewdbrehwerkzeugenfzugAuRenbearbeitunglUbersicht

Turning Application - Anwendung Workpiece - Werkstlick
5 £ %T) External Ext., turning 9
ﬁ% e = 0 xema Facing & facing Profiling Profiling Profiling Stable - Unstable - 8
@<, | ToolType | -3 :”r‘s'“gb beit | Planbearbeit. | - Ausen, & | Profilbearbeit. | Profilbearbeit. | Profiloearbeit.. Stabil Instabil
28| Werkzeug | S ubenbearbeit. Planbearbeit. :
S E Typ (o7 9
52 85 | [l i @
: : | me==l =} B =
SSBCR/L
’ 75 v v A195
SSDCN
’ 45 v v A195
SSKCR/L
’ 75 v v A196
SSSCR/L
’ 45 v v A196
-
STACR/ L
’ 920 v v v A197
STFCR/L
s ’ 90 v v A197
STGCR/ L
’ 91 v v v, | A198
STTCR/L
’ 60 v v A199
SWACR/ L
’ 90 v v v' | A200
SRDCN
‘ v v A201
SRGCR/L
’ v v A202
CKJNR/
93 v v A203
c CKNNR/L
’ 63 v v A203

Recommended - Empfehlung

A155
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Turning

= Drehen
ExternnallturningltoolslCodelKeyMbrehwerkzeugentzugAulenbearbeiting

Clearance angle of major cutting edge

Holder execution

Freiwinkel der Hauptschneide Halterausftihrung
ﬁ e — —
lever lock clamping .
Kniehebel Spannsystem C D
lge C L
M Q W
Screw clamping
Schrauben Spannsystem R S W50 D
R
A~ g E
Wedge lock clamping ‘
Pratzenkeilklemmung T \")
o ?
o
Overhead clamping
Pratzenklemmung w N ._/1 1° P N
Holder style and lead angle
Halterform und Anstellwinkel
A (o3 D E F G H
e
) 45° 60° o
90° 75 ‘]\ﬁ 90 1%
J L M N o P Q
75 95° 117°30° 107°30'
93° 50° 63 62°30’
95°
R T U Vv W X
93° 60° 120°
0!
75° 45° 60° 72730

A156




Turning

: Drehen
ExternalfturningjtoclsiCodelkeyabrehwerkzeugenfzugAuRenbearbeitungllS©

Height Shank width Tool length
Schafthéhe Schaftbreite Halterlange
[
h /gﬁ \ b
code Height / Hohe code Width / Breite code Length / Lange
12 12 12 12 H 100
16 16 16 16 K 125
20 20 20 20 M 150
25 25 25 25 P 170
Q 180
32 32 32 32
R 200
40 40 40 40
S 250
50 50 50 50
T 300
Cutting edge length
Schneidkantenlénge
C D R S T Vv W
insert shape
5/ L @
Diameter of incircle ; . =
Durchmesser (mm) Cutting edge length / Schneidkantenlange
5.556 - - — 09 - —
6.350 06 07 - - 11 — -
9.525 09 11 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 — —
25.400 25 25 25 44 - —
32.000 - 32 — -— - —

A157
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

CN™* Toolholder - Halter

PCBNR/ L
Kr:75°

n . s

8) 75
S €
= L
o) R type
Qo Rechtsausfiihrung
®
8 E;O(;I? Dimension (mm) Screw Shim Wrench Lever Shim pin
c Lager Abmessung Schraube Unterlage | Schlissel | Kniehebel Rohrstift
o Type - Typ
; e[ @ B B N
()
L
[} PCBNR/L| 2020K12 | e | @ | 20 | 20 | 125 | 20 17 | 27
g 2525M12 | e | @ | 25 | 25 | 150 | 25 | 22 | 27 LEM8x21 C12AP WH30L L4 SP4
=2 3232P12 | @ | @ | 32 | 32 |170 | 32 | 27 | 27
< 2525M16 | e | @ | 25 | 25 | 150 | 25 | 22 | 33
- LEM8x25 C16AP WH30L L5 SP5
(@) 3232P16 | @ | @ | 32 | 32 | 170 | 32 | 27 | 33
c
c 3232P19 | e | @ | 32 | 32 | 170 | 32 | 27 | 38
= LEM10x27 C19AP WH40L L6 SP6
E 4040819 | e | @ | 40 | 40 | 250 | 40 35 | 38
© 404052507 | @ | @ | 40 | 40 | 250 | 40 35 | 50 C25AP-07
had LEM12x36A WH50L L8 SP8
8 4040S2509 | @ | @ | 40 | 40 | 250 | 40 35 | 50 C25AP
()
©)
Applicable inserts
Wendeschneidplatten
Application Finishing Semi-Finishing Rough machining Heavy Duty Cast iron
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung Grauguss Bearbeit.
DF PM o DR HDR
/ & f L. = f
A46 A47 e A49 A51
SF m ] DM DR o
[ o) -] -
Inserts A46 A48 A50
Bl EF ﬂ EM ER o
A46 48 A50
NF =7 NM g ] ER
i | 7
Y o] -
A47 A49 A50
PCBNR/L**K/ M/ P12 CN**1204** CN**1204** CN**1204** CN**1204** CN**1204**
E PCBNR/L**M / P16 CN**1606™* CN**1606** CN**1606™* CN**1606™* CN**1606™*
"D PCBNR/L**P / S19 CN**1906** CN**1906** CN**1906** CN**1906**
o
£ PCBNRI/L**S2507 CN**2507**
PCBNR/L**S$2509 CN**2509**

@ exstock - ablLager © ondemand - Anfrage

A158



CN™* Toolholder - Halter

PCLNR/L
Kr:95°

-,

Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

b
s
95
e
R type L
Rechtsausfihrung
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
Lager Abmessung Schraube Unterlage | Schllssel | Kniehebel Rohrstift
Type - Typ
RiL|a|b L |h|s]|e @ﬂ a ( b
PCLNR/L| 1616H09 | e | @ | 16 | 16 | 100 | 16 | 20 | 20
2020K09 [ ] 20 20 | 125 | 20 25 22 LEM6x13.4A CO09AP WH25L L3 SP10
2525M09 [ ] 25 25 | 150 | 25 32 22
2020K12 [ ] 20 20 | 125 | 20 25 28
2525M12 [ ) 25 25 | 150 | 25 32 28 LEM8x21 C12AP WH30L L4 SP4
3232P12 [ ) 32 32 | 170 | 32 40 28
2525M16 | @ | @ | 25 | 25 | 150 | 25 | 32 | 33
LEM8x25 C16AP WH30L L5 SP5
3232P16 | @ | @ | 32 | 32 | 170 | 32 | 40 | 33
3232P19 | e | @ | 32 | 32 | 170 | 32 | 40 | 38
LEM10x27 C19AP WH40L L6 SP6
4040S19 | e | @ | 40 | 40 | 250 | 40 | 50 | 38
4040S2507 | @ | @ | 40 | 40 | 250 | 40 | 50 | 49 C25AP-07
LEM12x36A WH50L L8 SP8
404082509 | @ | @ | 40 | 40 | 250 | 40 | 50 | 49 C25AP
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung  Grauguss Bearbeit. PCBN - PKD
DF PM DR - HDR
- | ] L) o [ r - |
e ey [F 3
A46 A47 - A40 A50 A51 A118
WG i DM y DR ™
@ ~) -
A46 A48 A50
RS - SF i-—'o EM ';1.:\; ER {wﬁ1
Schneidplattenform P el
A46 A48 A50
EF NM = ER
o) -
A46 A49 A50
NF =7
Y
A47
PCLNR/L**H / K/ M09 CN**0903** CN**0903**
% PCLNR/L*K /M /P12 CN**1204** CN**1204** CN**1204** CN**1204** CN**1204** CN**1204**
[
PCLNR/L**M / P16 CN**1606** CN**1606™* CN**1606** CN**1606** CN**1606**
@ PCLNR/L**P / $19 CN**1906** CN**1906** CN**1906** CN**1906**
>
= PCLNR/L**S2507 CN**2507**
PCLNR/L**S2509 CN**2509**
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- Drehen

Turning

Externall IDrehwernkzeugenfzugAuRenbearbeitung

DN** Toolholder - Halter
Kr:93° _
h a
s b \/ #
©/®
939
R type g L
Rechtsausflihrung
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
Lager Abmessung Schraube Unterlage | Schllssel Kniehebel Rohrstift
Type - Typ
RiL|a|b|L|h|s/|e @ﬁ ~y ( b .
PDJNR/L| 1616H11 | @ | @ | 16 | 16 | 100 | 16 | 20 | 25
2020K11 [ ) 20 20 | 125 | 20 25 25 LEM6%13.4A D11AP WH25L L3 SP3
2525M11 [ BRI ) 25 25 150 | 25 32 30
2020K15 [ ) 20 20 | 125 | 20 25 35
2525M15 e | o 25 25 150 | 25 32 35 LEM8x21 D15AP WH30L L4B SP4
3232P15 e | o 32 32 | 170 | 32 40 35
2020K15-3 | @ | @ 20 20 | 125 | 20 25 35
2525M15-3 | @ | @ 25 25 150 | 25 32 35 LEM8x%21 D15AP WH30L L4 SP4
3232P15-3 | @ | © 32 32 | 170 | 32 40 35
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung  Grauguss Bearbeit. ~ PCBN - PKD
DF : PM o HDR .
s . _ﬂ’ - / o/
v A53 A55 A58 A58 A119
WG .- DM s
.'; J Single- .+ 8% ’
=3 side
A53 A55 A58
insert shape SF g EM g E[|)§uble ,}-I?
Schneidplattenform A53 A5G -side A58
EF NM ER e
g i&’ Single-lj&’
W As4 Ase| A58
NF g
A54
% PDJNR/L**H/ K/ M11 DN**1104** DN**1104** DN**1104**
'_
t'D PDJNR/L**K /M / P15 DN**1506** DN**1506** DN**1506** DN**1506** DN**1506** DN**1506**
Q
PDJNR/L*K /M /
> o o o o *x . o *x
= p153 DN**1504 DN**1504 DN**1504 DN**1504

@ exstock - ab Lager

A160

O ondemand - Anfrage




Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

DN** Toolholder - Halter
Kr:63°
a
° —
R type
Rechtsausfihrung
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
Lager Abmessung Schraube Unterlage | Schllssel | Kniehebel Rohrstift
Type - Typ
R|L|la|b|L|h|s/|e 6» a4 ( b .
PDNNR/L| 2020K15 | e | @ | 20 | 20 | 125 | 20 8 37
2525M15 | @ | @ | 25 | 25 | 150 | 25 | 125 | 37 LEM8x21 D15AP WH30L L4B SP4
3232P15 [ ] 32 32 | 170 | 32 16 37
2020K15-3 | @ | @ | 20 | 20 | 125 | 20 8 37
2525M15-3 | @ | @ 25 25 | 150 | 25 | 125 | 37 LEM8x21 D15AP WH30L L4 SP4
3232P15-3 | @ | @ 32 32 | 170 | 32 16 37
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung Grauguss Bearbeit. ~ PCBN - PKD
DF  =msm PM HDR .
g% f ﬁ,” DOlijble ‘__*15 g LWV o /
— — side
A53 A55 A58 A58 A119
SF DM
g s ._ / Slngle ¥ ’
side
insert shape AS55
Schneidplattenform EF EM
g g Double ‘ ’
A56 -side
T A D
¢ Slngle
side
A56
% PDNNR/L**K /M/ P15 DN**1506™** DN**1506** DN**1506™** DN**1506™* DN**1506** DN**1506**
'_
t;J PDNNR/L**K / M/ P15-3 DN**1504** DN**1504** DN**1504** DN**1504**
a
>
|_

A161
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

SN** Toolholder - Halter "P-Clamping - P-Halter

PSBNR/ L
Kr:75°

[ET a
| fs]o :

c) -0
[ 75
=] € e
."q_'; type
o) Rechtsausfiihrung
©
(0] Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
g Lager Abmessung Schraube Unterlage | Schltssel | Kniehebel | Rohrstift
) Type - Typ '~
5 RiL|a|b|L|h s/ e @ﬂ - ( b
I
()
c PSBNR/L| 1616H09 | e | @ | 16 | 16 | 100 | 16 | 13 | 21
a LEM6x13.4A S09AP WH25L L3 SP10
E 2020K09 e | o | 20 20 | 125 | 20 17 23
2 2020K12 | @ | @ | 20 | 20 [ 125 | 20 | 17 | 28
< 2525M12 | @ | @ | 25 | 25 | 125 | 25 | 22 | 28
LEM8x21 S12AP WH30L L4 SP4
- 3225P12 [ ] 32 25 | 170 | 32 22 28
g 3232P12 [ ) 32 32 | 170 | 32 27 28
£ 2525M15 | @ | @ | 25 | 25 | 150 | 25 | 22 | 35
-} LEM8x25 S15AP WH30L L5 SP5
— 3232P15 | e | @ | 32 | 32 | 170 | 32 | 27 | 35
E 3232P19 e | o | 32 32 | 170 | 32 27 40
() LEM10x27 S19AP WH40L L6 SP6
% 4040S19 [ ) 40 40 | 250 | 40 35 40
(O] 404052507 | @ | ® | 40 40 | 250 | 40 35 48 S25AP
LEM12x36A WHS50L L8 SP8
404082509 | o | ® 40 40 | 250 | 40 35 48 S25AP-09
Applicable insert
Wendeschneidplatten
Application Finishing ‘Semi-Finishing Roughing Heavy Duty ~ Castiron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung  Grauguss Bearbeit. ~ PCBN - PKD
DF f=z PM - DR === HDR,
o A RS ~ o e
B Aso M ac0 7 Ac2 o, N AcS A120
DR
Single- (=]

EF ]
= 3 : side
insert shape S A9 et

Schneidplattenform SF 9‘--—--:- E
u AB0

A62

e |
i R ™
Double "HL
< -side h
A61 AB3
NM ER oz
Single-‘ ﬂ
side -
A62 AB3

PSBNR/L**H / K09 SN**0903** SN**0903** SN**0903**
o PSBNR/L*™K/M/P12 SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
'3 PSBNR/L**M / P15 SN**1506** SN**1506** SN**1506™* SN**1506** SN**1506**
9 PSBNR/L**P / S19 SN**1906** SN**1906** SN**1906™* SN**1906**
= PSBNR/L**$2507 SN**2507** SN**2507**
PSBNR/L**$2509 SN**2509** SN**2509**

@ exstock - ablLager © ondemand - Anfrage

A162



SN** Toolholder -

PSDNN

Halter

Turning

' Drehen

ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

Kr:45°
h % \ a
> m
e
L y 4
Dimension (mm) Screw Shim Wrench Lever Shim pin
Abmessung Schraube Unterlage Schliissel | Kniehebel Rohrstift
Type - Typ Stock
Lager I
%l alb|L|h|s|e g@ - ( b .
I
PSDNN | 1212F09 12 |12 | 80 | 12 | 6 | 21 | LEMS5x128 — WH20L L3B —
1616H09 [ ] 16 16 | 100 | 16 8 23 LEM6x13.4A S09AP WH25L L3 SP10
2020K12 [ ] 20 20 125 | 20 10 30
2525M12 [ ) 20 20 | 150 | 20 | 125 | 30 LEM8x21 S12AP WH30L L4 SP4
3232P12 [ ] 32 32 170 | 32 16 40
2525M15 [ ) 25 25 150 | 25 | 125 | 40
LEM8x25 S15AP WH30L L5 SP5
3232P15 ° 32 32 | 170 | 32 16 40
3232P19 [ ] 32 32 170 | 32 16 40
LEM10x27 S19AP WH40L L6 SP6
4040S19 [ ) 40 40 | 250 | 40 20 40
Applicable insert
Wendeschneidplatten
Application Finishing ‘Semi-Finishing Roughing Heavy Duty Cast iron machining  PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung  Grauguss Bearbeit. ~ PCBN - PKD
DF &3 PM DR == HDR
:._*: ._L-M_ Double :‘QE - i - ‘ = ’
B Aso WAoo L AB2 W As4 65 A120
EF i { DM, DR ==
LY e W
insert shape ] Aso] et S DEEEE Ae2
Schneidplattenform [ S
P SF { - ER -
Double — g
u A0 A1 S L A63
NM ER |
Single- } |
AB2| 5% AB3
o PSDNN**F/H09 SN**0903** SN**0903** SN**0903**
>
= PSDNN**K /M /P12 SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
g PSDNN**M / P15 SN**1506** SN**1506** SN**1506** SN**1506** SN**1506**
>
= PSDNN*P/S19 SN**1906** SN**1906** SN**1906** SN**1906**
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

SN** Tooholder - Halter  CimpRGEIEHaRE
Kr:75°
h a
o © b
° «”f%'
= = L
2
o) R type
Qo Rechtsausfiihrung
©
(0] Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
g Lager Abmessung Schraube Unterlage | Schllssel | Kniehebel Robhrstift
() Type - Typ ~
5 RiL|la|b|L|h|s]e 6@ ( b
I
(0]
f= PSKNR/L| 1616H09 | e | e | 16 | 16 | 100 | 16 | 20 | 17
o) LEM6x13.4A S09AP WH25L L3 SP10
E 2020K09 e | o | 20 20 | 125 | 20 25 20
2 2020K12 | @ | ® | 20 | 20 | 125| 20 | 25 | 26
2 2525M12 e | o | 25 25 | 150 | 25 32 26 LEM8x21 S12AP WH30L L4 SP4
- 3232P12 e | o 32 32 170 | 32 40 26
8) 2525M15 | @ | @ | 25 25 | 150 | 25 32 32
E LEM8x25 S15AP WH30L L5 SP5
= 3232P15 [ ) 32 32 | 170 | 32 40 32
-]
— 3232P19 | e | @ | 32 | 32 | 170 | 32 | 40 | 36
— LEM10x27 S19AP WH40L L6 SP6
© 4040S19 | @ | @ | 40 | 40 | 250 | 40 | 50 | 40
(0]
C
(O]
O
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung  Grauguss Bearbeit. ~ PCBN - PKD
DF =7 Jr— —
e PM - DR ﬂﬁ‘ HDR e P -
et Leeiian) tni i
== /50 B /60 L A62 o Ae4 . 65 H A120
EF | { DM ? DR
A
insert shape S As9 N Aot = )
Schneidplattenform o ;
’ SF fea ER (7
"
A60 A61 A63
NM ER pass
=
A62 A63
o PSKNR/L**H/ K09 SN**0903** SN**0903** SN**0903**
>
= PSKNR/L**K /M /P12 SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
g PSKNR/L**M / P15 SN**1506** SN**1506** SN**1506** SN**1506** SN**1506**
>
= PSKNR/L**P / S19 SN**1906** SN**1906** SN**1906** SN**1906**

® ex stock - ab Lager

O ondemand - Anfrage




Turning

' Drehen

ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

SN** Tooholder - Halter  @CHmBRGRIPSHEE
Kr:45°
h a
b
S
<@§©
l45°
R type N L
Rechtsausfiihrung
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
Lager Abmessung Schraube Unterlage | Schlissel | Kniehebel Rohrstift
Type - Typ N
R|L | a|b|L|h|s]|e 6@ ~ ( b .
—
PSSNR/L| 1616H09 | @ | @ | 16 | 16 | 100 | 16 | 20 | 25 | LEM6x134A | SO9AP | WH25L L3 SP10
2020K12 ° ° 20 20 | 125 | 20 25 30
2525M12 [ ] [ ) 25 25 | 150 | 25 32 30 LEM8x21 S12AP WH30L L4 SP4
3232P12 [} ® 32 32 | 170 | 32 | 40 40
2525M15 [ ] [ ] 25 25 | 150 | 25 32 30
LEM8x25 S15AP WH30L L5 SP5
3232P15 [ ) [ ) 32 32 | 170 | 32 40 40
3232P19 ) ) 32 32 | 170 | 32 | 40 40
LEM10x27 S19AP WH40L L6 SP6
4040819 ) ) 40 | 40 | 250 | 40 | 50 | 50
4040S2507 | o ° 40 40 | 250 | 40 50 50 S25AP
LEM12x36A WH50L L8 SP8
4040S2509 | o [ ) 40 40 | 250 | 40 50 50 S25AP-09
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung Grauguss Bearbeit. ~ PCBN - PKD
DF = PM . DR === HDR
ek St oo.umepa‘!&': - - o ’
B As9 _— o AB2 E— Ap4 - s A120
EF | { DM r DR
:L'-\‘..- f! Sir]gle- &
- - = = side
insert shape S As9 N A6 = )
Schneidplattenform Tty r
’ SF fe! 5k ‘Ti';
ouble = g
ABO A6t 5% AB3
NM ER pass
Single- ﬁ
side E
A62 A63
PSSNR/ L**H09 SN**0903** SN**0903** SN**0903** SN**0903**
o PSSNR/L*K/M/P12 SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
>
= PSSNR/L**M / P15 SN**1506** SN**1506** SN**1506** SN**1506** SN**1506**
g. PSSNR/L**P / S19 SN**1906** SN**1906** SN**1906** SN**1906**
>
= PSSNR/L**S2507 SN**2507** SN**2507**
PSSNR/ L**S2509 SN**2509** SN**2509**
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

TN** Toolholder - Halter "P-Clamping - P-Halter

PTFNR/ L
Kr:90°

b
s 9910@)
S e
[
>S5 L
:.q___; R type
Qo Rechtsausfiihrung
©
(D) Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
E Lager Abmessung Schraube Unterlage | Schlussel | Kniehebel Rohrstift
o Type - Typ
5 R|L|a|b|L|h|s]|e 6@ & ( b
(0]
c PTFNR/L 1616H16 | @ | @ | 16 | 16 | 100 | 16 | 20 | 20
g 2020K16 ° ° 20 20 | 125 | 20 25 20 LEM6x%13.4A T16AP WH25L L3 SP3
2 2525M16 | e | e | 25 | 25 | 150 | 25 | 32 | 20
< 2525M22 | e | e | 25 | 25 | 150 | 25 | 32 | 25
LEM8x21 T22AP WH30L L4 SP4
- 3232P22 [ ] [ ) 32 32 | 170 | 32 40 25
) 3232P27 | e | @ | 32 | 32 |170| 32 | 40 | 34
E LEM8x25 T27AP WH30L L5 SP5
= 4040827 ° ) 40 40 | 250 | 40 50 34
-]
=
©
g
(0]
C
(O]
O
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung Grauguss Bearbeit. ~ PCBN - PKD
DF PM DR F- HDR
il it k) LN e - ]
Ao 2 NN g 2 MENEEN A7) B ;) W 73 bemew A121
WG \r’]\;'zs; DM DR .
& 4
Lo N
insert shape E AGS o R A7

Schneidplattenform SF EM ER
A I i —

A70 AT1
EF A
f— o8
S PTENR/L*H/K/M16  TN*1604* TN*1604** TN**1604** TN**1604* TN**1604* TN**1604*
l—
PTFNR/ L**M / P22 TN*2204** TN*2204** TN**2204** TN*2204* TN*2204**
o
> PTENR/L"P/S27 TN**2706** TN**2706 TN*2706**

@ exstock - ablLager © ondemand - Anfrage

A166



Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

TN** Toolholder - Halter
Kr:60° _
hﬁ h
o s
O@
&
£ L
Rechtsausfiihrung
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
Lager Abmessung Schraube Unterlage | Schlissel | Kniehebel Rohrstift
Type - Typ
el o A e
PTTNR/L| 1616H16 | @ | @ | 16 | 16 | 100 | 16 | 13 | 25
LEM6x13.4A T16AP WH25L L3 SP3
2020K16 ° ° 20 20 | 125 | 20 17 25
2525M22 [ ] [ ) 25 25 | 150 | 20 22 32 LEM8x21 T22AP WH30L L4 SP4
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung Grauguss Bearbeit. ~ PCBN - PKD
DF DR ff\ HDR
N .j..&. ol "... @ [ ]
=== AGS B0 S Ao N A7z b 121
insert shape SF DR _:‘\'
Schneidplattenform LN
AB8 EEEEETE A7
ER
Fi=
AB8 im— AT
E PTTNR/L**H/ K16 TN**1604** TN**1604** TN**1604** TN**1604** TN**1604** TN**1604**
PTTNR / L**M22 TN**2204** TN**2204** TN**2204** TN**2204** TN**2204**
a
>
'—
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Turning.:

Drehen

Externall DrehwernkzeugenfzugAuRenbearbeitung

TN** Toolholder - Halter
Kr:90° _
h i a
s| [po b
o
907
& L
R type
Rechtsausflihrung
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
Lager Abmessung Schraube Unterlage | Schliissel | Kniehebel | Rohrstift
Type - Typ
R|L|a|b|L|h|s]|e @ﬁ = ( b
PTGNR/ L 1010E11 10 | 10 | 70 | 10 | 14 | 16
1212F11 12 12 80 12 16 14
1616H11 [ [ 16 16 | 100 | 16 20 18 LEM5%9B — WH20L L2 —
2020K11 [ ] [ 20 20 | 125 | 20 25 19
2525M11 ° [ ) 25 25 | 150 | 25 32 20
1616H16 ) ) 16 16 | 100 | 16 20 20
2020K16 [ ] ° 20 20 | 125 | 20 25 20
LEM6x%13.4A T16AP WH25L L3 SP3
2525M16 ° [ ) 25 25 | 150 | 25 32 20
3232P16 [ ] [ ] 32 32 | 170 | 32 40 20
2525M22 ° [ ) 25 25 | 150 | 25 32 28
LEM8x%21 T22AP WH30L L4 SP4
3232P22 ) ° 32 32 | 170 | 32 40 28
3232P27 ° [ ] 32 32 | 170 | 32 40 33
LEM8x25 T27AP WH30L L5 SP5
4040827 ° [ ) 40 | 40 | 250 | 40 50 33
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung Grauguss Bearbeit. ~ PCBN - PKD
DF PM DR . oue HDR Flat Flat
V- S ;f&l side F_N o -
[ — — — Y AB9Y 7 o7 b A121
WG Wiper DM
@  inserts N
A, ok Ay
insert shape E— AGS G0
Schneidplattenform SF EM 4
A A68 A70
AG8
o PTGNR/IL*E/F/H/K/M11 TN**1103** TN**1103** TN**1103**
>
= PTGNR/L**H/ K/ M16 TN**1604** TN**1604** TN**1604** TN**1604** TN**1604** TN**1604**
g PTGNR /L**M | P22 TN**2204** TN**2204** TN**2204** TN**2204** TN**2204**
>
= PTGNR/L**P | S27 TN**2706** TN**2706** TN**2706**

® ex stock - ab Lager

A168

O ondemand - Anfrage




VWN** Toolholder -

PWLNR/L

Halter

Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

Kr:95° _ —
h i a
s| (@ b
1 o
955
e
R type L
Rechtsausfiihrung
Stock Dimension (mm) Screw Shim Wrench Lever Shim pin
Lager Abmessung Schraube Unterlage | Schliissel | Kniehebel | Rohrstift
Type - Typ
o[ [ ] ] o AT e
PWLNR/ L| 1616H06 ° ° 16 | 16 | 100 | 16 | 20 | 20
2020K06 ° ° 20 | 20 | 125 | 20 | 25 | 20 LEM6x13.4A WO06AP WH25L L3 SP3
2525M06 ° ° 25 | 25 | 150 | 25 | 32 | 20
2020K08 ° ° 20 | 20 | 125 | 20 | 25 | 26
LEM8x21 WO8AP WH30L L4 SP4
2525M08 ° ° 25 | 25 | 150 | 25 | 32 | 26
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Cast iron machining
Anwendung Schlichten Mittlere Bearbeitung Schruppen Grauguss Bearbeit.
DF PM - DR . Flat
4 iy - Double e~ =]
L — BN = A8 T A79 S A9
WG A DM A,
Wiper Ol
noetS e A76 Fosed AT8
insert shape SF A EM A
Schneidplattenform ATT —] A78
EF NM
= A77 A A79
NF g
- AT7
[} k|
| P AR WN**0604** WN**0604** WN**0604** WN**0604**
= Mo06
PWLNR/ L**K / M08 WN**0804** WN**0804** WN**0804** WN**0804**
a
>
|_
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

CN** Toolholder - Halter M-Clamping - M-Haltes

Kr:75°
h a
s| [ec© b
g) P S
3 75 o
O R type L
Qo Rechtsausfiihrung
@ : :
E Stock Dimension (mm) Clamping Shim Wrench Clamp Clamping
= Lager Abmessung Sl Unterlage Schlussel Pratze Passstift
o Type - Typ
: ] e 8 —
(&)
-% MCBNR/L| 2020K12 | @ | 0 | 20 | 20 | 125 | 20 | 17 | 32 | DM6x25
e 2525M12 | e | @ | 25 | 25 | 150 | 20 | 22 | 32 C12BM WH30L C1RD TM6x17
(&) DM6x%30
Lo 3225P12 | @ | @ | 32 | 25 | 170 | 32 | 22 | 32
< 2525M16 o | o 25 25 | 150 | 25 22 40
. DM6x30 C16BM WH30L C2RD TM8x21
o 3232P16 | @ | @ | 32 | 32 | 170 | 32 | 27 | 40
£ 3232P19 | 0 | o | 32 | 32 | 170 | 32 | 27 | 45
E DM8x30X C19BM WH40L C5RD TM10%21
=i 4040R19 | 0 | O | 40 | 40 | 200 | 40 | 35 | 45
~
©
—
(&)
C
(O}
©)
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung Grauguss Bearbeit.
DF == —— — Flat
- PM ‘o DR 2 HDR -~ P
|I| e e -51 lﬂﬁ' . ’
A46 A47 A0 A50 A51
SF f_O DR -r
insert shape A46 A48 A50
Schneidplattenform EF ER ~—
i |
e
A46 A48 A50
NF =7 ER
- =
A47 A49 A50
[} e
|2- erBNR“' LY CN**1204** CN**1204** CN**1204** CN**1204** CN**1204**
MCBNR/L**M / P16 CN**1606** CN**1606** CN**1606** CN**1606** CN**1606**
[
[oX
|2- MCBNR/ L**P /| R19 CN**1906** CN**1906** CN**1906** CN**1906**

@ exstock - ablLager © ondemand - Anfrage

A170



= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

Turning

CN** Tooholder - Halter  (CIHmBRERIMERRIE)
Kr:95°
h a
- I
s| 9 b
95°
=2 /
R type
Rechtsausfiihrung
i i Clamping . Clamping
Stock Dimension (mm) S Shim Wrench Clamp stud
Lager Abmessung Schraube | Unterlage | Schlissel Pratze Passstift
Type - Typ
Ji e B — m
MCLNR/L| 2020K12 | @ | @ | 20 | 20 | 125 | 20 | 25 | 32 | DM6x25
2525M12 | @ | ® | 25 25 | 150 | 25 32 32 C12BM WH30L C1RD TM6x17
DM6x30
3225P12 [ 2N} 32 25 | 170 | 32 32 32
2525M16 | @ | @ | 25 25 | 150 | 25 32 38
DM6x30 Cc16BM WH30L C2RD TM8x21
3232P16 [ 2N ) 32 32 | 170 | 32 40 38
3232P19 o | o 32 32 | 170 | 32 40 45
DM8x30X C19BM WH40L C5RD TM10%21
4040R19 | o | O | 40 40 | 200 | 40 50 45
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung Grauguss Bearbeit. ~ PCBN - PKD
DF PM =5 DR == HDR Flat Flat
- | - ™yl RE | [ r
Ak ey [
A46 A47 A0 A50 A51 A118
A46 A48 A50
= P
insert shape SF /O EM _T’ ER -~
hneidplattent AN =
Schneidplattenform A46 A48 A50
EF NM =7 ER
)] J .g-
A46 A49 A50
NF [=7
[~
A47
% MCLNR/L*K /M /P12 CN**1204** CN**1204** CN**1204** CN**1204** CN**1204** CN**1204**
'_
t;J MCLNR/L**M / P16 CN**1606** CN**1606** CN**1606** CN**1606** CN**1606**
o
|2‘ MCLNR/L**P / R19 CN**1906** CN**1906™* CN**1906** CN**1906**
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A172

Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

DN** Toolholder - Halter

MDJNR/ L

Kr:93°
h a
s S b
o
793, \/
L
R type
Rechtsausfuhrung
Stock Dimension (mm) CI:é?ep\j\?g Shim Wrench Clamp C'as't':l’éing
Lager Abmessung S Unterlage Schlissel Pratze Passstift
Type - Typ -
R|L|a|b|L|h | s|oe ’ Y/ ( .—.m ?
MDJNR/L| 2020K11 | @ | @ | 20 | 20 | 125 | 20 | 25 | 32 | DM6x25
2525M11 | e | e | 25 | 25 | 150 | 25 | 32 | 32 D11BM WH20L C1RD TM5%13
DM6x30 WH30L
3225P11 ® | O 32 25 170 | 32 32 32
2020K15 L ) 20 20 | 125 | 20 25 38 DM6x25
2525M15 L ) 25 25 | 150 | 25 32 38 D15BM WH30L C2RD TM6%19
DM6x30
3225P15 [ ) 32 25 | 170 | 32 32 38
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung  Grauguss Bearbeit. ~ PCBN - PKD
DF 4. PM A8 DR = J HDR . . -y a
A — Double S H‘ ’
A53 Ass5 A56 A58 A58 A119
WG DM = DR =S
P e Single- &
side d
Wiper A53 A55 A58
insert shape SFg EM g E)lﬁe -
Schneidplattenform -side
A53 A56 A58
e ol
"y "L 5L
Single-
[ side
A54 A56 A58
A54
2 MDJNR/L*™K/M/
> ox o o - o o
2 P11 DN**1104 DN**1104 DN**1104
MDJNR/ L**K /M /P15 DN**1506** DN**1506™** DN**1506** DN**1506** DN**1506** DN**1506**
a
>
l—

® ex stock - ab Lager

O ondemand - Anfrage




Turning : Drehen
ExternallturningltoolsEDrehwerkzeugenfzuyAuRenbearbeiting

DN** Toolholder - Halter

Kr:62°30"
h. a *;
- ~
)
L9 b
62°30 = \‘\/
e L =)
; ; Clampin Galmplig
Dimension (mm) scrgwg Shim Wrench Clamp stud
Abmessung Schraub Unterlage Schliissel Pratze Passstift
. Stock chraube
Type - Typ Lager
~ r’ r‘m ?
a|b|L|h|s|e ’ / ;
MDPNN | 2020K11 . 20 | 20 | 125 | 20 | 10 | 35 | DMBx25
2525M11 | e | 25 | 25 | 150 | 25 |125| 35 D11BM WH20L C1RD TM5%13
DM6x30 WH30L
3225P11 ) 32 25 170 | 32 | 125| 35
2020K15 [ ) 20 20 | 125 | 20 10 40 DM6x25
2525M15 L] 25 25 150 | 25 | 125 | 40 D15BM WH30L C2RD TM6%19
DM6x%30
3225P15 ) 32 25 170 | 32 | 125 | 40
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung  Grauguss Bearbeit. ~ PCBN - PKD
I J— ; Flat Flat
DF . / PM .-'_.\r_-’f Eg@e -~ / HDR ¢ / - o/
T -side
A53 A55 A56 A58 A58 A119
& P
SFg oM J 3[‘39%'- -/
side
insert shape A53 A55 A58
Schneidplattenform W
e -side
A56 A58
e
)
side
A54 A56 A58
& MDPNN**K /M / P11 DN**1104** DN**1104**
l—
c-IJ MDPNN**K /M /P15 DN**1506** DN**1506** DN**1506™** DN**1506** DN**1506** DN**1506**
1%
>
=
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

SN** Toolholder - Halter

Kr:75° _
h a
S| =gO) b
(@)] 3
c 754,
= L
O R type
Qo Rechtsausfiihrung
3 _
i . . amping
Q0o Stock Dimension (mm) Clsag’lgwg Shim Wrench Clamp stud
o Lager Abmessung o e o, Unterlage | Schlissel Pratze Passstift
o Type - Typ
D . .
W R|L|a|b|L|h|s]|e 7~ rm ?
c — L]
g MSBNR/L| 2020K12 | @ | @ |20 | 20 |125| 20 | 17 | 32 DM6x25
(&) 2525M12 ) o 25 25 | 150 | 25 22 32 S12BM WH30L C1RD TM6%x17
i) DM6x30
2 3225P12 [ ] [e) 32 25 | 170 | 32 22 32
. 2525M15 ° [e] 25 25 | 150 | 25 22 38
g 3232P15 [ ] o 32 32 | 170 | 32 29 38 DM6x30 S15BM WH30L C2RD TM8x21
= 4032R15 | e | O | 40 | 32 | 200 | 40 | 27 | 38
|2 3232P19 e} (o) 32 32 | 170 | 32 27 45
— DM8x30X S19BM WH40L C5RD TM10x21
E 4040R19 ° o 40 | 40 | 200 | 40 | 35 | 45
8 4040R25 ° o 40 40 | 200 | 40 35 50 WH40L
(O] DM10x35X S25BM WH40L C6RD TM12x29
(D 404082509 | o o 40 40 | 250 | 40 35 50 WH50L
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung Grauguss Bearbeit. ~ PCBN - PKD
Flat Flat
DF ! DR i""""" HDR ..
‘__E-__-‘ Dopdble ?63 : - . . @
-siae
B s A2 S pey W A120
EF fgn DR :
Single- Lo
= 3 side _
insert shape 0 AS59 AB2
Schneidplattenform f——1 Pt
SF eg ER.e)
-side
A60 A63
ER ‘ -
H Single- | - *
side
A62 A63
o rszNR/ LK SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
>
'— kK
gf:NRI Ly SN**1506™* SN**1506** SN**1506** SN**1506** SN**1506**
3 MSBNR /L**P / R19 SN**1906** SN**1906** SN**1906** SN**1906**
>
'_
MSBNR /L**R / $2509 SN**2509** SN**2509**

@ exstock - ablLager © ondemand - Anfrage
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SN** Toolholder -

MSRNR/ L

Halter

Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

Kr:75° _
h a
b
L
R type
Rechtsausfiihrung
; ; Clamping : i
Stock Dimension (mm) e Shim Wrench Clamp stud
Lager Abmessung St Unterlage | Schliissel Pratze Passstift
Type - Typ ——
RIL a|b|L|h|s]e ’ ~ ( rm ?
— L}
MSRNR/L| 2020K12 | @ | o | 20 | 20 |125| 20 | 22 | 36 DM6x25
2525M12 ° e} 25 25 | 150 | 25 27 36 S12BM WH30L C1RD TM6x17
DM6x30
3225P12 [ ] o 32 25 | 170 | 32 27 36
2525M15 ° e} 25 25 | 150 | 25 27 40
3232P15 [ ] o 32 32 | 170 | 32 35 40 DM6x30 S15BM WH30L C2RD TM8x%21
4032R15 [¢) ¢) 40 32 | 200 | 40 35 40
3232P19 ) e} 32 32 | 170 | 32 35 45
DM8x30X S19BM WH40L C5RD TM10%21
4040R19 o 40 | 40 | 200 | 40 | 43 | 45
4040R2509 | © o 40 40 | 200 | 40 | 43 50 WH40L
DM10x35X S25BM WH50L C6RD TM12x29
4040S2509 | © o 40 40 | 250 | 40 43 50
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung Grauguss Bearbeit. ~ PCBN - PKD
9 I ' Flat Flat
PFim: PV s D“f?u'?leicm HDR{f= =)
T Mt o ]
B o g, o Aoy W ., R A120
EF [ign ) ' DR :
Single- -
insert shape 0 A9 A61 side A62
Schneidplattenform SF T ER |/ s«
E G g Doubleh-'ll
-side
A61 A63
ER ( -
Single-| 3
side
A62 AB3
- |\PI|132RNR/ LRI SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
>
'— *k|
E,ISEFNRI LAy SN**1506** SN**1506** SN**1506** SN**1506** SN**1506**
g_ MSRNR /L**P / R19 SN**1906** SN**1906** SN**1906** SN**1906**
>
'_
MSRNR /L**R / S2509 SN**2509** SN**2509**
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

SN** Toolholder - Halter

Kr:75°
h \q / a
s|.6 XAl b
c) ©)
c e
2 L
O R type
Qo Rechtsausfiihrung
3 _
; . i lamping
o] Stock Dimension (mm) Clsérrlgwg Shim Wrench Clamp stud
< Lager Abmessung Schraube Unterlage | Schlissel Pratze Passstift
o Type - Typ
D [
> R|L|a|b|L h|s]|e - ‘—m ?
c — L}
g MSKNR/L| 2020K12 | @ | @ | 20 | 20 |125| 20 | 25 | 32 DM6x25
(&) 2525M12 ) e} 25 25 | 150 | 25 32 32 S12BM WH30L C1RD TM6x17
o) DM6x30
2 3225P12 [ ] o 32 25 | 170 | 32 32 32
. 2525M15 ® e} 25 25 | 150 | 25 32 28
8) 3232P15 [ ] o 32 32 | 170 | 32 40 38 DM6x30 S15BM WH30L C2RD TM8x21
c 4032R15 | o | o | 40 | 32 | 200 | 40 | 40 | 38
|2 3232P19 ) e} 32 32 | 170 | 32 40 | 45
— DM8x30X S19BM WH40L C5RD TM10%21
E 4040R19 (¢] o 40 40 | 200 | 40 50 45
(&) WH40L
C 404082509 | © o 40 40 | 250 | 40 50 50 DM10x%35X S25BM WH50L C6RD TM12x29
(O]
O
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung  Grauguss Bearbeit. ~ PCBN - PKD
i Flat Flat
DR i"""-‘” HDR ‘
Dou_Jdble T’..‘E - 1 o o/
S A62 ey R A120
DR ..
Sir]gle- -
side
insert shape — A62
Schneidplattenform ER ;""._TI
DoybleE - "'I
-side AG3
NM H ER ‘ -~
Single-| 3
side
A62 AB3
~ hpﬂfzKNR/ Ly SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
>
'— *k|
xf;(NRI LAy SN**1506** SN**1506** SN**1506** SN**1506** SN**1506**
8_ MSKNR /L**P / R19 SN**1906** SN**1906** SN**1906** SN**1906**
>
'_
MSKNR / L**S2509 SN**2509** SN**2509**

@ exstock - ablLager © ondemand - Anfrage
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Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

SN** Tooholder - Halter  (ECHTBRGRINGRAR)
Kr:45°
h a
s
L @ro b
A5
e
L
Dimension (mm) Cfggx‘g Shim Wrench Clamp CIaFr’r;r;i;\Sgti?ttud
Abmessung Schraub Unterlage Schlissel Pratze
Stock chraube
Type - Typ Lager J—
a|b|L|h|s|e ’ " ( m ?
— ]
MSDNN | 2020K12 | e | 20 | 20 [125| 20 | 10 | 35 | DM6x25
2525M12 ° 25 25 | 150 | 25 | 125 35 S12BM WH30L C1RD TM6x17
DM6x%30
3225P12 [ ] 32 25 | 170 | 32 [125| 35
2525M15 [ ) 25 25 | 150 | 25 | 125 | 42
3232P15 e} 32 32 | 170 | 32 16 42 DM6x30 S15BM WH30L C2RD TM8x21
4032R15 o 40 32 | 200 | 40 16 42
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung  Grauguss Bearbeit. ~ PCBN - PKD
! | p—— Flat Flat
DF :,-"1 PM - DD;RI Tﬂ'?. HDR .. - o ‘
-t - ouble | == 2 A
Aso o e A2 S pey R A120
e [ | e
12 \ Single-
insert shape N1 ppi ste W oo
Schneidplattenform SF ""O' ] ER Ti';
Double - |
A60 AG1 | side A63
NM ER |
Single- | .
AB2| Si¢ AB3
& MSDNN**K - M - P12 SN**1204** SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
l—
;J MSDNN**M - P - R15 SN**1506** SN**1506** SN**1506** SN**1506** SN**1506**
a
>
'—
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- Drehen

Turning

Externall DrehwernkzeugenfzugAuRenbearbeitung

TN** Toolholder - Halter
Kr:90°
h a
s (©) b
(7
R type € L
Rechtsausfiihrung
. . i Clamping
Stock Dimension (mm) Clsaépgxwg Shim Wrench Clamp stud
Lager Abmessung o e o, Unterlage | Schlissel Pratze Passstift
Type - Typ
J B o A e
MTGNR/L| 2020K16 | @ | o | 20 | 20 | 125 | 20 | 25 | 33 DM6x25
2525M16 | @ | @ | 25 | 25 | 150 | 25 | 32 | 33 TI6BM | \WiaOL | CIRD | TMsx13
DM6x30 30
3225P16 [ ] [e) 32 25 | 170 | 32 32 33
2525M22 ° [e] 25 25 | 150 | 25 32 35
DM6x30 T22BM WH30L C2RD TM6%x17
3225P22 [ ] o 32 25 | 170 | 32 32 35
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung  Grauguss Bearbeit. PCBN - PKD
DF PM DR HDR Flat Flat
A e Y Double i P » -
B g W, i a0 o, . b
WG DM . DR . .
Wiper 4 S Single- J'(K.\-
PET i N, 'ge Fal—r o
NeaTRehens - o, SO
Schneidplattenform EM /4 ER
Double -
AB8 A7Q| SidcH— 57
A68
[o% *k
> “P"IGGNR' L=KIM] TN™1604** TN™1604** TN**1604** TN**1604** TN**1604** TN**1604**
MTGNR / L**M | P22 TN**2204** TN**2204** TN**2204** TN**2204** TN**2204**
a
>
l—

@ exstock - ablLager © ondemand - Anfrage
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Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

TN** Tooholder - Halter  (ECEmpRGRIMEHENS)
Kr:93° _
h a
s © b
©
93°
e
R type L
Rechtsausfiihrung
. . Clampin Clamping
Stock Dimension (mm) el Shim Wrench Clamp stud
Lager Abmessung o Unterlage | Schlissel Pratze Passstift
Type - Typ
J B[] e A
MTJNR/L 2020K16 | @ | @ | 20 | 20 | 125| 20 | 25 | 32 DM6x25
2525M16 | e | @ | 25 | 25 | 150 | 25 | 32 | 32 TieBM | WH20L 1 cipp | TMsx13
DM6x30 WH30L
3225P16 [ ) 32 25 | 170 | 32 32 32
2525M22 ) [ ) 25 25 | 150 | 25 32 36
DM6x30 T22BM WH30L C2RD TM6%x17
3225P22 (¢] o 32 25 | 170 | 32 32 36
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung  Grauguss Bearbeit. PCBN - PKD
: Flat Flat
DF PM DR HDR
- L, Doutle 4 S Prig N il -
g e SO a7o - e b
WG DM DR . .
- L Single:#{f.__,
pr— —— sSide
insert shape AG8 Bm== AG9 a7
Schneidplattenform EM /4 ER
Double, . #54
AB8 A7o “oE— 7
A68
[o% *k
> “P"::NR’ L=KIM] TN™1604** TN™1604** TN**1604** TN**1604** TN**1604** TN**1604**
MTJNR /L**M | P22 TN**2204** TN**2204** TN**2204** TN**2204** TN**2204**
a
>
|_
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

TN** Toolholder - Halter M-Clamping - M-Haltes

Kr:90° _
h a
S| 90270 ) b
[ e
=] L
= R type
8 Rechtsausfiihrung
[
3 _
. . g lamping
o] Stock Dimension (mm) Clsag’lgwg Shim Wrench Clamp stud
g Lager Abmessung o Unterlage | Schlissel Pratze Passstift
st Type - Typ
(@]
> R|L|a|b|L| h|s]| e & r:m ?
£
g MTFNR/L 2020K16 | @ | @ | 20 | 20 | 125| 20 | 25 | 32 DM6x25
[ 2525M16 | @ | o | 25 | 25 | 150 | 25 | 32 | 32 Ti6BM | \WaOL | CIRD | TMsx13
i) DM6x30 30
2 3225P16 [ [e) 32 25 | 170 | 32 32 32
. 2525M22 ) o 25 25 | 150 | 25 32 36
DM6x30 T22BM WH30L C2RD TM6%x17
8’ 3225P22 | @ | O | 32 | 25 [170| 32 | 32 | 36
c
—
-]
=
©
s
()
C
)
O
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung Grauguss Bearbeit. ~ PCBN - PKD
DF : DR HDR Flat Flat
ALY, Double% Ay ; (]
E— 68 A69| % azo -, a7 Oe—
WG DR =
Wiper_,__!____L Sir]gle- ."\!.J\'
siae _
insert shape AB8 AB9 A71
Schneidplattenform ER
Double -
A8 A70| idc 7
A68
o *k
'z\ |\PI|;|'6FNR/L Al TN**1604** TN**1604** TN**1604** TN**1604** TN**1604** TN**1604**
MTFNR / L**M | P22 TN**2204* TN**2204** TN**2204** TN**2204** TN**2204**
a
>
'_

@ exstock - ablLager © ondemand - Anfrage
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V/N** Toolholder -

MVVNN
Kr:72°30"

Halter

=

Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

-

S
R GO b o
72°30'
e
L
Dimension (mm) Cfggx‘g Shim Wrench Clamp Cla';na;;igsgti?ttud
Abmessung Schraub Unterlage Schliissel Pratze
) Stock chraube
Type - Typ Lager
Lol o = | &
MVVNN | 2020K16 | @ | 20 | 20 | 125 | 20 | 10 | 45 | DM6x25
2525M16 ° 25 | 25 | 150 | 25 | 125| 45
V16BM w:ggt C3RD TM5x13
3225P16 o 32 25 | 170 | 32 | 125 | 45 DM6x%30
3232P16 [e] 32 32 | 170 | 32 16 45
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung PCBN - PKD
DF Flat
- . __. PM ____‘_..-_-.‘_--::__ o
ﬁ A74 . A75 A122
EF DM
<= —_—
insert shape A74 : A75
Schneidplattenform SF EM
A74 g A75
NF NM
e i
A74 A75
& MVVNN**K/M /P16 VN**1604** VN**1604** VN**1604**
|_
[
o
>
|_
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

V/N** Toolholder - Halter M-Clamping - M-Haltey

Kr:93°
h ©
s Qo
o
[
=
O R type L
Qo Rechtsausfiihrung
©
() . . : Clamping
o Stock Dimension (mm) C';[}‘gx’g Shim Wrench Clamp stud
< Lager Abmessung o e o, Unterlage | Schlissel Pratze Passstift
g Type - Typ
& R|L|a|b|L|h|s| e ’ - ( rm ?
L
g MVJNR/L| 2020K16 | @ | @ | 20 | 20 |125| 20 | 25 | 45 DM6x25
() 2525M16 ) ° 25 | 25 | 150 | 25 | 32 | 45 WH20L
L)) V16BM WH30L C3RD TM5%13
2 3225P16 o o 32 25 | 170 | 32 32 45 DM6x30
. 3232P16 ) [ ) 32 | 32 | 170 | 32 | 40 | 45
(®)]
L
[
—
-}
=
©
—
(0]
C
(O]
©)
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing PCBN - PCD
Anwendung Schlichten Mittlere Bearbeitung PCBN - PKD
DF r— PM e Flat S
ﬁ A74 A75 A122

EF DM -

insert shape A74 A75
Schneidplattenform SF EM g
E A74 A75
A74 A75
2 MVINR/L*K/M/
> *k *k *% *k >k ok
2 p16 VN**1604 VN**1604 VN**1604
[
o
>
(-

@ exstock - ablLager © ondemand - Anfrage
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VWN** Toolholder - Halter

Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

Kr:95° -
h a
b
L
R type
Rechtsausfiihrung
i i Clamping . Clamping
Stock Dimension (mm) S Shim Wrench Clamp stud
Lager Abmessung Schraube Unterlage | Schlissel Pratze Passstift
Type - Typ
R L al|b|L|h|s]|e ’ a ( ‘—.m ?
MWLNR/ L| 2020K06 ° ® | 20 | 20 | 125 | 20 | 25 | 30 DM6x25 WH20L
W06BM WH30L C1RD TM5%13
2525M06 ° ® | 25 | 25 | 150 | 25 | 32 | 30 DM6x30
2020K08 [} ° 20 20 | 125 | 20 25 30 DM6x25
2525M08 ° ® | 25 | 25 | 150 | 25 | 32 | 35
WO08BM WH30L C1RD TM6%x17
3525P08 ¢} e} 32 25 | 170 | 32 32 35 DM6x30
3232P08 ° ) 32 | 32 | 170 | 32 | 40 | 35
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Cast iron machining
Anwendung Schlichten Mittlere Bearbeitung Schruppen Grauguss Bearbeit.
DF PM FY DR <.
_!‘_ - Double ,'H_, . Flat -
e N == A78| S A79 s A79
we o DM
Wiper e ‘:I-H-..H.
g AT6 L= =] A78
insert shape SF é EM A
Schneidplattenform AT7 — A78
EF : NM a
- AT7 AT79
NF ﬂ
— A77
2 MWLNR/L*K/M06 WN**0604** WN**0604** WN**0604** WN**0604**
'_
;D I\PII(\)I;LNR/ LAy WN**0804** WN**0804** WN**0804** WN**0804**
S
|_

A183
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

RN** Toolholder - Halter M-Clamping - M-Haltes

MRGNR/ L

s @ﬂ b
e ~—

L
R type
Rechtsausfuihrung
p . Applicati i Clamping
Stock Dimension (mm) s Clamping Shim | Wrench | Clamp stud
Lager Abmessung Wendeschneid- | SCrew | Unterlage | Schliissel | Pratze | Passstift
platten Schraube
Type - Typ —
5 o O )
R L a b L h s e
- -’ 0
MRGNR/L| 2020K12 | o | o | 20 | 20 125 | 20 | 25 | 32 DM6x25
2525M12 | Oo | o | 25 | 25 [150 | 25 | 32 | 32 | Ryw1204*
R12BM | WH30L C1RD | TM6%17
3225P12 | o | o | 32| 25 | 170 | 32 | 32 | 32 A80| DMBx30
3232P12 ) [¢) 32 | 32 | 170 | 32 | 40 | 32

()]
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RN** Toolholder - Halter M-Clamping - M-Haltey

h a
S'L z \/
e
L
. . Applicati f Clamping
Dimension (mm) b Clsagpep\:&wg Shim Wrench | Clamp stud
Abmessung Wendeschneid- | o 4" | Unterlage | Schiiissel | Pratze | Passstift
Type - T Stock platten
yp yp Lager ,i\
N’ -’ L
MRDNN | 2020K12 | o | 20 | 20 |125| 20 | 10 | 35 DM6x25
2525M12 | o | 25 | 25 | 150 | 25 |[125| 35 | RNeqo04n
R12BM WH30L C1RD TM6%17
3225P12 o 32 | 25 | 170 | 32 |125| 35 A0l DM6x30
3232P12 ¢) 32 | 32 | 170 | 32 16 | 35

@ exstock - ablLager © ondemand - Anfrage
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CC** Toolholder -

SCACR/ L

Halter

Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

Kr:90°
h a
s| @ b
90/
e
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schlissel
Type - Typ
R|L|a|b|L|h|s]|e v >/
SCACR/L| 1010E06 | @ | @ | 10 | 10 | 70 | 10 |10.5| 10 | I60M2.5%6.5 WTO7IP
1212F09 ° ° 12 | 12 | 80 | 12 |127| 16 160M3.5x8 WT15IP
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Cast iron machining PCBN/PCD
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen Alu Bearbeitung  Grauguss Bearbeit. inserts/WSP
SF HF f HM ¢ HR iz LH »
& s ® " . ") (oK)
=y = M= — S
insert shape A84 A84 A85 A86 A86 A86 A123
Schneidplattenform EF EM .
A85 A85
SCACR/ L**E06 CC**0602** CC**0602** CC**0602** CC**0602** CCGX 0602** CC** 0602** CC** 0602**
SCACR/ L**F09 CC*09T3* CC**09T3** CC**09T3** CC*09T3* CCGX 09T3** CC** 09T3* CC** 09T3*

Type - Typ

A185
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

CC** Toolholder - Halter 'S-Clamping - S-Halter

Kr:95°
h a *
b
s
1@
= 959 y'd
S & L
:'q_-; R type
o) Rechtsausfiihrung
[
5
Stock Dimension (mm) Screw Shim im Wrench
g Lager Abmessung Schraube Unterlage Scr%Vé,hlrJanJgglage Schliissel
o Type - Typ
=) RiL|a|b|L|h|s]|e v n @ L} y/
2
D SCLCR/L| 0808D06 | @ | @ | 08 | 08 | 60 | 08 | 10 | 10
160M2.5%6.5 — — WTO7IP
g 1010E06 | @ | ® | 10 | 10 | 70 | 10 | 12 | 10
Lo 1212F09 | @ | @ | 12 | 12 | 80 | 12 | 16 | 16
<_( 160M3.5%8 — — WT15IP
1616H09 ° ° 16 | 16 | 100 | 16 | 20 | 16
2020K12 ° ° 20 | 20 [ 125 | 20 | 25 | 25
8) WT15IP
5 2525M12 [} ° 25 25 | 150 | 25 32 26 160M4x11X C12BS SM6x10XA
E WH40L
S 3225P12 ° ° 32 | 25 [ 170 | 32 | 32 | 26
=
©
—
(&)
C
(O}
©)
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Cast iron mach. PCBN - PCD
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen Alu Bearbeitung Gusseis. Bearb. PCBN - PKD
SF HF p HM HR LH Flat Flat
b I I f [
B SsS "s s & &
-] = —
insert shape A84 A84 A85 A86 A86 A86 A123
Schneidplattenform EF EM
A85 A85
[y
|2‘ SCLCR/ L**D | E06 CC** 0602** CC** 0602** CC** 0602** CC** 0602** CCGX 0602** CC** 0602** CC** 0602**
SCLCR/L*F/H09 CC** 09T3** CC** 09T3** CC** 09T3** CC** 09T3** CCGX 09T3* CC** 09T3* CC** 09T3**
[
E g% RIS L CC** 1204** CC** 1204** CC** 1204** CCGX 1204** CC** 1204** CC** 1204**

@ exstock - ablLager © ondemand - Anfrage
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DC** Toolholder -

SDACR/ L

Halter

Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

Kr:90°
h a
‘ "
s (@) b \/\ ‘
90) ‘ |
2 l .
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Shim Sl Wrench
Lager Abmessung Schraube Unterlage Scresv(v;hlrJanJgrelage Schlissel
Type - Typ
R|L|a|b | L | h|s]|e v -y @ L} /
SDACR/L| 1010E07 | @ | @ | 10 | 10 | 70 | 10 |10.5| 15 | I60M2.5%6.5 — — WTO7IP
1212F11 ° ) 12 | 12 | 80 | 12 |125]| 15 160M3.5x8 — — WT15IP
WT15IP
1616H11 [ ] [ 16 16 | 100 | 16 | 16.7 | 24 160M3.5x12 D11BS SM5x%8.65XA WH35L
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Castiron mach. PCBN - PCD
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. ~ Schruppen  Alu Bearbeitung Gusseis. Bearb. PCBN - PKD
SF HF HM -+ HR 4 LH = .. Flat Flat
4 & r
L L& O & -
insert shape A88 A88 A90 A90 A90 A124
Schneidplattenform EF EM
A89
% SDACR/ L**E07 DC** 0702** DC** 0702** DC** 0702** DCGX 0702** DC**0702** DC**0702**
'_
"D SDACR/L**F / H11 DC** 11T73** DC** 1173** DC** 11T3** DC** 11T3** DCGX 11T3* DC** 1173** DC** 11T3**
S
|_
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

DC** Toolholder - Halter 'S-Clamping - S-Halter

Kr:93°
h a
s b
[®)
= 53/
S L
:'G_-; R type
o) Rechtsausfiihrung
[
5
Stock Dimension (mm) Screw Shim im Wrench
E Lager Abmessung Schraube Unterlage Scr%vghyanutggage Schlissel
o Type - Typ
=) RiL|a|b|L|h|s]|e v ~y w y/
2
D SDJCR/L| 1010E07 | @ | @ | 10 | 10 | 70 | 10 | 12 | 15
g 1212F07 ) ° 12 | 12 | 80 | 12 | 16 | 15 160M2.5%6.5 — — WTO7IP
o) 1616H07 | @ | @ | 16 | 16 | 100 | 16 | 20 | 18
< 1616H11 [} ® 16 16 | 100 | 16 20 24
2020K11 ° ° 20 | 20 | 125 | 20 | 25 | 24
2 I60M3.5%12 D11BS SM5x8.65XA Wiy
= 2525M11 ° ° 25 | 25 | 150 | 25 | 32 | 29
S 3225P11 ° ° 32 | 25 | 170 | 32 | 32 | 29
~
©
—
()
C
()
©)
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Cast iron mach. PCBN - PCD
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen  Alu Bearbeitung Gusseis. Bearb. PCBN - PKD
SF HF HM -~ HR - LH o . Flat Flat
4 & y
Vol - G- - VR
insert shape A88 A88 A89 A90 A90 A90 A124
Schneidplattenform EF EM
A89 A89
S SDJCR /L**E/F /| HO7 DC**0702** DC** 0702** DC**0702** DCGX 0702* DC** 0702** DC** 0702**
g?{jCR JSL DC** 11T3* DC** 11T3** DC*™*11T3** DC*™*1M1T3** DCGX 11T3** DC** 11T3** DC** 11T3**
a
>
'_

@ exstock - ablLager © ondemand - Anfrage
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Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

DC** Toolholder - Halter  EiClaTBGIISHANE)
Kr:62°30"
Ji= : T -
S_L§ b
62°30’ \,
: L
Dimension (mm) Screw Shim ScrewSBith]erla - Wrench
Abmessung Schraube Unterlage Sl 9 Schliissel
T ST Stock
ype yp Lager
Lo v | W
SDNCN | 1010E07 | e | 10 | 10 | 70 | 10 | 5 | 20
160M2.5%6.5 — — WTO7IP
1212F07 ) 12 | 12 | 80 | 12 6 20
1212H11 [} 12 12 | 100 | 12 6 30 160M3.5%8 — — WT15IP
1616H11 ) 16 | 16 | 100 | 16 8 30
2020K11 | e | 20 | 20 |125| 20 | 10 | 30 | 160M3.5x12 D11BS SM5%8.65XA Whisar
2525M11 ° 25 | 25 | 150 | 25 | 125 | 30
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Castiron mach. PCBN - PCD
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. ~ Schruppen  Alu Bearbeitung Gusseis. Bearb. PCBN - PKD
SF HF z HM -+ HR ; LH o . Flat Flat
} ., 7 7 4
@ g "—/ —./ w =
insert shape A88 A88 A89 A90 A90 A90 A124
Schneidplattenform EF EM
A89 A89
S SDNCN*E/ F07 DC**0702** DC** 0702** DC**0702** DCGX 0702** DC** 0702** DC** 0702**
'_
1;3 SDNCN**H/ K/ M11 DC** 11T3** DC** 11T3* DC*11T3** DC*11T3** DCGX 11T3** DC** 11T3** DC** 11T3**
S
|_
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- Drehen

Turning

Externall DrehwernkzeugenfzugAuRenbearbeitung

\/B** Toolholder - Halter
Kr:93° h \_.r a
g F 4
s b
®
939 \/
e L -
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Shim il Wrench
Lager Abmessung Schraube Unterlage Scr%vghyanutg;lage Schlissel
Type - Typ
RlL|la|b|L | h | s]|e v _ @ L} y/
SVJBR/L| 1212F11 | @ | @ | 12 | 12 | 80 | 12 | 16 | 27
1616H11 ) ° 16 | 16 | 100 | 16 | 20 | 27
160M2.5%6.5 —_ — WTO7IP
2020K11 [} ° 20 20 | 125 | 20 25 27
2525M11 ) ° 25 | 25 | 150 | 25 | 32 | 27
1616H16 ° ° 16 | 16 | 100 | 16 | 20 | 36
2020K16 [} ° 20 20 | 125 | 20 25 41 WT15IP
160M3.5%12 V16BS SM5x8.65XA WH35L
2525M16 ° ° 25 | 25 | 150 | 25 | 32 | 41
3225P16 [} ° 32 25 | 170 | 32 32 41
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Cast iron mach. PCBN - PCD
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen Gusseis. Bearb. PCBN - PKD
SF EF HM HR _ Flat Flat
- e e B P o
A108 A108 A109 A109 A109 A126
HF EM
insert shape e W _ @
Schneidplattenform
A108 A109
e
A108
Q SVJBR/L*™F/H/K/ - o " x o o
|3 M11 VB**1102 VB**1102 VB**1102
ngBRIL LS VB**1604** VB**1604** VB**1604** VB**1604** VB**1604**
a
>
|_

@ exstock - ablLager © ondemand - Anfrage
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Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

VB** Tooholder - Halter @ CEMBROIISHER
Kr:90°
h a
s %
® b
2/ A
e
L 4,
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Shim il Wrench
Lager Abmessung Schraube Unterlage ScreSVéhyanJggage Schlissel
Type - Typ
R|L|a|b|L|h|s]|e w - @ L} y/
SVABR/ L| 1010F11 10 | 10 | 80 | 10 I60M2.5%6.5 — — WTO7IP
1616H16 ° ° 16 | 16 | 100 | 16 | 16.5| 28
2020K16 [} ° 20 20 | 125 | 20 | 205 | 28 160M3.5%12 V16BS SM5x8.65XA qu;gf
2525M16 ) ° 25 | 25 | 150 | 25 | 255 | 28
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Cast iron mach. PCBN - PCD
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen Gusseis. Bearb. PCBN - PKD
SF EF HM HR Flat Flat
S e e wa® s el )
A108 A108 A109 A109 A109 A126
HF EM
insert shape -
Schneidplattenform LS
A108 A109
NF
A108
S SVABR /L**F11 VB**1102** VB**1102** VB**1102**
SR LY VB**1604** VB**1604** VB**1604** VB**1604** VB**1604**
o M16
a
>
'_
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A192

Turning

- Drehen

Externall DrehwernkzeugenfzugAuRenbearbeitung

\V/B** Toolholder -

SVVBN

Halter

Kr:72°30"
a
_“\F"J-—_e._
b
) l h
Dimension (mm) Screw Shim Sl Wrench
Abmessung Schraube Unterlage Scr%W’humgrlage Schliissel
i Stock chraube
Type - Typ Lager
a|b|L|h|s|e v — w y/
SVVBN | 1212F11 . 12 |12 | 80 | 12 | 6 | 27
1616H11 ° 16 | 16 | 100 | 16 8 27 160M2.5%6.5 — — WTO7I1P
2020K11 [ ] 20 20 | 125 | 20 10 30
1616H16 ) 16 | 16 | 100 | 16 8 33
2020K16 | e | 20 | 20 |125| 20 | 10 | 33 | 16OM3.5%12 V16BS SM5%8.65XA hioar
2525M16 ° 25 | 25 | 150 | 25 | 125 | 38
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Cast iron mach. PCBN - PCD
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen Gusseis. Bearb. PCBN - PKD
SF EF HM HR Flat Flat
& = <S5 O =S &
A108 A108 A109 A109 A109 A126
HF EM
insert shape - @
Schneidplattenform
A108 A109
g2
A108
% SVVBN**F / H/ K11 VB**1102** VB**1102** VB**1102**
o
"D SVVBN**H / K/ M16 VB**1604** VB**1604** VB**1604** VB**1604** VB**1604**
S
|_

® ex stock - ab Lager

O ondemand - Anfrage




Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

\/ C** Toolholder - Halter
Kr:72°30'
a
_“\F"J-—_e._
b
l N
Dimension (mm) Screw Shim Sl Wrench
Abmessung Schraube Unterlage Scr%v;,hlrJanJgglage Schliissel
Type - Typ Stock
Lager
a|b|L|h|s|e v — w y/
SVVCN | 1212F11 . 12 |12 | 80 | 12 | 6 | 27
1212M11 [ ) 12 12 | 150 | 12 6 27
1616H11 [ 16 16 | 100 | 16 8 27 160M2.5%6.5 — — WTO7IP
2020K11 ] 20 20 | 125 | 20 10 30
2525M11 [ ) 25 25 | 150 | 25 | 125 38
1616H16 ° 16 16 | 100 | 16 8 33
2020K16 | e | 20 | 20 | 125| 20 | 10 | 33 | 160M3.5%12 V16BSC SM5x8.65XA Whisar
2525M16 [ ] 25 25 | 150 | 25 | 125 | 38
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Al machining PCBN - PCD
Anwendung Feinbearbeitung Schlichten Alu Bearbeitung PCBN - PKD
SF HF LH ) Flat
@ _® __ <™ e
insert shape A106 A106 A107 A126
Schneidplattenform NF
A106
o Fek |
S SVVCN"F/HIK/ VC1103™ VG103 VCGX1103**
= M1
SVVCN**H/ K/ M16 VC**1604** VCGX1604** VC**1604**
a
>
'_

A193
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

\/ C** Toolholder - Halter 'S-Clamping - S-Halter

Kr:93° \—I
h a J"'.n
7 -
s b
®
o
o 939 \/
[ e \ -
-}
= R type L
8 Rechtsausfiihrung
[
3
Stock Dimension (mm) Screw Shim im Wrench
g Lager Abmessung Schraube Unterlage Scr%vghyanutg;lage Schlissel
o Type - Typ
o R|L|al|b|L|h|s]|e v —_— @ ) y/
2
o SVJCR/ L| 1010E11 10 | 10 [ 70 | 10 | 12 | 22
g 1212F11 | o | o |12 | 12 | 80 | 12 | 16 | 27
o)) 1616H11 [} ° 16 16 | 100 | 16 20 27 160M2.5%6.5 — — WTO7IP
< 2020K11 [} ® 20 20 | 125 | 20 25 27
o 2525M11 ) ° 25 | 25 | 150 | 25 | 32 27
g 1616H16 [} ° 16 16 | 100 | 16 | 20 36
S 2020K16 ° ° 20 | 20 | 125 | 20 | 25 | 41
=
— 2020M16 [ ] [ ) 20 20 | 150 | 20 25 41 160M3.5%x12 V16BSC SM5x8.65XA V\/\\I/L135IP
o 5L
o 2525M16 | @ | ® | 25 | 25 | 150 | 20 | 32 | 41
C
() 3225P16 32 25 | 170 | 32 32 41
©)
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Al machining PCBN - PCD
Anwendung Feinbearbeitung Schlichten Alu Bearbeitung PCBN - PKD
SF HF LH ) Flat
@ = > -
insert shape A106 A106 A107 A126
Schneidplattenform NF
A106
& SVJCR/L*E/F/H/K/M11 VC**1103** VC**1103** VCGX1103**
'—
SVJCR/L*H/K/M /P16 VC**1604** VCGX1604** VC**1604**

Type

@ exstock - ablLager © ondemand - Anfrage
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SC** Toolholder -

SSBCR/ L
Kr:75°

Halter

Turning

[El

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

>

SJ_@ b
~75
& L
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Shim Sl Wrench
Lager Abmessung Schraube Unterlage Scresv(v;,thJanL:grelage Schlissel
Type - Typ )
R|L|a|b|L|h|s]|e w ~ w ‘1/
—

SSBCR/L| 1212F09 | @ | @ | 12 | 12 | 80 | 12 | 11 | 16 I60M3.5x8 — — WT15IP
1616H09 [} ) 16 16 | 100 | 16 13 16 160M3.5x8 S09BS SM5x%8.65XA \\l/VV-:-I1355IE
2020K12 ° ° 20 20 | 125 | 20 17 25 160M4x11X S12BS SM6x10XA \\//VVL1450IE

SC** Toolholder - Halter
Kr:45° [
h a
s
il ©> b
£
e
L
Stock Dimension (mm) Screw Shim Shim Wrench
Lager Abmessung Schraube Unterlage ScresvghlrJanJggage Schlissel
Type - Typ )
alb | L lh|s|e w ~ w ) /
——
SSDCN | 1212F09 ° 12 | 12 | 80 | 12 | 6 |155| 160M3.5x8 — — WT15IP
1616H09 [ ] 16 16 | 100 | 16 8 15.5 160M3.5%12 S09BS SM5x8.65XA WT15IP
WH35L
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Al machining Cast iron machining
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Alu Bearbeitung Gusseisen Bearbeit.
HF - e HM 7 HR / LH po—— Flat
) = (] Y L
insert shape \e— A94 A94 N— A95 e A95 — A95
Schneidplattenform EF '
A94 A94

% SSBCR/L**F /| H09 SC**09T3** SC**09T3** SC**09T3** SCGX09T3** SC**09T3**

|_

z;: SSBCR/L**K12 SC**1204** SC**1204** SCGX1204** SC**1204**

o

,2‘ SSDCN**F / HO9 SC**09T3** SC**09T3** SC**09T3** SCGX09T3** SC**09T3**

A195
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

SC** Toolholder - Halter

Kr:75°
h “ a
o b
s| sl
(@)} e
[ L
=]
= R type
g Rechtsausfiihrung
@® Stock Dimension (mm) Screw Shim Sl Wrench
8 Lager Abmessung Schraube Unterlage Scresv(v;,thJanL:grelage Schlissel
< Type - Typ )
o R|L|a|b|L|h|s]|e w ~ w (
e —
& SSKCR/L| 1616H09 | e | e | 16 | 16 | 100 | 16 | 20 | 13 | 160M3.5x12 S09BS SM5x8.65XA | \yliF
‘©
£
()
o)
<
(®)]
= SSSCR/L
[
= Kr:45° Hﬁ
) h a
=
©
—
[} s /@> b
c L -
O] 45 -
Q) E L
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Shim Sl Wrench
Lager Abmessung Schraube Unterlage Scr%vg,hganjggage Schlissel
Type - Typ
R|L|a|b|L|h|s]|e v ~ w ‘1/
—
SSSCR/L| 1616H09 | @ | @ | 16 | 16 | 100 | 16 | 17 | 16 | 160M3.5%12 — — WT15IP
2020K12 ° [ ] 20 20 | 125 | 20 21 24 160M4x 11X S12BS SM6%x10XA \\IIVVL1450|E
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Al machining Cast iron machining
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Alu Bearbeitung Gusseisen Bearbeit.
HF ; HM . 2 HR 3 LH e Flat
_“_ : ' (7 () o
insert shape L A94 A94 B A5 — A95 —_— s
Schneidplattenform EF .
A94 A94
S SSKCR/L**H09 SC**09T3** SC**09T3** SC**09T3** SCGX09T3** SC**09T3**
t;J SSSCR/L**H09 SC**09T3** SC**09T3** SC*09T3** SCGX09T3** SC**09T3**
o
|3' SSSCR/L**K12 SC**1204** SC**1204** SCGX1204** SC**1204**

@ exstock - ablLager © ondemand - Anfrage
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Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

TC** Tookholder - Halter ~ ECiRpRGIISHARR
Kr:90°
! : .
s b
oo
e L
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schliissel
Type - Typ
R|L|a|b|L|h|s]|e w >/
STACR/ L‘ 1212F11 | @ | @ | 12 | 12 | 80 | 12 |125| 14 | 160M2.5%6.5 WT07IP
Kr:91°
|| : e O
b
_ S
% r 9
e
L
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Shim il Wrench
Lager Abmessung Schraube Unterlage ScreSvghyanJggage Schliissel
Type - Typ a
RIL|a|b|L|h|s]|e w -~ m <
—
1212F11 ® [ 12 12 80 12 16 14
STFCR/L 160M2.5%6.5 — — WTO7IP
1616H11 ® ° 16 16 | 100 | 16 20 14
1616H16 ® ° 16 16 | 100 | 16 20 19 WT15IP
160M3.5%12 T16BS SM5x8.65XA WH35L
2020K16 ® ° 20 20 | 125 | 20 25 19
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Al machining Cast iron PCBN/PCD
Anwendung Feinbearbeitung  Schlichten Mittlere Bearbeit. = Schruppen  Alu Bearbeitung machining inserts/WSP
SF HF HM HR LH A Flat Flat
(=] = - y{ N - =Y
jh=— =] A — |
insert shape A98 A99 A101 A101 A101 A102 A125
Schneidplattenform EF ! EM
A100 A100
S STACR / L**F11 TC**1102** TC**1102* TC**1102* TC**1102* TCGX1102** TC**1102** TC**1102**
t-u STFCR/L**F/ H11 TC**1102** TC*1102** TC**1102** TC**1102** TCGX1102** TC**1102** TC*1102**
o
|3 STFCR/L**H /K16 TC**16T3** TC**16T3** TC*16T3** TCGX16T3** TC**16T3** TC**16T3**
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

TC** Toolholder - Halter 'S-Clamping - S-Halter

- o
Kr:91 —
h a
s b
= ©
2 oL
> = L
:'G_-; R type
o) Rechtsausfiihrung
[
5
Stock Dimension (mm) Screw Shim im Wrench
E Lager Abmessung Schraube Unterlage Scresv(v;hlrJanJgrelage Schlissel
o Type - Typ
: ispjtinslc W A P Ty
-
D STGCR/L| 0808D09 | @ | @ | 08 | 08 | 60 | 8 | 10 | 11
160M2.2x5.5 — — WTO6IP
g 1010E09 | @ | ® | 10 | 10 | 70 | 10 | 12 | 11
=2 1212F11 e | e | 12|12 |80 | 12 | 16 | 14
<—E 160M2.5%6.5 — — WTO7IP
1616H11 ° ° 16 | 16 | 100 | 16 | 20 | 16
2020K16 ° ° 20 | 20 | 125 | 20 | 25 | 21
> 160M3.5x12 T16BS SM5x8.65XA Whaar
— 2525M16 ° ° 25 | 25 | 150 | 25 | 32 | 21
=
-]
=
©
—
(&)
C
(O}
O
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Al machining Cast iron PCBN/PCD
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen Alu Bearbeitung machining inserts/WSP
SF HF HM HR LH A Flat Flat
7] 0 - LN - =Y
T ] | T — |
insert shape A98 A99 A101 A101 A101 A102 A125
Schneidplattenform EF EM
A100 A100
S STGCR/L**D/ E09 TC**0902** TC**0902** TC**0902** TC**0902** TCGX0902** TC**0902** TC**0902**
&; STGCR/L**F/ H11 TC**1102** TC**1102** TC*1102** TC**1102** TCGX1102** TC*1102** TC**1102**
o
|2- STGCR/L*K/ M16 TC*16T3** TC*16T3** TC*16T3** TCGX16T3** TC*16T3** TC*16T3**

@ exstock - ablLager © ondemand - Anfrage
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Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

TC** Toolholder - Halter ~ EClampiIGIISHANE)
Kr:60°
h a
s| b
©
60
& L
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Shim Sl Wrench
Lager Abmessung Schraube Unterlage Scresv(v;hlrJanJg(relage Schlissel
Type - Typ
lilartns s A W Ty
STTCR/L| 1616H11 | @ | @ | 16 | 16 | 100 | 16 | 13 | 14 | 160M2.5%6.5 — — WTO7IP
1616H16 ) 16 16 | 100 | 16 13 19 WT15IP
160M3.5x12 T16BS SM5x8.65XA
2020K16 | @ | @ | 20 | 20 |125| 20 | 17 | 19 WH35L
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Al machining Cast iron PCBN/PCD
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen Alu Bearbeitung machining inserts/WSP
SF HF HM HF LH A Flat Flat
[ 0 - LN - -
T ' ' _
insert shape A98 A99 A101 A101 A101 A102 A125
Schneidplattenform EF EM
A100 A100
S STTCR/L**H11 TC**1102** TC**1102** TC**1102** TC**1102** TCGX1102** TC**1102** TC**1102**
. STTCR/L**H/ K16 TC**16T3** TC*16T3** TC*16T3** TCGX16T3** TC*16T3** TC**16T3**
a
>
|_
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

WC™* Toolholder - Halter 'S-Clamping - S-Halter

SWACR/ L
Kr:90°

L
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schlissel

Type - Typ
RLabthev >/

SWACR/L| 1010E04 | @ | @ | 10 [ 10 | 70 | 10 105 10
I60M2.5%6.5 WTO7IP
1212F04 | o | o | 12 | 12 | 80 | 12 |12.0| 14
1616H06 | @ | @ | 16 | 16 | 100 | 16 [165| 20 I60M3x7 WT10IP
2020K08 | ® | @ | 20 | 20 | 125| 20 |20.5| 24 | 160M3.5x12 WT15IP
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Applicable insert
Wendeschneidplatten

Application Finishing
Anwendung Schlichten

53
insert shape ./J_‘/..\'-.
-

Schneidplattenform
A111

S SWACR /L*E / F0O4 WC*X0402**
t'D SWACR / L**H06 WC*X06T3**
o

= SWACR / L**K08 WC*X0804**

@ exstock - ablLager © ondemand - Anfrage
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SRDCN

RC** Toolholder -

Halter

Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

| a "\‘
O] b :
- \/
! Ny
Dimension (mm) Screw Shim ScrewSBirrRerla - Wrench
Abmessung Schraube Unterlage y 9 Schltissel
Stock Schraube
Type - Typ Lager
a b S RSN w g Qﬂ y/
SRDCN | 1616H08 ° 16 | 16 | 100 | 16 | 8 | 16 160M3x7 — — WT10IP
1616H10 16 16 | 100 | 16 8 25
2020K10 20 20 | 125 | 20 10 25 160M3.5%x10 — — WT15IP
2525M10 ) 25 25 | 150 | 25 |125| 25
2020K12 ) 20 20 | 125 | 20 10 35
2525M12 [ ) 25 25 1150 | 25 |125| 35 160M3.5%x12 R12BS SM5x8.65XA \\//VV-II:|1355|E
3225P12 ° 32 25 | 170 | 32 | 125 35
3225P16 [ ] 32 25 | 170 | 32 |125| 35
3232P16 | e | 32 | 32 | 170 | 32 | 16 | 40 | 160Md4x15X R16BS SMBx10XA e
4040S16 [ ) 40 40 | 250 | 40 20 50
Applicable insert
Wendeschneidplatten
Application Semi-Finishing Roughing Al machining Roughing
Anwendung Mittlere Bearbeitung Schruppen Alu Bearbeitung Schruppen
LH Basic
insert shape ',’a' e ) '/Fi\'
Schneidplattenform w w
A92 A92 A92 A93
o SRDCN**H08 RCMT0803MO RCMT0803MO RCGX0803MO-LH RCMT0803MO
>
= SRDCN**H/ K/ M10 RCMT10T3 MO RCMT10T3 MO RCMT10T3 MO
g SRDCN**K/M /P12 RCMT1204 MO RCMT1204 MO RCMT1204 MO
>
= SRDCN**P / $16 RCMT1606 MO RCMT1606 MO RCMT1606 MO

A201
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

RC** Toolholder - Halter 'S-Clamping - S-Halter

h a
b
o L \\-’ &
c ’
=]
:'G_-; R type
o) Rechtsausfiihrung
[
5
Stock Dimension (mm) Screw Shim im Wrench
E Lager Abmessung Schraube Unterlage Scr%vghyanutggage Schlissel
o Type - Typ
) R|L|a|b|L|h|s w 9 w L} y/
<
‘D SRGCR/ L| 1616H08 16 | 16 | 100 | 16 | 20 160M3x7 — — WT10IP
g 1616H10 16 | 16 | 100 | 16 | 20
=2 2020K10 | @ | @ | 20 | 20 [125| 20 | 25 160M3.5%10 — — WT15IP
< 2525M10 [} ® 25 25 | 100 | 25 32
2020K12 ° ) 20 20 | 125 | 20 27
2 160M3.5%12 R12BS SM5%8.65XA VV‘\’,E;;;'E
— 2525M12 [} ° 25 25 | 150 | 25 32
=
>
|_
©
—
(&)
(=
(O}
O
Applicable insert
Wendeschneidplatten
Application Semi-Finishing Roughing Al machining Roughing
Anwendung Mittlere Bearbeitung Schruppen Alu Bearbeitung Schruppen
LH Basic
insert shape @ @
Schneidplattenform w
A92 A92 A92 A93
o SRGCR/L**H08 RCMT0803MO RCMT0803MO RCGX0803MO-LH RCMT0803MO
>
'_
SRGCR/L*H/K/M10 RCMT10T3 MO RCMT10T3 MO RCMT10T3 MO
9 SRGCR/L*™K/M12 RCMT1204 MO RCMT1204 MO RCMT1204 MO
>
|_

@ exstock - ablLager © ondemand - Anfrage
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KNUX** Toolholder -

Halter

Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

Kr:93° BN o
h i a
s| /© b "
T \/r
e
R type L
Rechtsausfiihrung
. . Application Clampin, Shim
Dimension (mm) l?r‘:serts Clamp Pra?zlgrgg'ew Spring stu% g Shim Screw, Wrench
Abmessung Wendeschneid | Pratze Celhrnie Feder | Passstift | Unterlage Unterlage | Schliissel
Stock -platten Schraube
Type - Typ
Lager
alb|L|h|s|le|l - Q > \%@ 7 &= W ‘/
CKJNR | 2525M16 ° 25 | 25 |150| 25 | 32 | 32
3232P16 [ 32 | 32 |170| 32 | 40 | 30 KNUX1604AZ1 C6R1T K16CC
4040R16 ® 40 | 40 |200| 40 | 50 |320 CMBX25A SPR1 PO515 SM3%10B WH20L
WH40L
CKJNL | 2525M16 ° 25 | 25 [150| 25 | 32 | 32 SPR2
KNUX1604**L
3232P16 ° 32 | 32 |170| 32 | 40 | 32 U160 A8 C6L1T K16CCL
4040R16 ° 40 | 40 |200| 40 | 50 | 32
Kr:63° S
" [ : ~\
S
<59 b (
63 L o ' <
R type
Rechtsausfiihrung
. . Applicati - i
Dimension (mm) fhsods | Clamp procamp v | Spring [ClATPING Stud| gy Sy Wrench
Abmessung Wendeschneid- | Pratze S Feder Unterlage Unterlage Schlissel
Stock platten Schraube
Type - Typ Lager
alpiLin|s M ¢ N F &V
2525M16 o 25 | 25 |150| 25 |14.3 * SPR1
CKNNR KNUX16047R C6R1T | CM6%25A P0515 K16CC | SM3x10B
3232P16 | o | 32|32 (170 32 |16.8 AB1 SPR2 WH20L
KNNL | 2525M16 ) 25 | 25 |150| 25 |14.3 * SPR1 WH40L
¢ KNUX16047L C6L1T | CM6%25A P0515 K16CCL | SM3x10B
3232P16 | o | 32|32 (170| 32 [16.8 A1 SPR2

A203
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

CN** Toolholder - Halter C-Clamping - C-Halten

CCLNR/ L
Kr:95°

4

) b
o s J/
C - o
= 95/
O R type L
Qo Rechtsausfiihrung
8 X . Application Clamp . X
Pe) Stock Dimension (mm) inserts Clamp e Wrench Shim Shim screw | Spring
c Lager Abmessung Wengg%?nneld- Pratze Sehyan e Schliissel| Unterlage | Schraube | Feder
2 Type - Typ
o RiLla|b|L|h|s e ,éé’(é@@
()
£
o CCLNR/ L | 2020K12 | @ | 0| 20 | 20 | 125/ 20 | 27 | 32 | CNGN1207 wh2oL | c12cc.07
c (1204*) C1RC | CM6x30B SM3x10B | SPR1
5 2525M12 | @ | @ | 25 | 20 |100]| 25 | 27 | 36 A139 WHA40L | (C12CC-04)
1=y 2525M16 | O | 0| 25 | 25 |150| 25 | 32 | 36 | GNGN160G™
< (1604™) | C2RC | CMBx308 | w300 | C1OCC08 | spaxi28 | sPR3
. 3225P16 |0 | 0 | 32 | 25 |170| 32 | 32 | 36 A139 (16CC-04)
o
£
c
—
S
|_
©
—
(O]
c
(O]
O

TN** Toolholder - Halter C-Clamping - C-Haltep

Kr:93°
b
s
R type L
Rechtsausfiihrung
. . Applicati
Stock Dimension (mm) = Clamp cs:::?'renvs Wrench Shim Shim screw | Spring
Lager Abmessung Wendeschneid- | Pratze | o Schliissel| Unterlage | Schraube | Feder
platten chraube
Type - Typ
RiL|a|b|L|h|s|e O A O ¥V | €&
| —
CTJNR/ L| 2020K16 | 0 | 0 | 20 | 20 [125| 20 | 25 | 30 | TNGN1607** y
J (1604*) C1RC | CM6x%30B w:igt Hggg 8471 SM3x10B | SPR1
2525M16 | o | 0 | 25 | 25 |150| 25 | 32 | 30 A5 ( -04)

@ exstock - ablLager © ondemand - Anfrage
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Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

TN** Toolholder - Halter ~ GCEBRGIICHEE)
Kr:93° _
h a
A, b
*| /65 X2
£ L
R type
Rechtsausflihrung
: 9 Applicati
Stock Dimension (mm) fhsods Clamp g’lc?g"vf Wrench Shim | Shim screw| Spring
Lager Abmessung Wendeschneid- | Pratze | g~ |Schlissel| Unterlage | Schraube | Feder
Type . Typ platten
RIL|a|b|L h|s|e ~ &D ‘/ A vV @
| S—]
TUNR/ L| 2020K12 20 | 20 [125| 20 | 25 | 27
CTUNR/ TNGN1607* WH20L | T16CC-07
2525M16 |0 |0 | 25 | 25 |150| 25 | 32 | 27 (1604**) C1RC | CM6x30B WHA40L | (T16CC-04) SM3x10B | SPR1
A145
DN™* Toolholder - Halter C-Clamping - C-Haltey
Kr:93° _
" ° %’
B
N © b \%
=7 A
L
R type
Rechtsausfihrung
. q Applicati
Stock Dimension (mm) fhserts | Clamp gé?g’v‘v’ Wrench Shim | Shim screw| Spring
Lager Abmessung Wendeschneid- | Pratze | g ~'po | Schiiissel | Unterlage | Schraube | Feder
Type . Typ platten
Ritlaloitinlsie| ) €@ AL | & ¥V |§
CDJNR/ L|2525M15 | @ | @ | 25 | 25 |150| 25 | 32 | 32
DNGN1507** WH20L | D15CC-07
3225P15 |0 |0 | 32 | 25 |170| 32 | 32 | 32 (1504*%) A141 C1RC | CM6x30B WH40L |(D15CC-04) SM3x10B | SPR1
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Turning : Drehen
ExternallturningjtoclsEbrehwernkzeugenfzuyAuRenbearbeitung|

SN** Toolholder - Halter C-Clamping - C-Halten

CSRNR/ L
Kr:75°

>
Q

b
R type L
Rechtsausfuihrung
. . Application
Stock Dimension (mm) F?gsens Clamp |Clamp screw| Wrench Shim Shim screw | Spring
Lager Abmessung Wendeschneid- | Pratze | Schraube | Schliissel | Unterlage | Schraube | Feder

platten

RLabthe_é&"(ﬁW@

Type - Typ

CSRNR/ L|2020K12 | o | o | 20 | 20 |125| 20 | 22 | 32
2525M12 25 | 20 |100| 25 | 27| 32| " (1a0sn | G1RC | CMexsos | WH2OL | S126C07 | gy e | copy
°ol° ( ) s WH40L |(S12CC-04)
3225P12 | 0 |0 | 32 | 25 |170| 32 | 27 | 32
3225P15 | 0 | 0| 32 | 25 | 170 32 | 32 | 40 "
SNGN1SOT™ | worc | cmexaos | VO30 | s15cc-07 | smaxi2s | sPR3
4040R15 | o | o | 40 | 40 |200| 40 | 43 | 40 A143 WHS0L
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[
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SN** Toolholder - Halter C-Clamping - C-Haltey

CSKNR/L
Kr:75°

e
R type L
Rechtsausflhrung
Application
Stock Dimension (mm) r?rr:slerté Clamp CS:L?Q“? Wrench Shim Shim screw | Spring
Lager Abmessung Wendeschneid- | Pratze | g Schliissel| Unterlage | Schraube | Feder
platten chraube
Type - Typ
RIL| a b L | h s e é f ( I—- - W @
|
CSKNR/ L| 2020K12 | 0 | 0 | 20 | 20 |125|20 | 25 | 25 | o\ oo ool | s126607
2525M12 25 | 25 |170| 25 | 32 | 25 S C1RC | CM6x30B SM3x10B | SPR1
°l° (12047 WH40L |(s12CC-04)
3225P12 | 0 | 0 | 32 | 25 |170| 32 | 32 | 25 13
SNGN1507** WH30L
3225P15| o | 0 | 32 | 25 |170| 32 | 32 | 30 A143 C2RC | CM8x30B WH50L S15CC-07 | SM4x12B | SPR3

@ exstock - ablLager © ondemand - Anfrage
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SN** Toolholder -

CSDNN
Kr:45°

Halter

>

Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

s
IO b
45,
e
L
. . Applicat
Dimension (mm) = Clamp g:ar?v‘v) Wrench Shim | Shim screw | Spring
Abmessung Wendeschneid- | Pratze | g~ 1. | Schlissel| Unterlage | Schraube | Feder
Tvoe - T Stock platten
yP yP Lager o
a b L h s e é f ( - W @
| N
DNN |2020K12| o |20 |20 |125|20 | 10 |35
s 2525M12 O 25 | 25 150 | 25 |12.5| 30 SN1G2'\:)L2*97** C1RC | CM6%30B WH20L | $12CC-07 SM3x10B | SPR1
: ( ) ias WH40L |(S12CC-04)
3225P12 [e] 32 | 25 |170| 32 |12.5| 35
RN** Toolholder - Halter C-Clamping - C-Haltey
: . (-
s
('[@). b ‘I/ L
e
L
Applicati
Dimension (mm) e Clamp (s;::?'renve Wrench Shim Shim screw | Spring
Abmessung Wendeschneid- | Pratze | g4 o |Schlissel| Unterlage | Schraube | Feder
Stock platten chraube
DGERE Lager
“
alb|L|h|s e v 4 é f ( n W @
2020K12 o 20 | 20 |125| 20 | 10 | 32
CRONN 2525M12| o | 25| 25 |150| 25 |125] 32| (204" | CIRC | CMexaos | WHOL | RIZCCO7 | o ion | cory
: ( ) e WH4O0L | (R12CC-04)
3225P12 e} 32 | 25 |170| 32 | 125 32
3232P15 o 32 | 32 |170| 32 |17.5| 40 ok WH20L
RNGN1507 C2RC | CM8x30B R15CC-07 | SM3x10B | SPR3
4040R15| © |40 | 40 |200| 40 | 20 | 40 Al46 WHS0L

A207
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Turning
Externall DrehwernkzeugenfzugAuRenbearbeitung

CN** Toolholder -

JCLNR/ L

- Drehen

Halter

Kr:95°
h a
b
s i
L 4
95 J
e
R type L
Rechtsausfuihrung
. . Applicati
Stock Dimension (mm) Fhsods Clamp (53(':?_21\,5 Wrench Shim | Shim screw| Spring
Lager Abmessung Wendeschneid- | Pratze | g4~ [Schiiissel | Unterlage | Schraube | Feder
Type . Typ platten
RiL|a|b|L|h|s]|e V) B AL @V S
-_—
JCLNR/ L| 2020K12 |0 | 0| 20 | 20 [125| 20 | 29 | 32
2525M12 O] 25|25 |150| 25 | 32 | 32 CNGX1207 C1RJ | CM6x30B WH20L C12CC-07 | SM3x10B | SPR1
A140 WH40L
DN** Toolholder - Halter  @ECETBRGEIEHERED
Kr:93° _
h a .
-
b 4
s y ' i
> Ay
93/
R type g L
Rechtsausflihrung
q . Applicati .
Stock Dimension (mm) fhsets | Clamp Clamp | wrench | shim Shim | spring
Tyee - T Lager Abmessung Wengg?g:‘neld— Pratze Schraube Schliissel | Unterlage SevEnih Feder
RiL|a|b|L|h|s|e \/ B AL & V| S
JDJNR/ L|2525M15 | 0 |0 | 25 | 25 |150| 25 | 32 | 38
3225P15 |0 |0 | 32 | 25 |170| 32 | 32 | 38 DNGX15O7A141 C1RJ | CM6x30B w:igt D15CC-07| SM3x10B | SPR1

® ex stock - ab Lager

A208

O ondemand - Anfrage




SN** Toolholder -

JSDNN

Halter

Turning

= Drehen
ExternallturningftoolsEDrehwerkzeugentzugAuenbearbeitiing

Kr:45° _
@ ~'\
s -
SOy b |
s
£ L
. . Application
Dimension (mm) b Clamp (S:L?,g‘ve Wrench Shim | Shim screw | Spring
Abmessung Wendeschneid- | Pratze Schltssel | Unterlage | Schraube | Feder
T . T Stock platten Schraube
ype yp Lager v
alblL|n e l\/l é f ( 0 W @
JSDNN | 2020K12| o |20 |20 |125| 20 40
2525M12 ¢} 25 | 25 |150| 25 |12.5| 40 SNGX1207A142 C1RJ | CM6x30B w:ig:: S12CC-07 | SM3x10B | SPR1
3225P12 (¢} 32 | 25 |170| 32 |12.5| 40

A209
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Turning : Drehen

NOTIZEN:
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Turning - Drehen

Internal Turning Tools - Drehwerkzeuge zur Innenbearbeitung

Turning tool overview - Drehwerkzeuge Ubersicht
Turning tool code key - ISO Kennzeichnung

Detailed table of Internal turning tool
Drehwerkzeuge zur Innenbearbeitung

Turning toolholders by P type clamping - Drehwerkzeuge / P Klemmung
Turning toolholders by S type clamping - Drehwerkzeuge / S Klemmung

Antivibration Tool Holder - Antivibration-Klemmbhalter

A213
A214-A215

A216-A253

A216-A227
A228-A240
A241-A248

A211






Turning
InternallturningltoolsiOvenviewlbrehwerkzeugenfzudinnenbearbeitunglibersicht

' Drehen

5 % 62°30' 75° 85° 90° 91° 93° 93° 95° 107°30'
© 90
o % Feature
£ E Merkmale
52 S
g Ry A\
min. @ to be PDSN PSKN PTFN PDUN PCLN
machined =
20mm
min. Bearbeitungs
6= 2_0mm . A218 A221 A222 A219 A216
P neg. inserts with
good stability and PWLN
Economy
Neg. WSP mit
guter Stabilitat &
Wirtschaftlichkeit A223
SSKC SDzC SCFC STFC STUP SDUC sDQC
A229 A228 A239 A230 A238 A227 A226
min. @ to be SDUP SCLC SDQP
machined =
8,5mm
(Screw Clamping)
min. Bearbeitungs A237 A224 A236
s @ =8,5mm
(Schraubenklemm.) SvucC SCLC SvQB
Inserts with
517°111° ” ’
Pos.-WSP mit
ST’ A232 A240 A233
SvuB SCLP svQcC
A234 A235 A231
Antivibrations STUP SDUP SCLP SDQP
toolholder
(Cemented
Carbide) :
min. @ to be
machined =
5 8,5mm
® Inserts with
S 59/7°/11° A245 A244 A242 A243
% Antivibrations- SVUuC svQc
< Klemmbhalter
(Hartmetall)
min. Bearbeit-
ungs A
@ =8,5mm
WSP mit
5°7°111° A248 A247

A213
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Turning
Internalltunrning

Type/Typ

Steel shank+Qil hole

A214

= Drehen
toolsICodelkeyIDrehwerkzeugenfzurdinnenbearbeitung

Shank diameter

Schaftdurchmesser

Tool length
Halterlédnge

A==

T

A Stahlschaft mit P
Kiihlbohrung D
code diameter code length
(o4 Carbide shank
Hartmetallschaft
16 16 H 100 M s o ‘
crew clamping
K 125 Schraub S t R S
Carbidehsrank+0il 20 20 chraud Spannsystem
E Hartlgjﬁtlgﬁss:haﬂ mit m 150
tihlbohrung
Q 180
s Wedge lock clamping ‘
s Steel shank 32 32 R 200 Pratzenkeilklemmung T \"
Stahlschaft
S 250
40 40 T 300 @E
Special i o
X Doplcation” U 350 c /g0
Besondere 50 50 Overhead clamping
Anwendung Vv 400 Pratzenklemmung w
- E'
Holder style and lead angle
Halterform und Anstellwinkel
A C D E F G H
90° 90°
J L M N o P Q
75 95° 117°30" 107°30’
93 50 63 62°30’
95°
R T U Vv W X
93° 60° 120°
75° 45° 60° 7230




Turning : Drehen
InternallturningftoolsiCode]KeyalbrehwerkzeugenfzudinnenbearbeitungllS©,

Clearance angle of major cutting edge Holder execution Manufacture option
Freiwinkel von Hauptschneide Halterausfiihrung Herstellungsoptionen
Increase offset
f size+1.0mm
| ,_/50 B D Aufmald von
F +1mm erhéhen
Increase offset
\r c E f size+2.0mm
Aufmal von
— F +2mm erhéhen
L
N ._/ °
15 D R Round shank
Rundschaft
o0 E
Wedge clamping
w Keil Klemmung
00 N
Back boring
X -
R Ruckwarts drehen
g P

I

Emmi

l

Cutting edge length
Schneidkantenlénge

insert shape

Diameter of incircle Cutting edge length Schneidkantenlinge

(mm)

5.556 - - - - 09 - -
6.350 06 07 - - 1 - —
9.5625 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 - -
25.400 25 - 25 25 44 — -

A215
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A216

Turning

- Drehen

InternalktunningftoolsEDiehwerkzeugelzudinnenbearbeitung

CN** Toolholder -

Halter

Kr:95°
[
1 |
h
o I
Yrok
S JO
95
e
L od
R type
Rechtsausflihrung
Stock Dimension (mm) Screw Wrench Lever Shim Shim pin
Lager Abmessung Schraube Schlissel | Kniehebel | Unterlage | Rohrstift
Type - Typ
R| L Dmnled| h | L s|e|e w " b | @ | .
S16M-PCLNR/L09 o | o 20 16 | 15 | 150 | 11 |-12°| 28
S16R-PCLNR/L09 o | o 20 16 | 15 [ 200 | 11 |-12°| 28
S$20Q-PCLNR/L09 ) [} 25 20 | 18 | 180 | 13 |-11°| 31
LEM5%9B WH20L L3C —_— —_—
S$20S-PCLNR/L09 o | o 25 20 | 18 | 250 | 13 |-11°| 31
S$25Q-PCLNR/L09 [ ° 32 25 | 23 | 180 | 17 [-10°| 35
S$25T- PCLNR/L09 o | o 32 25 | 23 | 300 | 17 |-10°| 35
S$25Q-PCLNR/L12 o | o 32 25 | 23 | 180 | 17 |-12°| 40
LEM6x13.4A WH25L L4A _— _—
S$25T- PCLNR/L12 [ ° 32 25 | 23 | 300 | 17 |-12°| 40
S32R-PCLNR/L12 o | o 44 32 | 30 |200| 22 |-10°| 50
S32U-PCLNR/L12 ® ° 44 32 | 30 [350| 22 [-10°| 50
S$40S-PCLNR/L12 o | o 54 40 | 37 | 250 | 27 |-10°| 55
LEM8x21 WH30L L4 C12APB SP4
S40V-PCLNR/L12 [ [} 54 40 | 37 | 400 | 27 |-10°| 55
S$50S-PCLNR/L12 o | o 63 50 | 47 | 250 | 35 |-10°| 56
S50W-PCLNR/L12 e | o 63 50 | 47 | 450 | 35 |-10°| 56
S50S-PCLNR/L19 ® ° 63 50 | 47 | 250 | 35 |-10°| 63
LEM10x27 WH40L L6 C19AP SP6
S50W-PCLNR/L19 o | o 63 50 | 47 | 450 | 35 |-10°| 63
¢ A25R-PCLNR/L12 ® [} 32 25 | 24 1200 | 17 [-12°| 40 LEM6%x13.4A WH25L L4A —_— —_—
¢ A32S-PCLNR/L12 ° ° 44 32 | 31 | 250 | 22 |-10°| 50 LEM8x21 WH30L L4 C12APB SP4

® ex stock - ab Lager

O ondemand - aufAnfrage

+ Toolholder with holes for coolant - Klemmbhalter mit Kiihimittelbohrung



Applicable insert
Wendeschneidplatten

Turning :

InternallturningltoolsEbrehwerkzeugetzundinnenbearbeitung

Drehen

Application Finishing Semi-Finishing Roughing Cast iron machining
Anwendung Schlichten Mittlere Bearbeitung Schruppen Grauguss Bearbeitung
DF [ PM r;; =T DR [y Flat
- Double | | '
f -side [ |
A46 A47 — A49 A51
WG = DM Y i DR [
Wiper '—--.—I | - Single- ;, - o
inserts A46 — A48 side v A50
insert shape SF g EM DER J' i
. A ouble I ;cl
Schneidplattenform ! -side el
A46 A48 A50
EF = NM ER -
1 Single- i
F = ) I
A46 A4g S A50
NF
A47
& *-PCLNR/L09 CN**0903** CN**0903** CN**0903**
2
;D **.PCLNR/L12 CN**1204** CN**1204** CN**1204** CN**1204**
[oN
Z  *PCLNR/L19 CN**1906** CN**1906**

+ Toolholder with holes for Coolant - Klemmbhalter mit Kiihimittelbohrung

@ exstock - ab Lager

o ondemand - aufAnfrage
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Turning : Drehen
InternalfturningltoolsEDrehwerkzeugelzuidinnenbearbeitung}

CN** Toolholder - Halter

PDSNR/L

Kr:62°30"
s ()

(@) ’:( f

[ 62 30" e

=
o) R type
Qo Rechtsausfiihrung

®

(0] Stock Dimension (mm) Screw Wrench Lever Shim Shim pin
g Lager Abmessung Schraube Schlissel | Kniehebel | Unterlage | Rohrstift
) Type - Typ

= R| L |Dminjod| h | L|S 6 |e|f w B | & Iy
()

[ S32R-PDSNR/L15 [ ) 40 32 | 30 |200| 22 |-11°| 45 | 85

6 LEM8x%21 WH30L L4B D15AP SP4
E S32U-PDSNR/L15 [ ) 40 32 | 30 |350| 22 |-11°| 45 | 8.5

% S32R-PDSNR/L15-3 [ ] ° 40 32 | 30 |200| 22 |-11°| 45 | 8.5

— LEM8x21 WH30L L4 D15AP SP4
<C S32U-PDSNR/L15-3 [ ) 40 32 | 30 |350| 22 |-11°| 45 | 8.5

- S40S-PDSNR/L15 [ ] [ ] 50 40 | 37 |250| 27 |-11°| 43 | 9.4

(o)) LEM8x21 WH30L L4B D15AP SP4
c S40V-PDSNR/L15 ® ° 50 40 | 37 |400| 27 |-11°| 43 |94

= S40S-PDSNR/L15-3 | @ | @ | 50 | 40 | 37 |250| 27 |-11°| 43 | 9.4

-} LEM8x21 WH30L L4 D15AP SP4
— S40V-PDSNR/L15-3 ° ° 50 40 | 37 |400| 27 |-11°| 43 |94

E ¢ A32S- PDSNR/L15 [ ) 40 32 | 31250 22 |-11°| 45 | 85 LEM8x21 WH30L L4B D15AP SP4
()

% ¢ A32S- PDSNR/L15-3 | @ ° 40 32 | 31 |250| 22 |-11°| 45 | 85 LEM8x21 WH30L L4 D15AP SP4
©)

Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Cast iron machining
Anwendung Schlichten Mittlere Bearbeitung Schruppen Grauguss Bearbeitung
DF e PM e DR — Flat
LN i ‘,/ Double - f N [/
& —_— -side -
A53 A55 A56 A58
SF DM DR P
g Sir]gle- F. - ’
slde
insert shape A53 A55 A58
ER -

Schneidplattenform EF EM
‘@ Dowe o W% f
. A54 Asp| % A58
NF NM ER 3
g Single- iﬂ?
side y
A54 A56 A58

**-PDSNR/L-15-3 DN**1504** DN**1504** DN**1504**

BAL

- Typ

**-PDSNR/L-15 DN**1506** DN**1506** DN**1506** DN**1506**

Type

@ exstock - abLager ©ondemand - aufAnfrage ¢ Toolholder with holes for coolant - Klemmhalter mit Kiihimittelbohrung

A218



DN** Toolholder - Halter

Turning

= Drehen
InternallturningltoolsEbrehwerkzeugetzundinnenbearbeitung

Kr:93° — ]
T
[ I .
h Drlun
| ZZTN
{750 e e
s ol J } ] \
93°[° d N
e 2 0
R type L
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench Lever Shim Shim pin
Lager Abmessung Schraube Schliissel | Kniehebel | Unterlage Rohrstift
Type - Typ
R| L |Dminjed | h |L| s |6 e w " b ~y .
S20Q-PDUNR/L11 o | o 25 20 | 18 | 180 | 13 |-16°| 30
S20S-PDUNR/L11 o | @ 25 20 | 18 | 250 | 13 |-16°| 30
LEM5x12B WH20L L3D —_ _
S$25Q-PDUNR/L11 [ ) 32 25 | 23 | 180 | 17 |-13°| 35
S25T-PDUNR/L11 o | o 32 25 | 23 | 300 | 17 |-13°| 35
S32R-PDUNR/L11 [ N ] 40 32 | 30 | 200 | 22 |-16°| 40
LEM6x17 WH25L L3 D11AP SP3
S32U-PDUNR/L11 o | @ 40 32 | 30 | 350 | 22 |-16°| 40
S32R-PDUNR/L15 L N ) 40 32 | 30 | 200 | 22 |-16°| 50
LEM8x21 WH30L L4B D15AP SP4
S32U-PDUNR/L15 L ) 40 32 | 30 | 350 | 22 |-16°| 50
S32R-PDUNR/L15-3 o | o 40 32 | 30 | 200 | 22 |-16°| 50
LEM8x21 WH30L L4 D15AP SP4
S32U-PDUNR/L15-3 oo 40 32 | 30 | 350 | 22 |-16°| 50
S40S-PDUNR/L15 o | o 50 40 | 37 | 250 | 27 |-11°| 50
LEM8x21 WH30L L4B D15AP SP4
S40V-PDUNR/L15 [ N ] 50 40 | 37 | 400 | 27 |-11°| 50
S40S-PDUNR/L15-3 o | o 50 40 | 37 | 250 | 27 |-11°| 50
LEM8x21 WH30L L4 D15AP SP4
S40V-PDUNR/L15-3 o | @ 50 40 | 37 | 400 | 27 |-11°| 50
+ A32S- PDUNR/L15 [ N ] 40 32 | 31 | 250 | 22 |-16°| 50 LEM8x21 WH30L L4B D15AP SP4
¢ A32S-PDUNR/L15-3 | @ | @ 40 32 | 31 | 250 | 22 |-16°| 50 LEM8x21 WH30L L4 D15AP SP4
+ Toolholder with holes for Coolant - Klemmbhalter mit Kiihimittelbohrung @ exstock - ablager O ondemand - aufAnfrage

A219
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Turning : Drehen
InternalfturningltoolsEDrehwerkzeugelzuidinnenbearbeitung}

Applicable insert
Wendeschneidplatten

Application Finishing Semi-Finishing Roughing Cast iron machining
Anwendung Schlichten Mittlere Bearbeitung Schruppen Grauguss Bearbeitung
DF = 7 PM . -' DR - Flat y
= ‘ - ;"’ ‘f’f Double o~ ‘
d-—- E e, -side o, ;
A53 A55 A56 A58
WG ‘..’_“ DM e DR —,
Wiper -y - Single- -‘"T',_. r
inserts e side —
A53 A55 A58
insert shape SF EM DER 5
ouble
Schneidplattenform -side
A53 A56 A58
EF NM ER r
Single-
side
A54 A56 A58
NF ’
= A54
2 **-PDUNR/LM DN**1104** DN**1104**
2
"D **-PDUNR/L15-3 DN**1504** DN**1504** DN**1504**
o
£  *~-PDUNR/L15 DN**1506** DN**1506** DN**1506** DN**1506**

® exstock - ablager © ondemand - aufAnfrage

A220

+ Toolholder with holes for coolant - Klemmbhalter mit Kiihimittelbohrung



SN** Toolholder -

PSKNRI/L

Halter

Turning

= Drehen
InternallturningltoolsEbrehwerkzeugetzundinnenbearbeitung

Kr:75° =
i ]
h
A_—!
N e)
H0
€ ad
L
R type ’
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench Lever Shim Shim pin
Lager Abmessung Schraube Schliissel | Kniehebel | Unterlage | Rohrstift
Type - Typ —
RLDmingdthee@w"b@ .
S$25Q-PSKNR/L12 32 25 | 23 | 180 | 17 |-12°| 42
LEM6x13.4A WH25L L4A e e
S25T-PSKNR/L12 o | @ 32 25 | 23 | 300 | 17 |-12°| 42
S32R-PSKNR/L12 [ N ) 44 32 | 30 | 200 | 22 |-10°| 45
S32U-PSKNR/L12 o | o 44 32 | 30 | 350 | 22 |-10°| 45
LEM8x21 WH30L L4 S12APB SP4
S40S-PSKNR/L12 [ N ] 54 40 | 37 | 250 | 27 |-10°| 50
S40V-PSKNR/L12 o | o 54 40 | 37 | 400 | 27 |-10°| 50
¢ A25R-PSKNR/L12 [ I ) 32 25 | 24 | 200 | 17 |-12°| 42 LEM6x%13.4A WH25L L4A —_— e
¢ A32S-PSKNR/L12 [ ) 44 32 | 31 | 250 | 22 |-12°| 50 LEM8x21 WH30L L4 S12APB SP4
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Heavy Duty Cast iron machining
Anwendung Schlichten Mittlere Bearbeitung Schruppen Schwerzerspanung Grauguss Bearbeit.
SF == DF [ 1 PM [ o DR | Flat
E QE e : Double iﬂﬁ? i
A60 == A5 ABO| it A62 N A6
EF [t DM DR [
snge-
insert shape JEREETE A59 sl S o As2
Schneidplattenform ;
EM ER r’;—;
Double = g
AG1| S AB3
NM ER
Single-
Ag2| S A3
& *-PSKNR/L12 SN**1204** SN**1204** SN**1204** SN**1204** SN**1204**
2
o
o
>
2
+ Toolholder with holes for Coolant - Klemmbhalter mit Kiihimittelbohrung @ exstock - ablager O ondemand - aufAnfrage
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A222

Turning

- Drehen

InternalktunningftoolsEDiehwerkzeugelzudinnenbearbeitung

TN** Toolholder - Halter
Kr:90°
h
S N sl
901
R type € L od
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench Lever Shim Shim pin
Lager Abmessung Schraube Schliissel | Kniehebel | Unterlage | Rohrstift
Type - Typ
R|L Dmin|ed| h | L|S|6]e @ﬂ " b - .
S16M-PTFNR/L11 [ 2 ) 20 16 | 15 | 150 | 11 |-14°| 28
S16R-PTFNR/L11 o | @ 20 16 | 15 | 200 | 11 [-14°| 28
S20Q-PTFNR/L11 25 20 | 18 | 180 | 13 |-12°| 31
LEM5x%9B WH20L L2 —_— —_—
S20S-PTFNR/L11 o @ 25 20 | 18 | 250 | 13 |-12°| 31
S$25Q-PTFNR/L11 32 25 | 23 | 180 | 17 |-10°| 35
S25T-PTFNR/L11 oo 32 25 | 23 | 300 | 17 |-10°| 35
S$25Q-PTFNR/L16 32 25 | 23 | 180 | 17 |-12°| 42
LEM5x12B WH20L L3B —_— —_—
S25T-PTFNR/L16 [ N ] 32 25 | 23 | 300 | 17 |-12°| 42
S32R-PTFNR/L16 44 32 | 30 | 200 | 22 |-10°| 50
S32U-PTFNR/L16 o | @ 44 32 | 30 | 350 | 22 |-10°| 50
S40S-PTFNR/L16 54 40 | 37 | 250 | 27 |-10°| 55
LEM6x%17 WH25L L3 T16APB SP3
S40V-PTFNR/L16 o | o 54 40 | 37 | 400 | 27 |-10°| 55
¢ A25R-PTFNR/L16 32 25 | 24 | 200 | 17 |-12°| 40
¢ A32S-PTFNR/L16 [ NI ) 44 32 | 31 | 250 | 22 |-10°| 50
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Cast iron machining
Anwendung Schlichten Mittlere Bearbeitung Schruppen Grauguss Bearbeitung
DF . PM A DR Flat
ikl S Double ;':.g}\l [ ]
L — — BN = Asg| Side NS < A70  — A73
WG { DM dh, DR fﬂ\
Wiper - A Single- AN
insert shape inserts | p—— AB8 i Ag| Sde e A71
Schneidplattenform SF EM ER
A Double J -y
AB8 A70| -side s Sm—— A71
EF i
AB8
**PTFNR/L11 TN**1103** TN**1103** TN**1103**
**PTFNR/L16 TN**1604** TN**1604** TN**1604** TN**1604**

Type - Typ

® ex stock - ab Lager

O ondemand - aufAnfrage

+ Toolholder with holes for coolant - Klemmbhalter mit Kiihimittelbohrung



Turning

= Drehen
InternallturningltoolsEbrehwerkzeugetzundinnenbearbeitung

\WN** Toolholder - Halter
Kr:95° ﬁ
.
s g‘a:
e
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench Lever Shim Shim pin
Lager Abmessung Schraube Schlussel | Kniehebel | Unterlage | Rohrstift
Type - Typ
R|L |Dmin|ed| h | L|S|8|e @ﬁ ( b é
S16M-PWLNR/L06 [ 2 ) 20 16 | 15 | 150 | 11 [-13°| 25
LEM5X12B WH20L L3B —_ —_
S16R-PWLNR/L06 20 16 | 15 | 200 | 11 [-13°| 25
S20Q-PWLNR/L06 o | o 25 20 | 18 | 180 | 13 |-13°| 35
S20S-PWLNR/L06 25 20 | 18 | 250 | 13 |-13°| 35
LEM5X12B WH20L L3B e —_—
S25Q-PWLNR/L06 L ) 32 25 | 23 | 180 | 17 |-13°| 35
S25T-PWLNR/L06 32 25 | 23 | 300 | 17 |-13°| 35
S20Q-PWLNR/L08 o | o 25 20 | 18 | 180 | 13 |-13°| 32
S20S-PWLNR/L08 25 20 | 18 | 250 | 13 |-13°| 32
LEM6X13.4A WH25L L4A —_— —_—
S25Q-PWLNR/L08 ° 32 25 | 23 | 180 | 17 |-13°| 45
S25T-PWLNR/L08 32 25 | 23 | 300 | 17 |-13°| 45
S32R-PWLNR/L08 [ 3 ) 40 32 | 30 | 200 | 22 |-15°| 50
LEM8X21 WH30L L4 WO08AP SP4
S32U-PWLNR/L08 oo 40 32 | 30 | 350 | 22 |-15°| 50
¢ A25T-PWLNR/L08 32 25 | 23 | 300 | 17 |-13°| 45 LEM6X13.4A WH25L L4A —_— —_—
¢ A32R-PWLNR/L08 40 32 | 30 | 200 | 22 |-15°| 50 LEM8X21 WH30L L4 WO0BAP SP4
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Cast iron machining
Anwendung Schlichten Mittlere Bearbeitung Schruppen Grauguss Bearbeitung
DF ’ PM 4B DR . Flat
Bl L o) Double -~ 9
o A6 - s * e AT A7
WG DM
Wiper [-] ) 1
inserts szl AT76 s A78
insert shape SF é EM A
Schneidplattenform AT7 —] A78
T a " V-
e A77 AT79
NF a
- A77
2 **-PWLNR/L06 WN**0604** WN**0604** WN**0604** WN**0604**
i
@ **-PWLNR/L08 WN**0804** WN**0804** WN**0804** WN**0804**
S
i
+ Toolholder with holes for Coolant - Klemmbhalter mit Kiihimittelbohrung @ exstock - ablager O ondemand - aufAnfrage
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Turning

- Drehen

InternalktunningftoolsEDiehwerkzeugelzudinnenbearbeitung

CC** Toolholder -

SCLCR/L
Kr:95°

Halter

St 951

R type
Rechtsausflihrung
; : . Shim
E;%ZIT- D'?ggséggu(r?;m) Sc?t::r?l\ftl)e S\izvtqleijnscsgl Unstglllrgge Scresv(v;,ht]anl}ggage
Type - Typ )
R|L |Dmin|ed| h|L | s|e e w (/ a m
S08K-SCLCR/L06 e| e | 10 |8 125 | 5 |-15°| 14
S10M-SCLCR/L06 o | e | 12 |10 150 | 6 |-13°| 14 | I60M2.5x5.5 WTO7IP — —
S12M-SCLCR/L06 e | o | 16 [ 12| 11 |150] 9 |-10°| 25
S12M-SCLCR/L09 o | o | 16 | 12|11 |150| 9 |-10°] 25
S16M-SCLCR/L09 e | e | 20 | 16| 15| 150 | 11 |-12°|325
S16R-SCLCR/L09 o | o | 20 | 16 | 15 | 200 | 11 |-12°|325| 160M3.5x8 WT15IP — -
$20Q-SCLCR/L09 e | e | 25 | 20| 18 |180| 13 | -8° | 38
S20S-SCLCR/L09 o | o | 25 | 20| 18 |250| 13 | -8° | 38
$25Q-SCLCR/L09 o | o | 32 | 25| 23|18 17 | 6° | 45
$25T-SCLCR/L09 o o 32 a5 2 200 17 | e | as | 1OOMISIO WTTSIP o o
$25Q-SCLCR/L12 o | o | 32 | 25|23 180 17 | -6° | 45 | 160M4x11X WT15IP — -
S25T-SCLCR/L12 o | o | 32 | 25|23 300/ 17 | -6° | 45 | 160M4x11X WT15IP — —
S32R-SCLCR/L12 o | e | 40 | 3230|200/ 22 |-10°| 50
$32U-SCLCR/L12 o | o | 40 | 3230|350 22 |-10°| 50 WH40L
160M4x11X C12BS SM6Ex10XA
S40S-SCLCR/L12 o | e | 50 |40 | 37 |250| 27 | -8° | 60 WT15IP
S40V-SCLCR/L12 o | o | 50 | 40| 37 | 400 27 | -8° | 60
+ AO8F-SCLCR/L06 e | o 10 8 | 75| 80 5 |-15°| 14
+A10H-SCLCR/ILO6 | @ | @ | 12 | 10 | 95 |100| 6 |-13°| 14 | 160M2.5%5.5 WTO7IP — —
+A12K-SCLCR/ILO6 | @ | @ | 16 | 12 |115[125| 9 [-10°| 25
+A12K-SCLCR/IL09 | @ | @ | 16 | 12 |115]125| 9 |-10°| 25
+A16M-SCLCR/IL09 | @ | ® | 20 | 16 | 155|150 | 11 |-12° [325| I60M3.5%8
+A20Q-SCLCR/ILO9 | @ | @ | 25 | 20 | 19 | 180 | 13 | -8° | 38 WTIsIP T T
+A25R-SCLCRILO9 | ® | ® | 32 | 25 | 24 |200| 17 | -6° | 45 | 160M3.5x10
¢A25R-SCLCR/IL12 | @ | @ | 32 | 25| 24 |200| 17 | -6° | 45 WT15IP - -
VA32S.SCLCRIL12 | o | o | 40 |32 | 31 250 | 22 |-10°| 50 | "OOM*MX WHA40L WT15IP C12BS SM6Bx10XA
AHO8K-SCLCRILO6 | o | o | 10 | 8 | 7 |125| 5 | 13 | 20
AH10K-SCLCRILO6 | o | o | 12 | 10 125| 6 | 12 | 20 | 160M2.5x5.5 WTO7IP
AH12M-SCLCR/L06 | o | o | 14 | 12| 11 |150| 7 | 12 | 20 S —
AH16Q-SCLCR/L09 | o | o | 18 | 16 | 14 |180| 11 | 8 | 27
AH20R.SCLCRILOS | o | o | 25 |20 |8 |200 | 13 | 7 |27 | 'OOM>® WT15IP
AH25R-SCLCRIL12 | o | o | 28 | 25 | 23 | 200 |155| 7 | 40 | 160M4x11X C12BS SM6Bx10XA

® ex stock - ab Lager

O ondemand - aufAnfrage

+ Toolholder with holes for coolant - Klemmbhalter mit Kiihimittelbohrung




Applicable insert
Wendeschneidplatten

Turning

= Drehen
InternallturningltoolsEbrehwerkzeugetzundinnenbearbeitung

Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Cast iron machining
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen Alu Bearbeitung ~ Grauguss Bearbeit.
SF HF HM @ HR g7 LH . Flat
B s e e e e
insert shape A84 =7 A84 N s N s A86 A86
Schneidplattenform EF: EM.
A85 A85
2  **-SCLCR/L06 CC**0602** CC**0602** CC**0602** CC**0602** CCGX0602** CC**0602**
[
° **-SCLCR/L09 CC**09T3** CC**09T3** CC**09T3** CC**09T3** CCGX09T3** CC**09T3**
(o8
£  *.SCLCR/L12 CC**1204* CC**1204* CC**1204** CC**1204** CCGX1204** CC**1204**

+ Toolholder with holes for Coolant - Klemmbhalter mit Kiihimittelbohrung
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O on demand
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Turning : Drehen
InternalfturningltoolsEDrehwerkzeugelzuidinnenbearbeitung]

DC** Toolholder - Halter

SDQCR/L
Kr:107°30"

ol

ad
L
R type
Rechtsausfuihrung
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schliissel

Pl
-
O
3
=

Type - Typ almlilele v >/
(] e

S10M-SDQCR/L07 13 10 9 (160 | 7 | -8° | 20 160M2.5%5.5
S$12M-SDQCR/L07 16 12 | 11 | 150 | 9 | -8° | 22
WTO7IP
S$16M-SDQCR/L07 20 16 | 156 | 150 | 11 | -6° | 27 160M2.5%6.5
S16R-SDQCR/L07 20 16 | 15 | 200 | 11 | -6° | 27
$20Q-SDQCR/L11 25 20 | 18 | 180 | 13 | -6° | 32
160M3.5%8
S$20S-SDQCRI/L11 25 20 | 18 | 250 | 13 | -6° | 32
WT15IP
$25Q-SDQCR/L11 32 25 | 23 | 180 | 17 | -6° | 32
160M3.5%10
S$25T-SDQCR/L11 32 25 | 23 | 300 | 17 | -6° | 32
+ A10H-SDQCR/LO07 13 10 |95 |100| 7 | -8 | 20 160M2.5%5.5
WTO7IP

+ A12K-SDQCR/L07
+ A16M-SDQCR/L11

12 |115|1125| 9 | -8° | 22 160M2.5%6.5
20 16 [155|150 | 11 | -6° | 27

()]
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Oi0iI0O{0O{0O @ @ ® ®&©. @6 & . 06.06 . 06 .06 0 0 o
Oi0i0O{0O{0C @ ® @ ®. 06 06 .06 .06 0 0 0 0 o
>

160M3.5%8
+ A20Q-SDQCR/L11 25 20 | 19 | 180 | 13 | -6° | 32 WT15IP
+ A25R-SDQCR/L11 32 25 | 24 | 200 | 17 | -6° | 32 160M3.5%10
AH10K-SDQCR/L07 13 10 9 |125| 8 10 | 20
AH12M-SDQCR/L07 16 12 | 11 | 150 | 95| 8 20 160M2.5%6.5 WTO71P
AH16Q-SDQCR/L07 20 16 | 14 | 180 | 12 6 30
AH20R-SDQCR/L11 25 20 | 18 | 200 |145| 6 40
160M3.5x8 L ]| R
AH25R-SDQCR/L11 32 25 | 23 | 200 | 17 6 40
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Cast iron machining
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen Alu Bearbeitung ~ Grauguss Bearbeit.
SF HF HM - HR 3 LH — Flat
@ K% -V o/ ‘a7 o/
insert shape A88 A88 . A89 A90 A90 A90
Schneidplattenform EF EM
A89 A89
**-SDQCR/L07 DC**0702** DC**0702** DC**0702** DCGX0702** DC**0702**
**.SDQCR/L11 DC*11T3** DC**11T73** DC**11T3** DC**11T73** DCGX11T3** DC**11T3**

Type - Typ

@ exstock - ablager ©ondemand - aufAnfrage ¢ Toolholder with holes for coolant - Klemmhalter mit Kiihimittelbohrung
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DC** Toolholder - Halter

Turning : Drehen
InternalkturningftoclsEbrehwerkzeugetzurlinnenbearbeitung

Kr:93° 1
= I
h Dmin
Sz 4
sf fel = \ /
e L ad 2) -
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schliissel
Type - Typ
R|L |Dminjed| h | L|S|8 e w >/
S10M-SDUCR/L07 L) 13 10 | 9 |150| 7 | -8°| O 160M2.5x5.5
S$12M-SDUCR/L07 o | @ 16 12 | 11 |150| 9 | -8° | 22 WTO7IP
S16M-SDUCR/L07 L) 20 16 | 15 | 150 | 11 | -6° | 27 160M2.5%6.5
S16R-SDUCR/L07 o | o 20 16 | 15 | 200 | 11 | -6° | 27
S20Q-SDUCR/L11 o | o 25 20 | 18 | 180 | 13 | -6° | 40
160M3.5%8
S$20S-SDUCR/L11 o | o 25 20 | 18 | 250 | 13 | -6° | 40 WTHsIP
S25Q-SDUCR/L11 o | @ 32 25 | 23 | 180 | 17 | -6° | 46
160M3.5%x10
S25T-SDUCR/L11 o | o 32 25 | 23 | 300 | 17 | -6° | 46
¢+ A10H-SDUCR/L07 [ N ] 13 10 | 95 100 | 7 -8° 0 160M2.5%5.5
+ A12K-SDUCR/L07 o | @ 16 12 |115|125| 9 | -8° | 22 WTO71P
160M2.5%6.5
¢+ A16M-SDUCR/L07 [ N ) 20 16 (155|150 | 11 | -6° | 27
+ A20Q-SDUCR/L11 o | o 25 20 | 19 | 180 | 13 | -6° | 40 160M3.5x8 WT5IP
¢ A25R-SDUCR/L11 o | o 32 25 | 24 | 200 | 17 | -6° | 46 160M3.5x10
AH10K-SDUCR/L07 o | o 14 10 9 |125,83 | -8 | 20
AH12M-SDUCR/L07 o | o 16 12 | 11 | 150 | 93 | -8 | 25 160M2.5x6.5 WTO7IP
AH16Q-SDUCR/L07 o | o 20 16 | 14 | 180 [11.3| -6 | 25
AH20R-SDUCR/L11 o | o 26 20 | 18 | 200 (16.1| -6 | 30
160M3.5%8 WT15IP
AH25R-SDUCR/L11 o| o 32 25 | 23 | 200 (186| 5 | 40
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Cast iron machining
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen Alu Bearbeitung ~ Grauguss Bearbeit.
SF HF 7 HM . . HR : LH — - Flat
& N & & @y &/
insert shape A88 A88 A89 A90 A90 A90
Schneidplattenform EF EM
A89 A89
= **.SDUCR/L07 DC**0702** DC**0702** DC**0702** DCGX0702** DC**0702**
|_
. **-SDUCR/L11 DC**1173** DC**11T3** DC**11T3** DC**11T3** DCGX11T3** DC**11T73**
S
'—
4 Toolholder with holes for Coolant - Klemmhalter mit Kiihimittelbohrung ® exstock - abLager © ondemand - aufAnfrage
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Turning : Drehen
InternalfturningltoolsEDrehwerkzeugelzuidinnenbearbeitung]

DC** Toolholder - Halter
Kr:85° AT
I .
5;\_‘ h | Dmin
| en
g e e= = - &
S i ad =
e 0
L
R type
Rechtsausfuihrung
Stock Dimension (mm) Screw Wrench Shim ng/r:fgzw
Lager Abmessung Schraube Schlissel Unterlage Unterlage
Type - Typ
RLDmin@dtheefv ‘/ ~y w
S$25Q-SDZCR/L11 o | o 32 | 25|23 |180| 17 | -6° | 30 | 6.9
160M3.5%x10 WT15IP
S25T-SDZCR/L11 [ ) 32 25| 23 |300| 17 | -6° | 30 | 6.9
S32R-SDZCR/L11 [} [ ) 40 32 | 30 |200| 22 | -6° | .39 | 84
S32U-SDZCR/L11 [ ) 40 32 |30 |350| 22 | -6°| .39 | 84 WT15IP
160M3.5%12 D11BS SM5x8.65XA
S40S-SDZCR/L11 e | @ | 50 |40 |37 |250| 27 |-4°| 47 |94 WH35L
S40V-SDZCR/L11 o | o 50 | 40 | 37 |400| 27 | -4° | 47 | 94
¢ A25R-SDZCR/L11 [ ) 32 25 | 24 |200| 17 | -6° | 30 | 45 160M3.5%x10 WT15IP
WT15IP
¢ A32S-SDZCR/L11 [ 2N ) 40 32 | 31 |250| 22 | -6° | 39 | 6.0 160M3.5%12 WH3SL D11BS SM5x%8.65XA
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Al machining ~ Cast iron machining
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen Alu Bearbeitung ~ Grauguss Bearbeit.
SF HF HM - HR ; LH ==
Vo - - - P-4
insert shape A88 A88 A89 A90 A90 A90
Schneidplattenform EF ’ EM’
A89 A89
= **-SDZCR/L11 DC**11T3** DC**11T3** DC**11T3** DC**11T3** DCGX11T3** DC**11T3**
|_
o
o
>
|_

® exstock - ablager © ondemand - aufAnfrage
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+ Toolholder with holes for coolant - Klemmbhalter mit Kiihimittelbohrung




SC** Toolholder -

SSKCR/L
Kr:75°

Halter

Turning

' Drehen

InternalltunningltoolsEDrehwerkzeugeyzunlnnenbearbeitung

1 ]
= 1 ] Dmin,
y —uom— L"
RO —|Ka<_ \
e N I
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench Shim ng’;fggw
Lager Abmessung Schraube Schliissel Unterlage Unterlage
Type - Typ
R|L |Dminjed| h|L|S|6|e v >/ ~ w
S12M- SSKCR/L09 [ N ) 16 12| 11 |150| 9 |-10 | 26
S16M- SSKCR/L09 o | o 20 16 | 15 |150| 11 | -11 |32.5
S16R- SSKCR/L09 e | o 20 16 | 15 | 200 | 11 | -11 |32.5 160M3.5%8 WT15IP
S$20Q- SSKCR/L09 o @ 25 | 20| 18 |180| 13 | -6 |34.5
S$20S- SSKCR/L09 ° 25 | 20| 18 |250| 13 | -6 |34.5
S$25Q- SSKCRI/L12 o | @ 32 | 25|23 (180 | 17 | -8 [36.3
WT15IP
S$25T- SSKCR/L12 o | @ 32 | 25|23 (300 17 | -8 [36.3
160M4x11X
S32R- SSKCRI/L12 e | @ | 40 | 3230|200 22 |-10 |435 WT15IP
S12BS SM6x10XA
$32U- SSKCR/L12 ° 40 | 32 | 30 |350| 22 |-10 |43.5 WH40L
+ A12K- SSKCR/L09 ° 16 12 | 11 (125 9 |[-10| 26
¢ A16M- SSKCR/L09 ) 20 16 | 15 | 150 | 11 | -11 |32.5 160M3.5%8 WT15IP
+ A20Q- SSKCR/L09 ° 25 | 20|19 |180| 13 | -6 |34.5
¢ A25R- SSKCR/L12 e | o 32 25| 24 |200| 17 | -8 |413 WT15IP
160M4x11X WT15IP
¢ A32S- SSKCR/L12 ° 40 32 | 31 |250| 22 | -10 |42.8 S12BS SM6x10XA
WH40L
Applicable insert
Wendeschneidplatten
Application Finishing Semi-finishing Roughing Al machining Cast iron machining
Anwendung Schlichten Mittlere Bearbeit. Schruppen Alu Bearbeitung Grauguss Bearbeit.
HF 1 HM - : HR | LH p— Flat
) - o) ) @
insert shape L N A - o5 I A5 - A5
Schneidplattenform EF ' EM =
A94 A94
= **-SSKCR/L09 SC**09T3** SC**09T3** SC**09T3** SCGX09T3** SC**09T3**
|_
o -SSKCRIL12 SC**1204** SC**1204** SCGX1204** SC**1204**
S
i
+ Toolholder with holes for Coolant - Klemmbhalter mit Kiihimittelbohrung @ exstock - ablLager O ondemand - aufAnfrage

A229

(®)]
C
o)
=
(]
o]
S
@®
(]
o)
<
(O]
—
a
(O]
=
(0]
£
(O]
o
<C
(@)
£
C
—
-]
I—
T
—
(O]
C
(0]
O




()]
[
-}
=
(O]
O
[
©
(O]
O
c
(O]
—
a
()
=
(0]
£
(O]
o2
<
(@]
£
[
—
-]
|_
©
—
(O]
C
(O]
O

- Drehen

Turning

InternalltunningftoolsEDiehwerkzeugelzudinnenbearbeitung

TC** Toolholder - Halter
Kr:91°/*Kr:90°
R type
Rechtsausfuihrung
Stock Dimension (mm) Screw Wrench Shim ng/rflfgzw
Lager Abmessung Schraube Schliissel Unterlage Unterlage
Type - Typ a
R|L|Dmn|ed| h|L|S|® e v ) / - @
—
S$12M-STFCR/L11 o | o 16 12 | 11 |150| 9 |-10°| 30
S$16M-STFCR/L11 o | o 20 16 | 15 | 150 | 11 | -6° | 35
S16R-STFCR/L11 [} ) 20 16 | 15 (200 11 | -6° | 35 160M2.5%6.5 WTO7IP
S$20Q-STFCR/L11 [ IR ) 25 20 | 18 |180| 13 | -3° | 36
S$20S-STFCR/L11 o | o 25 | 20 | 18 |250| 13 | -3° | 36
$25Q-STFCR/L16 e | o 32 25 | 23 |180| 17 | -6° | 49
160M3.5%x10 WT15IP
S25T-STFCR/L16 o | o 32 | 25|23 (300 17 | -6° | 49
S32R-STFCR/L16 e | o 40 32 | 30 |200| 22 |-10°| 50
S32U-STFCR/L16 [ ) ° 40 32 | 30 |350| 22 |-10°| 50 WT15IP
160M3.5%12 T16BS SM5x%8.65XA
S40S-STFCR/L16 o | o 50 | 40 | 37 |250| 27 | -8° | 60 WH35L
S40V-STFCR/L16 o | o 50 | 40 | 37 |400| 27 | -8° | 60
+ A12K-STFCR/L11 ° ° 16 12 ([11.5(125| 9 |[-10°| 26
+ A16M-STFCR/L11 [ ] ) 20 16 |15.5/150 | 11 | -6° | 30 160M2.5%6.5 WTO7IP
+ A20Q-STFCR/L11 [ IR ) 25 20 | 19 |180| 13 | -3° | 36
+ A25R-STFCR/L16 [ ] ) 32 25 | 24 |200| 17 | -6° | 45 160M3.5%x10 WT15IP
+ A32S-STFCR/L16 [} [ ) 40 32 | 31 |250| 22 |-10°| 49 160M3.5%12 WT15IP T16BS SM5x8.65XA
*AH10K-STFCR/L11 e} [e) 12 10 | 9 [125 12 | 16
*AH12M-STFCR/L11 o] o 14 12 | 11 |150 9 | 10 | 20
160M2.5%6.5 WTO7IP
*AH16Q-STFCR/L11 o] o 18 16 | 14 | 180 | 11 25
*AH20R-STFCR/L11 o| o 23 | 20 | 18 |200| 13 32
*AH25R-STFCR/L16 o | o 28 25 | 23 |200| 17 40 160M3.5%12 WT15IP
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Al machining  Cast iron machining
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen Alu Bearbeitung ~ Grauguss Bearbeit.
SF HF HM HR LH ~
(7] - - PN -
insert shape Aog| TN AQ0 EEEEEEN A101 TEEEEES A101 W A101 W A102
Schneidplattenform EF ! EM g
A100 A100
*-8STFCR/L11 TC**1102** TC**1102** TC**1102** TC**1102** TCGX1102** TC**1102**
**-STFCR/L16 TC*16T3** TC**16T3** TC*16T3** TC*16T3** TCGX16T3** TC*16T3**

Type - Typ

® exstock - ablager © ondemand - aufAnfrage
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\/ C** Toolholder -

SVQCR/L
Kr:107°30"

Halter

Turning : Drehen
InternalkturningftoclsEbrehwerkzeugetzurlinnenbearbeitung

h od
o
Y j@f
1 L
e
L
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schluissel
Type - Typ
RLDminzdhLSBev 3_/
S$16Q-SVQCR/L11 L ) 22 16 | 15 | 180 | 13 | -6° | 28
160M2.5x6.5 WTO7IP
S20R-SVQCR/L11 26 20 | 18 |200| 15 | 4° | 32
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Al machining
Anwendung Feinbearbeitung Schlichten Alu Bearbeitung
insert shape SF @ HF o LH ,ar'a‘-‘-.m_
Schneidplattenform
A106 A106 A107
N **.SVQCR/L11 VC**1103** VC**1103** VCGX1103**
2
o
o
>
2

+ Toolholder with holes for Coolant - Klemmbhalter mit Kiihimittelbohrung

@ exstock - ab Lager

O on demand

- auf Anfrage
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Turning : Drehen
InternalfturningltoolsEDrehwerkzeugelzuidinnenbearbeitung]

\/ C** Toolholder - Halter

Kr:93°
r 1
=t i
h od
P . 170
s - I
e
L
R type
Rechtsausfuhrung
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schluissel

Type - Typ
R/ L |Dminled h|L|S|6]e j'ii‘ §>,/”,

$16Q-SVUCRI/L11 [ I} 24 16 | 15 |180| 15 | -6° | 25

160M2.5x6.5 WTO7IP
S20R-SVUCR/L11 [ I 28 20 | 18 |200| 17 | -4° | 30
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Al machining
Anwendung Feinbearbeitung Schlichten Alu Bearbeitung
insert shape SF @ HF N LH T
Schneidplattenform w "
A106 A106 A107
**.SVUCR/L11 VC**1103** VC**1103** VCGX1103**
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Type - Typ

@ exstock - ablager ©ondemand - aufAnfrage ¢ Toolholder with holes for coolant - Klemmhalter mit Kiihimittelbohrung
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\V/B** Toolholder -

SVQBR/L

Halter

Turning

= Drehen
InternalltunningltoolsEDrehwerkzeugeyzunlnnenbearbeitung

Kr:107°30" '
Dmin
i A\ /)
6l “
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench Shim ng/rift;zw
Lager Abmessung Schraube Schlissel Unterlage Unterlage
Type - Typ
RLDmingdtheefv‘/u.:u- w
S32R-SVQBR/L16 40 32|30 (200| 22 | -8°| 56 | 8.4
S32U-SVQBR/L16 o | o 40 |32 |30|350|22|-8°|56 |84
WT15IP
S40S-SVQBR/L16 50 40 | 37 |250| 27 | -8° | 64 | 9.4 160M3.5%x12 WH35L V16BS SM5x8.65XA
S40V-SVQBR/L16 [ 3 50 | 40 | 37 |400| 27 | -8°| 64 | 9.4
+ A32S- SVQBR/L16 ° 40 32 |31 |250| 22 | -8°| 56 | 8.4
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Cast iron machining
Anwendung Schlichten Mittlere Bearbeitung Schruppen Grauguss Bearbeitung
EF HM = W Flat P
insert shape A108 A109 A109 A109
Schneidplattenform NF
A108
2  **-SVQBR/L16 VB**1604** VB**1604** VB**1604** VB**1604**
[
o
o
>
'_
+ Toolholder with holes for Coolant - Klemmbhalter mit Kiihimittelbohrung @ exstock - ablLager O ondemand - aufAnfrage
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Turning

- Drehen

InternalltunningftoolsEDiehwerkzeugelzudinnenbearbeitung

\V/B** Toolholder -

SVUBR/L
Kr:93°

Halter

h Dmin
_____ \\ //
ad 8
R type
Rechtsausfuihrung
Stock Dimension (mm) Screw Wrench Shim S'éié?]’rfféiw
Lager Abmessung Schraube Schlussel Unterlage Unterlage
Type - Typ
RLDminadtheefv‘/-..&— w
S32R-SVUBRI/L16 [ 2RI 40 32| 30 [200| 22 | -8° | 49 | 84
S32U-SVUBR/L16 o0 40 32 | 30 |[350| 22 | -8° | 49 |84
WT15IP
S40S- SVUBR/L16 e | o 50 40 | 37 |250| 27 | -8° |56.5| 9.4 160M3.5%x12 WH35L V16BS SM5x8.65XA
S40V- SVUBR/L16 [ ) 50 | 40 | 37 [400| 27 | -8° |56.5| 9.4
¢ A32S- SVUBR/L16 e | o 40 32 | 31 |250| 22 | -8° | 49 | 84
Applicable insert
Wendeschneidplatten
Application Finishing Semi-Finishing Roughing Cast iron machining
Anwendung Schlichten Mittlere Bearbeitung Schruppen Grauguss Bearbeitung
HF HM HR S Flat
- - - _— e _
A108 A109 A109 A109
insert shape EF @ EM
Schneidplattenform
A108 A109
" 2
A108
g  **-SVUBRI/L16 VB**1604** VB**1604** VB**1604** VB**1604**
(-
o
o
>
(-
® exstock - ablager O ondemand - aufAnfrage ¢ Toolholder with holes for coolant - Klemmhalter mit Kiihimittelbohrung
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CP** Toolholder - Halter

SCLPR/L
Kr:95°

Turning

InternalltunningltoolsEDrehwerkzeugeyzunlnnenbearbeitung

SXFH

' Drehen

) : ——]
L) S {
e L
|
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schliissel
Type - Typ
R| L |Dminjed h| L |S|6|e v /
S10K-SCLPR/L06 [ 2 ) 12 10| 9 |125| 6 |-7°| 17
I60M2.5%5.5 WTO7IP
S$12M-SCLPR/L06 o | o 16 | 12| 11 |150| 8 |-4°| 20
S$16Q-SCLPR/L09 e | e | 20 |16 15|180| 10 | -4°| 29
160M3.5%8 WT15IP
S20R-SCLPR/L09 e e | 25 |20|18|200| 13 |-4°| 35

Applicable insert
Wendeschneidplatten

Application Extra Finishing
Anwendung Feinbearbeitung
SF

insert shape

Schneidplattenform
A87

**-SCLPR/L06 CP**0602**
**-SCLPR/L09 CP**09T3**

Type - Typ

+ Toolholder with holes for Coolant - Klemmbhalter mit Kiihimittelbohrung

@ exstock - ablLager O ondemand - aufAnfrage
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Turning : Drehen
InternalfturningltoolsEDrehwerkzeugelzuidinnenbearbeitung]

DP** Toolholder - Halter

SDQPR/L
Kr:107°30"

L
I \
R type
Rechtsausfuihrung
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schliissel

Type - Typ
R| L |Dminled h|L|S|6]e v /

S10K-SDQPR/L07 13 (10| 9 |125| 7 |-8°| 20
S$12M-SDQPR/L07
S$16Q-SDQPR/L07
$16Q-SDQPR/L11
S20R-SDQPRI/L11

160M2.5x5.5
16 12| 11 |150| 9 |-8°| 22 WTO71P

20 16 | 15 |180| 11 | -6° | 27 160M2.5x6.5

20 16| 15 |180| 11 | -6°| 32
160M3.5x8 WT15IP

25 20|18 |200| 13 | -6° | 33

Applicable insert
Wendeschneidplatten
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Application Extra Finishing
Anwendung Feinbearbeitung
SF
insert shape
Schneidplattenform
A91

g  **-SDQPR/L0O7 DP**0702**
(-
° **-SDQPR/L11 DP**11T3**
o
>
(-

@ exstock - ablager ©ondemand - aufAnfrage ¢ Toolholder with holes for coolant - Klemmhalter mit Kiihimittelbohrung
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DP** Toolholder -

SDUPRI/L

Halter

Turning : Drehen
InternalkturningftoclsEbrehwerkzeugetzurlinnenbearbeitung

Kr:93°
1
tp/jw = ]
o od Dmin
R ; [ /
s : i
8 2
6
L
I
R type \
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schliissel
Type - Typ
R| L |Dminjed h| L |S|6|e v /
S10K-SDUPR/LO7 o | o 15 10 9 |125] 9 |-8°| 18
160M2.5x5.5
S12M-SDUPR/LO7 | @ | @ | 16 |12 |11 |150| 9 |-8°| 19 WTO7IP
$16Q-SDUPR/L07 [ 2 ) 20 16 | 15 |180| 11 | -6° | 25 160M2.5x6.5

Applicable insert
Wendeschneidplatten

Application
Anwendung

insert shape

Schneidplattenform

Extra Finishing
Feinbearbeitung

T &

A91

**-SDUPR/L07

DP**0702**

Type - Typ

+ Toolholder with holes for Coolant - Klemmbhalter mit Kiihimittelbohrung

@ exstock - ab Lager

O on demand

- auf Anfrage

A237
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Turning : Drehen
InternalfturningltoolsEDrehwerkzeugelzuidinnenbearbeitung]

TP** Toolholder - Halter

STUPR/L

Kr:93°
EJ—I {
5 h ad
(o)} T ——— | I
S { = | [
£ L

R type
Rechtsausfuihrung
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schliissel

Type - Typ
R/ L |Dminled| h|L|S|6]|e v >/

S10K-STUPR/L09 e | o 12 10| 9 |125) 6 |-6°| 20

160M2.5%5.5 WTO71P
S$12M-STUPR/L09 [ I 16 12 | 11 {150 8 |-4°| 22
S$12M-STUPR/L11 [ I 16 12| 11 |150| 8 | -4°| 25

160M2.5%6.5 WTO71P
$16Q-STUPR/L11 [ I 20 16 | 15 {180 10 | -3°| 27

Applicable insert
Wendeschneidplatten
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Application Extra Finishing
Anwendung Feinbearbeitung
SF
insert shape
Schneidplattenform
A103

2 **-STUPR/L09 TP**0902**
'_
° **-STUPR/L11 TP**1103**
o
>
'_

@ exstock - ablager ©ondemand - aufAnfrage ¢ Toolholder with holes for coolant - Klemmhalter mit Kiihimittelbohrung

A238



Turning

= Drehen
InternalltunningltoolsEDrehwerkzeugeyzunlnnenbearbeitung

CC** Toolholder - Halter
Kr:90°
B o]
£
ey R = S |
S|yQN [& |: g_ b‘
e |
L
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schliissel
Type - Typ
R| L |Dminjed| L|s|a b e w >/
S10M-SCFCR/L06S25 | o | @ 13 10 |{150| 7 | 27 | 25 | 30 160M2.5%5.5
WTO7IP
S12P-SCFCR/L06S25 | o 16 12 |170| 9 |27 | 25| 35 160M2.5%6.5
S16Q-SCFCR/L09S25 | o | o 20 |16 [180| 11 | 27 | 25 | 40
160M3.5%8 WT15IP
S20R-SCFCR/L09S25 | e 25 20 [200| 13 | 27 | 25 | 45
S25R-SCFCR/L12S25 | e 32 25|200| 17 | 27 | 25 | 50 160M5x13 WT20IP
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Semi-finishing Roughing Al machining Cast iron ma.
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen Alu Bearbeitung Grauguss Bear.
SF HF r HM | | HR’ e LH»™
& ~ s W e ) 'Y,
insert shape nge g, N s BN o W g A86
Schneidplattenform EF ! EM .
A85 A85
& **-SCFCR06 CC**0602** CC**0602** CC**0602** CC**0602** CCGX0602** CC**0602**
'_
"]) **.SCFCR09 CC**09T3** CC**09T3** CC**09T3** CC*09T3** CCGX09T3** CC**09T3**
o
e **.SCFCR12 CC**1204** CC**1204** CC**1204** CC**1204** CCGX1204** CC**1204**

+ Toolholder with holes for Coolant - Klemmbhalter mit Kiihimittelbohrung

@ exstock - ab Lager

O on demand

- auf Anfrage
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Turning : Drehen
InternalfturningltoolsEDrehwerkzeugelzuidinnenbearbeitung]

CC** Toolholder - Halter

SCLCR
Kr:95°

®
L
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schlissel
Type - Typ
R|L |Dminjed| L|s|a|b|e w )_/
S10M-SCLCR06S20 ° 13 10 |[150| 7 | 22| 20 | 30
160M2.5x5.5 WTO71P
S12P-SCLCR06S20 ° 16 12 {170 9 | 22| 20 | 35
S$16Q-SCLCR09S20 ° 20 16 [180| 11 | 22 | 20 | 40
160M3.5%8 WT15IP
S20R-SCLCR09S20 ° 25 20 [200| 13 | 22 | 20 | 60
Applicable insert
Wendeschneidplatten
L T S P . - Cast iron
Application Extra Finishing Finishing Semi-finishing Roughing Al machining hini
Anwendung Feinbearbeitung Schlichten Mittlere Bearbeit. Schruppen Alu Bearbeitung Grat?;igslglenagrbeit

SF HF r HM i HR LH »
@ ) ) - O o/
A84 A86

insert shape _— s s B o W A

Schneidplattenform EF = EM.
A85 A85

**-SCLCR06S20 CC*0602* CC*0602** CC*0602** CC*0602** CCGX0602** CC*0602**

- Typ

**-SCLCR09S20 CC*09T3** CC*09T3** CC*09T3** CC*09T3** CCGX09T3** CC*09T3**

Type

@ exstock - ablager ©ondemand - aufAnfrage ¢ Toolholder with holes for coolant - Klemmhalter mit Kiihimittelbohrung
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~ Anti Vibiration Boring Bar
(Anti Vibration Bohrstange

Technical features - Technische Merkmale

By increasing the rigidity of the tool materials the vibration will be reduced. The carbide toolholder
performs much better than steel toolholder. The cutting data can be increased and the shank overhang
extended. Therefore you achieve better surface and higher workpiece precision.

Durch den Einsatz von Hartmetall als Werkzeugmaterial wird die Stabilitdt des Werkzeuges verbessert,
und Vibrationen werden reduziert.

Die Hartmetall-Bohrstange erlaubt durch die Stabilitat hohere Schnittleistungen und eine

groBere Auskragung. Dariiberhinaus wird eine hohere Werkstiickprazision und eine exzellente
Oberflachenqualitat erzielt.

Vibration amplitude - Schwingungsausschlag

Under same machining conditions:
Bei gleichen Bearbeitungsbedingungen:

The maximum overhang of carbide
NN LARAARAS #A B toolholder is ca. L<6D

|||| |.|| 'J i

joedwi uoneiqi|
Ag pasned uonels|eooy

Die maximale Auskragung beim
Steel Toolholder/ Einsatz von Hartmetall-Bohrstangen
Stahl Bohrstange N

betragt ca. L<6D

The maximum overhang of steel
toolholder is suggested to be ca. L<3D

Die maximale Auskragung beim
Einsatz von Stahl-Bohrstangen betragt

1oedwi uoieiql|
Aq pasned uoljels|e0oy

Cemented Carbide Toolholder/ ~ Time ca. L<3D
Hartmetall Bohrstange Zeit
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Turning

- Drehen
InternalltunningftoolsEDiehwerkzeugelzudinnenbearbeitung

CP** 1 CC™* Toolholder - Halter
Kr:95° e
n ed
; =
Q (3 1 ;
L2 L1
R type
Rechtsausfuihrung
Stock Dimension (mm) Screw Wrench Shim ngraslft;:w
Lager Abmessung Schraube Schlissel Unterlage Unterlage
Type - Typ
R|L| @D |ed| s |Li|lz| h e v >/ a W
C10M-SCLPR/L06 [ IR 12 | 10| 6 [150| 17 | 9 | 7°
160M2.5x5.5 WTO7IP
C12Q-SCLPR/L06 ° 16 12| 8 |180| 20 | 11 | 4°
C16R-SCLPR/L09 e | o 20 | 16| 10 |200| 29 | 15 | 4°
160M3.5x8 WT15IP
C20S-SCLPR/L09 e | o 25 | 20|13 |250| 35 | 18 | 4°
+ E16R-SCLPR/L09 o | o 19 | 16 | 10 | 200 15.5| -2°
160M3.5%10 WT15IP
+ E20S-SCLPR/L09 o | o 24 | 20 | 13 |250 19.5| -2°
4 EO8K-SCLCR/L06-9 | @ | O 9 8 | 5 (125 7.5 |-12°
4 EO8K-SCLCR/L06-10| @ | © 10 8 | 6 125 7.5 |-12°
160M2.5%5.5 WTO71P
+ E10M-SCLCR/L06 ® | O 12 10 | 7 |150 9.5 (-10°
+ E12Q-SCLCR/L06 ® | O 15 | 12| 9 |180 11.5|-10°
+ E12Q-SCLCR/L09 e | o 15 12| 9 |180 1.5] -9° 160M3.5%8 WT15IP
+ E16R-SCLCR/L06 ® O 18 16 | 10 | 200 15.5| -8° 160M2.5%5.5 WTO71P
+ E16R-SCLCR/L09 [ I 18 16 | 10 | 200 15.5|-10°
4 E20S-SCLCR/L09 [ I 24 | 20| 13 |250 19.5| -8° 160M3.5%10 WT15IP
+ E25T-SCLCR/L09 ® | O 31 25 | 17 |300 24 | -6°

Weitere Durchmesser auf Anfrage / more diameter on demand

Applicable insert
Wendeschneidplatten

Application
Anwendung

Extra Finishing
Feinbearbeitung

SF
insert shape
Schneidplattenform

A87
C*-SCLPR/L06 CP**0602**
£ c.scierios cPogTa
S  E*-SCLCRIL06 CC™0602+
g E*--SCLCR/L09 CC**09T3**
® exstock - ablager © ondemand - aufAnfrage

A242

+ Toolholder with holes for coolant - Klemmbhalter mit Kiihimittelbohrung




DP** 1 DC** Toolholder -

SDQPRI/L

SDQCRI/L
Kr:107°30°

R type

Halter

Turning

' Drehen

InternalltunningltoolsEDrehwerkzeugeyzunlnnenbearbeitung

Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schliissel
Type - Typ
R|L| @D |ed|s |Li|la|h|e v /
C10M-SDQPR/L0O7 e | o 13 10| 7 |150] 20 | 9 | 8°
160M2.5x5.5
C12Q-SDQPR/L07 ° 16 12| 9 (18022 | 11| 8° WTO71P
C16R-SDQPR/L0O7 [ 20 16 | 11 |200| 27 | 15 | 6° 160M2.5%6.5
C16R-SDQPR/L11 e | o 20 16 | 11 {200| 32 | 15 | 6°
160M3.5x8 WT15IP
C20S-SDQPR/L11 [ 25 20 | 13 |250| 33 | 18 | 6°
+ EO8K-SDQCR/L07 ® | O 1 8 | 65140 75 |-12°
+ E10M-SDQCR/L07 ® | O 12 10 | 7 |150 9.5 |-10°
160M2.5x5.5 WTO71P
+ E12Q-SDQCR/L07 ® | O 15 [ 12| 9 |180 11.5]-10°
¢+ E16R-SDQCR/L07 ® | O 18 | 16 | 10 | 200 15.5| -6°
+ E16R-SDQCR/L11 ® | O 18 16 | 10 {200 15.5| -8° 160M3.5%x10 WT15IP
+ E20S-SDQCR/L07 ® | O 24 20 | 13 |250 19.5| -4° 160M2.5x5.5 WTO7IP
+ E20S-SDQCR/L11 e | O 24 |20 | 13 |250 19.5| -8°
+ E25T-SDQCR/L11 o | O 31 25 | 17 |300 24 | -6° 160M3.5%10 WT15IP

Weitere Durchmesser auf Anfrage / more diameter on demand

Applicable insert
Wendeschneidplatten

Application Extra Finishing
Anwendung Feinbearbeitung
SF
insert shape
Schneidplattenform
A93
C*-SDQPR/L07 DP**0702**
<.
F  C*-SDQPR/L11 DP**11T3*
S  E*-SDQCR/LO7 DC*0702"
=
E*--SDQCR/L11 DC**11T3**

+ Toolholder with holes for Coolant

- Klemmhalter mit Kiihimittelbohrung

@ exstock - ab Lager

O on demand

- auf Anfrage

A243
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Turning : Drehen
InternalfturningltoolsEDrehwerkzeugelzuidinnenbearbeitung]

DP** / DC** Toolholder - Halter  (CEIERPIRGNSHEIED

||
Kr:93° 1 i
h
o od Dmin
R ] [
s = }

8) L2 L1 8
S I
:.q___; R type
Qo Rechtsausfiihrung
©
(] Stock Dimension (mm) Screw Wrench
E Lager Abmessung Schraube Schlissel
o Type - Typ

R|L|®@D |ed s |Li|L2| h | 6
o
(&)
= C10M-SDUPR/LO7 e | o 15 10| 9 |150( 18 | 9 | 8° 160M2.5%5.5
g C12Q-SDUPR/L07 o | o 16 121 9 |180| 19 | 11 | 8° WTO7IP
o 160M2.5%6.5
o)) C16R-SDUPR/L07 L ) 20 16 | 11 |200| 25 | 15 | 6°
< +E10M-SDUCR/LO07 | @ | © | 12 | 10| 7 |150 95 |-10°
- + E12Q-SDUCR/L07 | @ | © 15 12| 9 |180 11.5|-10° 160M2.5%5.5 WTO7IP
8) + E16R-SDUCR/L07 | @ | © 18 16 | 10 | 200 15.5| -6°
g + E16R-SDUCR/L11 | @ | © 18 16 | 10 | 200 15.5| -8° 160M3.5%x10 WT15IP
—~ ¢ E20S-SDUCR/LO7 | o | o | 24 |20 |13 250 195| -4° | 160M2.5x5.5 WTO07IP
A +E20S-SDUCRIL11 | 0 | o | 24 |20 |13 250 |19.5] -8°
(&)
% + E25T-SDUCRI/L 11 o | o 31 25 | 17 300 24 | -6° 160M3.5%x10 WT15IP
O

Weitere Durchmesser auf Anfrage / more diameter on demand

Applicable insert
Wendeschneidplatten

Application Extra Finishing
Anwendung Feinbearbeitung
SF
insert shape
Schneidplattenform
A93
C*-SDUPR/L07 DP**0702**
. N SO
F  E*SDUCRILO7 DC*0702**
S E*-SDUCRIL11 DC™11T3"
'_

@ exstock - ablager ©ondemand - aufAnfrage ¢ Toolholder with holes for coolant - Klemmhalter mit Kiihimittelbohrung
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TP** Toolholder - Halter

STUPR/L
Kr:93°

Turning

InternalltunningltoolsEDrehwerkzeugeyzunlnnenbearbeitung

' Drehen

R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schliissel
Type - Typ
R|L| @ od|s|Li|L2|h|o v >/
C10M-STUPR/L09 [ 2 ) 12 10| 6 [150| 20 | 9 | 6°
I60M2.2x5.5 WTO07IP
C12Q-STUPR/L09 ° 16 | 12| 8 |180| 22 | 11 | 4°
C12Q-STUPR/L11 ° 16 | 12| 8 |180| 25 | 11 | 4°
I60M2.5%6.5 WTO7IP
C16R-STUPR/L11 ° 20 | 16| 10 |250| 27 | 15 | 3°

Applicable insert
Wendeschneidplatten

Application Extra Finishing
Anwendung Feinbearbeitung
SF
insert shape
Schneidplattenform
A103

0o C*-STUPR/L09 TP**0902**
Q >
>
= C*-STUPR/L11 TP**1103*

+ Toolholder with holes for Coolant - Klemmbhalter mit Kiihimittelbohrung

@ exstock - ab Lager

o ondemand - aufAnfrage
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A246

Turning

TC** Toolholder -

STFCR/L
Kr:90°

Halter

- Drehen

. ad Dmin
ES ST — i o
Lz L1
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schlissel
Type - Typ
R| L| @D |od|s|Li|Le|h |68 v /
¢ EO8K-STFCR/IL09 | 0o | O 1 8 | 6 [125 75| -12
160M2.2x5.5 WTO7IP
¢ E1OM-STFCR/LO09 | 0 | O 12 10| 7 |150 9.5|-10
+ E12Q-STFCR/L 11 o | O 15 12| 9 180 11.5| -10
+E16R-STFCR/L11 | 0 | o | 18 | 16| 10 [200 15.5| -8 | 160M2.5x5.5 WTO7IP
¢ E20S-STFCR/L 11 o | o 24 20 | 13 |250 19.5| -8
+ E20S-STFCR/L16 | 0 | © 24 20 | 13 | 250 19.5| -8
160M3.5%x10 WT15IP
¢ E25T-STFCR/L16 | 0 | © 31 25 | 17 | 300 24 | -6
¢ E1OM-STFPR/L11 | 0o | © 12 10| 6 |150 95| -5
¢+ E12Q-STFPR/L11 | © | © 15 12| 8 |180 115 -4
160M3.0x7.0 WTO8IP
+ E16R-STFPR/L 11 o | o 19 16 | 10 | 200 15.5| -2
¢ E20S-STFPR/L 11 o | o 24 20 | 13 |250 19 | -2

Weitere Durchmesser auf Anfrage / more diameter on demand

Applicable insert
Wendeschneidplatten

Application Extra Finishing
Anwendung Feinbearbeitung
SF
insert shape
Schneidplattenform
A98
E*-STFCR/L09 TC**0902**
0o E*-STFCR/L11 TC**1103**
Q>
>
= E*-STFCRI/L16 TC**16T3**
E*-STFPR/L11 TP**1103**




\/ C** Toolholder -

SVQCRI/L

Halter

Turning : Drehen

Kr:107°30’
p |
ﬂ'/jl : J
. h od
’\012’Q b | I
) A7
L2
L1
R type
Rechtsausfiihrung
Stock Dimension (mm) Screw Wrench
Lager Abmessung Schraube Schliissel
Type - Typ
R|L| @D |ad s |Li|lz h|o v >/
C16R-SVQCR/L11 o | o 22 |16 |13 |200| 28 | 15 | -6°
160M2.5%6.5 WTO7IP
C20S-SVQCR/L11 [ ) 26 20 | 15 |250| 32 | 18 | -4°
Applicable insert
Wendeschneidplatten
Application Extra Finishing Finishing Al machining
Anwendung Feinbearbeitung Schlichten Alu Bearbeitung
insert shape SF @ HF - LH T T
Schneidplattenform w e
A106 A106 A107
= C*-SVQCR/L11 VC**1103** VC**1103** VCGX1103**
2
('D C*-SVUCR/L11 VC**1103** VC**1103** VCGX1103**
S
s

A247
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Turning : Drehen
InternaliturninglteclSEIDrehwerkzeugentzunlinnenbearbeitung;

V C** Toolholder - Halter  S-Clamping / S-Halter )

Kr:93°
- h
R T |
S 1
o
c L L1
-} [
5=
(V) R type
o] P "
E Rechtsausfiihrung
8 Stock Dimension (mm) Screw Wrench
= Lager Abmessung Schraube Schlissel
()
= Type - Typ
@) R|L|@D|ed| s |Li|L2|h |6 w
()
L
() C16R-SVUCR/L11 ® | ® | 24|16 | 15 |200| 25 | 15 | 6°
E 160M2.5%6.5 WTO7IP
) C20S-SVUCRI/L11 ® | @ | 28| 20| 17 |250| 30 | 18 | 4°
(@)
— + E16R-SVUCR/L 11 O | O | 22|16 | 13 | 200 15 |-6.5°
<C [ e e e T 160M2.5%6.5 WTO7IP
. + E20S-SVUCRI/L 11 o | O |27 |20 | 13 |250 18 |-6.5°
(@)} + E25T-SVUCRI/L 16 o | o | 3 | 25 |20.5| 300 23 |-6.5°
= 160M3.5%x10 WT15IP
[
—
|3 Weitere Durchmesser auf Anfrage / more diameter on demand
©
—
()
C
o Applicable insert
O Wendeschneidplatten
Application Extra Finishing Finishing Al machining
Anwendung Feinbearbeitung Schlichten Alu Bearbeitung
insert shape SF @ HF - LH ..-46“‘-_ :
Schneidplattenform w v
A106 A106 A107
= C*-SVUCRI/L11 VC**1103** VC**1103** VCGX1103**
l_
;v E*-SVUCRI/L11 VC**1103** VC**1103** VCGX1103**
S
'_
® ex Stock Lager - ab Lager © ondemand - aufAnfrage + Toolholder with wholes for Coolant - Klemmbhalter mit Kiihimittelbohrung
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B Recommended cutting data - Empfohlene Schnittdaten

Turning

- Drehen
Application LYAnwendungsinformation

Cemented .
m CVvD PVD Coated | Ceramic
T Coating - o Ay o - Cermet carbide/ unbe. o
oating - Beschichtung Coating - Beschicht. cermet Keramik
P Hartmetall
g b=
Workpiece | .5 |vsc1s1|vBc251 | YBC152 | YBC252| YBC351 | YBG102 | YBG202| YBG302| YNG151 [YNG151C| YC10 | YC40 | CA1000 | CN2000
iso | Materials L
Werk- 3 Feed rate - Vorschub (mm/rev)
stiickstoff | 2
5 | 0.1-06 | 0.1-0.8 | 0.1-0.6 | 0.1-0.8 | 0.2-1.0 | 0.2-0.4 | 0.1-0.6 | 0.05-0.8|0.05-0.2|0.05-0.2| 0.1-0.4 | 0.1-0.5 | 0.1-1.5 | 0.1-1.5
1
©
I Cutting speed - Schnittgeschwindigkeit (m/min)
— E| C=0.15% | 125 430-200 |430-190  500-270 | 480-240 | 380-165 | 460-220  380-180 | 360-165 | 550-350 | 580-350 | 360-165 | 300-145 | 800-300
ol
§ | C=0.35% | 150 |380-180|410-180 |460-250 | 460-230  300-150 |440-210 |300-170 | 280-150 | 500-300 | 520-300 | 280-150 | 220-130 | 600-200
e}
&z
]
¥ | C=0.60% | 200 |330-150 | 350-150 | 400-220 | 400-200 | 260-130 | 380-180 | 260-150 | 240-130 | 460-260 | 480-260 | 240-130 | 180-80 |400-150
low alloy,
annealed | 180 |350-170 | 350-150 | 400-180 | 400-200 | 200-100 | 380-180 | 200-120 | 180-100 | 410-240 | 430-240 | 180-100 | 160-80 | 150-180 | 400-150
gegliht
=| lowalloy,
T 8| tempered | 275 |230-100 |210-100 | 280-150| 260-140 | 140-70 | 240-120 | 140-90 | 120-70 | 300-180| 320-180 | 12070 | 120-50 | 350-120 | 300-100
1;;2 vergltet
5‘5 low alloy,
< | tempered | 300 |210-100 | 190-70 |260-150|240-120| 125-60 | 220-100 | 125-80 | 100-60 |250-170 |270-170| 100-60 | 80-40 |300-100 | 250-80
= vergutet
low alloy,
tempered | 350 | 180-80 | 170-70 |230-120 |220-120| 110-55 |200-100 | 110-75 | 90-55 |230-150 |250-150| 90-55 | 70-45 | 300-80
vergutet
— high alloy,
§ | annealed | 200 |320-150 | 260-120 | 360-190 | 310-170 | 175-80 |290-150| 175-100 | 155-80 |350-200 | 370-200 | 155-80 | 135-60 |400-150 | 350-120
=>2| gegluht
= O .
© | high alloy,
2| tempered |325 | 140-90 | 100-50 | 190-130|150-100| 85-40 | 130-80 | 85-60 | 65-40 |170-110|190-110| 65-40 | 45-30 |300-100| 280-80
vergitet
Non-Alloy
i 180 | 240-120 | 200-100 | 280-160 | 250-140 | 135-75 |230-125| 135-95 | 115-75 | 260-170|280-170 | 115-75 | 95-55 |600-220
T3
% &| Low alloy
22 Y1200 | 230-70 | 170-60 |280-110|220-110 | 120-80 | 200-90 |120-100| 100-80 |260-170|280-170 | 100-80 | 80-60 |400-150
2 G niedrig legiert
cP High all
19N &0V | 525 | 160-70 | 140-50 |210-110 | 190-100 | 95-55 | 170-80 | 95-55 | 95-55 |260-100|280-100| 95-55 | 75-35 |350-120
hoch legiert
m CVD PVD Cermet Coated
ﬁ Coating ‘- Beschichtung Coating - Beschicht. cermet
Workpiece ,%' YBM151 | YBM251 YBG202 | YBG302 YNG151 |YNG151C
ISO Materials I . Vorsch
rate - Vor: mm/rev
Werk- & eed rate - Vorschub (mm/rev)
.. 8
stiickstoff € | 0.2-06 | 0.2-0.6 0.1-0.4 | 0.2-0.6 0.1-0.3 | 0.1-0.3
T
1
g Cutting speed - Schnittgeschwindigkeit (m/min)
__ Ferrite 180 | 280-180 | 250-140 300-190 | 250-150 330-220 | 350-210
3 s
»
M @ | Austenite | 260 |250-150|200-110 250-160 | 220-120 250-150 | 270-140
(O]
EE
8
D | Martensite | 330 | 200-140 | 210-130 260-170 | 210-120 270-170 | 290-160
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Turning

- Drehen
ApplicationlinformationiYAnwendungsinformation

m Recommended table of cutting parameters for general turning

Empfohlene Schnittparameter fiir allgemeine Drehbearbeitung

. men
m CVvD Coated Ceramic Ce_ BT
T v - . Cermet " carbide/ unbe.
Coating ‘- Beschichtung cermet Keramik
(] Hartmetall
: =
Workplece Hy YBDO052 | YBD151 | YBD102 | YBD152 | YBD252 | YNG151 [YNG151C| CA1000 | CN1000 | CN2000 | YC10 YC40
iso| Materials T
Werk- 3 Feed rate - Vorschub (mm/rev)
stiickstoff | 2
5 0.1-0.4 | 0.1-06 | 0.1-0.4 | 0.1-0.5 | 0.1-0.8 | 0.1-0.4 | 0.1-0.4 | 0.1-1.5 | 0.1-1.5 | 0.1-1.5 | 0.1-0.3 | 0.1-0.4
S
©
= Cutting speed - Schnittgeschwindigkeit (m/min)
£ g | Ferrite 130 | 350-230 | 315-210 | 330-220 | 320-105 | 250-170 | 280-160 | 300-180 | 1200-200 | 800-600 | 800-600 | 150-90 | 105-45
s E
8 E
Z 2| pearlite 230 | 250-105 | 225-95 | 230-100 | 230-100 | 180-75 | 220-120 | 240-150 |1000-200 | 700-500 | 700-500 | 120-70 | 80-30
=
L‘g"r:j;fjg;“ 180 | 520-200 | 450-180 | 480-200 | 480-190 | 380-150 | 400-250 | 420-270 |1200-200 | 800-600 | 700-500 | 170-100 | 130-60
ng?aila::sl;on 260 | 230-120 | 210-110 | 220-115 | 210-100 | 170-90 | 360-240 | 380-260 |1000-200| 750-500 | 800-600 | 130-70 | 95-40
g Ferrite 160 | 310-150 | 285-140 | 300-150 | 290-140 | 220-110 | 330-190 | 350-210 | 800-200 | 600-450 | 600-450 | 140-80 | 115-45
&5
S 8
3 Pearlite 250 | 230-110 | 210-100 | 220-105 | 210-100 | 170-90 | 310-200 | 330-220 | 700-200 | 500-350 | 500-350 | 110-70 | 80-30
m PVD Cemented PCD
I Coating - carbide CBN PKD
. g Beschichtung |Hartmetall
Workp_lece :‘:I‘:, YBG102 YD101 | YCBO11 | YCB012 | YCDO11
O | Materials | 1
(2 Werk- 8 Feed rate - Vorschub (mm/rev)
stiickstoff | 2
S [0.05-0.15 0.05-0.35 0.05-0.5 | 0.05-0.2 | 0.05-0.5
S
©
El= Cutting speed - Schnittgeschwindigkeit (m/min)
No heat
2| treatment
>3 X 60 1750-800 2500-
25 keine
O @ |Warmebeh.
< Heat
< 100 510-250 2500-
treatment
Z No heat
T | teatment | g 460-175 2500-
£ S keine
2 @ |Warmebeh.
§<_:(3 Heat
N g | treatment | g4 300-110 2500-
o keine
o Warmebeh.
Lead alloy
keine 110 610-205 630-65
Warmebeh.
3 5 | Copper,
w2 pure 90 310-195 630-65
‘é% copper
8 2 | Copper,
nonleaded
Copper, 100 225-115 375-30
electrolytic
copper
R I
g | Weese 40 90-30 70-20
i® alloy
z
5 45
[ -
gi Hard steel HRC 350-225
EE’ Super hard | 50~60
© © ~ -
H E= | Ssteel HRC 250-135
g L
C O :
8 g |Chiled cast] 55, 180-120
< iron
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Turning : Drehen
InternalitunningjtoolsEDrehwerkzeugentzudinnenbearbeitung|

m Correctional cutting parameters table of internal turning
Schnittparameter Ubersicht zur Drehinnenbearbeitung

Internal turning tools by P type clamping - Drehwerkzeuge (Innen) P Typ Klemmung

L/D<3 L/D=3-4 (Diameter of

Workpiece material Hardness HB '\ggfggi'gpyg EE= TS = sl1tank2¢160m$) p—
- ; ) eed rate utting dep eed rate utting dep
el L] Akl Anwendung | Vorschub Schnitttiefe Vorschub Schnitttiefe
(mm/rev) (mm) (mm/rev) (mm)

Carbon steel, Alloy steel
Kohlenstoff Stahl, Stahlleg. | HB180—280
45#, 42CrMo

Semi-finishing

Mittiere Bear, | O-170-25-0.4 <5.0 0.1-0.2-0.3 <4.0

Stainless steel Semi-finishi
. emi-finishing
Rostfreier Stahl <HB220 Mittlere Bear. 0.1-0.2-0.3 <4.0 0.1-0.15-0.25 <3.0
1Cr18Ni9Ti 0Cr18Ni9

Cast iron HT250 HB170—230 Semi-finishing

Gusseisen Mittlere Bear. 0.1-0.25-0.4 <5.0 0.1-0.2-0.3 <4.0

Internal turning tools by S type clamping - Drehwerkzeuge (Innen) S Typ Klemmung

Workpiece - L/D<3 L/D=4 L/D=5 L/D=6
material Hardness | Machining
Werk tl" " HB category Feed rate |Cutting| Feed rate |[Cutting| Feedrate | Cutting Feed rate Cutting
Nelrts UCI: Harte Anwedung Vorschub depth | Vorschub | depth | Vorschub depth Vorschub depth
ELEIED (mm/rev) (mm) (mm/rev) (mm) (mm/rev) (mm) (mm/rev) (mm)
Carbon L
steel, Alloy FOrINSing | 0.05-0.1-0.15 | <02 |0.05-0.1-0.15 | <0.2 ; - - ;
steel
Kohlenst.
Stahl, leg. HB180-280 For semi-
Stahl finishing  |0.15-0.25-0.35| <3.0 | 0.1-0.15-0.2 | <1.5 - - - -
454, Mittlere Bear.
42CrMo
Stainless For finishing
steel Schlichten, | 0:05-0:1-0.15 | <0.2 |0.05-0.1-0.15| <0.2 - - - -
Rostfreier
M Stahl <HB220 For semi-
1Cr18Ni9Ti finishing 0.15-0.2-0.25 | <2.0 | 0.1-0.15-0.2 | <1.0 - - - -
0Cr18Ni9 Mittlere Bear.
FOrInSing | 0.05-0.1-0.15 | <02 |0.05-0.1-0.15| <02 |0.05-0.1-0.15| -0.15 | 0.05-0.1-0.15 | <0.1
chlichten
Al Alloy - For semi-
finishing 0.05-0.1-0.15 | <2.0 |0.05-0.1-0.15| <1.5 |0.05-0.1-0.15| -1.0 0.05-0.1-0.15 <1.0
Mittlere Bear.

Antivibration internal turning tools - Antivibrations Drehwerkzeuge (Innen)

Machinin . Feed rate Cutting depth
. . .I.I 9 Chipbreaker Grade - g . i
Workpiece material conditions Vorschub Schnitttiefe
Spanbrecher Sorte
Anwendung (mm/rev) (mm)
Steel HB180—280 0.05-0.2-0.35 0.05-0.1-0.3-0.5
Stahl
S Finishi YNG151
i < mnisnin
M tainless steel <HB220 Shing SF 0.05-0.2-0.35 0.05-0.1-0.3-0.5
Rostfreier Stahl Schlichten
YNG151C
Castiron HB170—230 0.05-0.2-0.35 0.05-0.1-0.3-0.5
Gusseisen

Letters in blue color are recommended
cutting parameters
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= Drehen
Application LYAnwendungsinformation

A Tool
No-| yoarfypo | Situation | Reason

Turning

Poor surface quality
and inconsistent
measurement. Increase
in cutting force.

1+2 Flank wear

Grade is too soft

Cutting speed is too high.
Flank angle is too small.
Feed rate is too low

Countermeasures

Select grade with higher wear
resistance

Reduce cutting speed
Increase flank angle.
Increase feed rate

Bad surface and

3 Crater wear chip control

Grade is too soft.
Cutting speed is too high.
Feed rate is too high.

Select grade with higher wear
resistance

Reduce cutting speed
Reduce feed rate

Tool life not stable

Grade is too hard.
Feed rate is too high.
Cutting edge strength not

Select grade with higher
toughness

4  Chipping Sudden breakage of Reduce feed rate
cutting edge strong enough . Change honing of cutting edge
The rigidity of holder in Use holder with bigger shank size
insuffiecient (vibration)
Grade is too hard.
, : . Feedrate is too high. Select grade with higher toughness
5  Fracturing gﬂ:}?gefféﬁgﬁﬂ%f: zlr?g (G GEED Shengi e Reduceg feed rate ° . °
measure becomes bad  Strong enough Change honing of cutting edge
The rigidity of holder in Use holder with bigger shank size
insufficient
) Grade is too soft. o )
_ Inconsistent measure  Cutting speed is too high. Grade with high wear resistance.
g Plastic  meet. _ Depth of cut and feed rate too Reduce cutting speed
eformation Damage to the cutting : Decrease depth of cut and feed rate.
edge high Grade with high thermal conductivity.
Cutting temperature is high
i Cutting speed is low. ]
: zr?g rinS(E,JoIT\asCisetcgrlljta " Cutting edge not sharp Increase cutting speed
7 Welding measurement. Increase enough Increase rake angle. -
in cutting force. Grade not sultable Select grade with lower affinity
Break due to thermal Expansion or Use drv cuttin
8 TélngrE:I Xgﬂgggnwifgicéggﬁg is shrinkage due to cutting heat Selectr}g/;rade v%ith higher
Grade is too hard. toughness

interrupted.

Burr increase of

9 Notch wear & ing force information

Unstable cutting condition

(uncut surface,chilled parts,

machining hardened layer)
Friction caused by jagged
shape chips.

Feed rate and cutting speed

too high

Grade with high wear resistance.
Increase rake angle to improve
sharpness

Decrease cutting speed

Mostly happnes during
machining of high hard
materials or vibration

10 Flaking

Cutting edge welding and
adhesion.
Bad chip removing

Increase rake angle to improve
sharpness

Use chip breaker with wider chip
pocket




Freiflachen-

1+2 verschleil}

Schlechte Oberflachengtite
und MaRhaltigkeit
Anstieg der Schnittkraft

Turning
Application L/Anwendungsinformation

51 yerscelios | Auswitungen | Gund | _Gegenmatnahmen

Sorte nicht
verschleillfest genug
Schnittgeschwindigkeit
zu hoch

Freiwinkel zu klein
Vorschub zu gering

' Drehen

Sorte mit

hoherer Verschleil¥festigkeit
Schnittgeschwindigkeit
reduzieren

Freiwinkel vergréRern
Vorschub reduzieren

3  Kolkverschleify

Schlechte Oberflachenguite
und Spankontrolle

Sorte nicht
verschlei’fest genug
Schnittgeschwindigkeit
zu hoch

Vorschub zu hoch

Sorte mit

héherer Verschleil¥festigkeit
Schnittgeschwindigkeit
reduzieren

Vorschub reduzieren

4  Ausbrockelung

Standzeit nicht stabil
Pl6tzlicher Bruch
der Schneidkante

Sorte ist zu hart
Vorschub zu hoch
Schneidkantenstabilitat
nicht ausreichend
Stabilitat des
Werkzeughalter oder
Spannung

nicht ausreichend

Sorte mit hdherer Zahigkeit
Vorschub reduzieren
Schneidkanten-

verrundung andern
Stabileren Halter verwenden

Anstieg der Schnittkraft

Sorte ist zu hart
Vorschub zu hoch
Schneidkantenstabilitat
nicht ausreichend

Sorte mit hdherer Zahigkeit
Vorschub reduzieren

5 Bruch Schlechte Oberflachengiite T o e Schneidkanten-
und MaRhaltigkeit Werkzeughalter oder verrundung andern
Spannung Stabileren Halter verwenden
nicht ausreichend
Sorte nicht Sorte mit
verschleillfest genug. hoherer Verschleil¥festigkeit
C Schnittgeschwindigkeit ~ Schnitt-
6 Plastische Sggfh?é? lI\J/InalShaItlgkelt zu hoch geschwindigkeit reduzieren
Deformation gung Schnitttiefe und/oder Schnitttiefe

der Schneidkante

Vorschub zu hoch
Temperatur an der
Schneide zu hoch

und Vorschub reduzieren
Sorte mit
hoherer Warmebestandigkeit

7 Aufbauschneide

Anstieg der Schnittkraft
Schlechte Oberflachengiite

Schnittgeschwindigkeit
Zu niedrig
Schneidkante

nicht scharf genug
Sorte nicht geeignet

Schnittgeschwindigkeit
erhéhen

Spanwinkel erhéhen
Sorte mit geringer Affinitat

Thermischer

o

Bruch durch
thermische Wechselwirkung

Durch die Bearbeitungs-
Temperatur-

Trockenbearbeitung

Gratbildung

durch Spane

Verschlei®  Oft bei unterbrochenem schwankungen Sorte mit hdherer Zahigkeit
Schnitt (Frasen) Sorte ist zu hart
Beschadigung Sorte mit

héherer Verschleil¥festigkeit

(ausgefranste Spankante) Spanwinkel vergroRern

o | vl Anstieg der Schnittkraft L/r?(rjschub grghﬁienig §§Eé£f§|f§mm en
Schnittgeschwindigkeit ~ Schnittgeschwindig-
zu hoch keit verringern
. Spanwinkel vergrofiern um
(E?ft bgl _c:er hirt Verklebungen eine scharfere Schneide zu
10 Abplatzung V\/e;ee‘rll;s(taé#g%dgr erer an der Schneidkante bekommen
(Beschichtung) sowie Ausbriiche. Spanbrecher mit gro3erer

wenn Vibrationen
auftauchen

Schlechte Spanabfuhr

Spankammer
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