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SAFETY GUIDE OF CARBIDE PRODUCTS

KORLOY Inc. is continuously trying to develop safer and higher quality products
Please be aware of the safety guidelines below prior to using KORLOY Inc. products

« It is generally accepted that the proper handling of cemented carbide tools requires awareness of safety as noted above. For more information, please contact us.
+ KORLOY does not accept any responsibility for any accident caused by inappropriate use, abuse of tools, or changes to the products.

1. PL (Product Liability)

In accordance with the PL (Product Liability) law, we have attached a WARNING label on the case of KORLOY products.
There is no warning on the surface of the tools. Please read this safety guidelines before using carbide tools and provide safety education to all users.

2. Basic characteristics of CEMENTED CARBIDE tools

3. Precaution for CEMENTED CARBIDE tools

1) Cemented carbides are extremely hard and brittle at the same time. Impact shock or excessive clamping power could cause fracture or breaking of the tool.
2) Cemented carbides have large sepcific gravity, thus they require special attention as a heavy material when you handle big sizes or large quantities.
3) Cemented carbides have different thermal expansion coefficient with steel and ferrous materials. Shrink fit or swell fit products may cause trouble if they are used at

undesirable conditions like extremly high or low temperatures.

Cemented carbide tools are made of carbides, nitrides, carbonitrides, oxides of Tungsten (W), Titanium (Ti), Alluninyum (Al), Silicon (Si), Tantalum (Ta), Boron (B) etc
and metal omponent like Cobalt (Co), Nickel (Ni), Chrom (Cr), Molybdenum (Mo) as binder. Cemented carbides tools have high hardness and specific gravity.
Generally there's no smell but according to usage and treatment, appreance and color could be changed

4) There are several cemented carbide products having sharp cutting edges.Be careful not to handle the tools with bare hands which may cause cuts or injury,
especially when removing the tools from the case, do not touch the cutting edge and be careful not to drop it.
5) Storing carbide tools in a corrosive atmosphere may cause erosion which can reduce toughness.

6) Please refer to the catalouge safety guidance prior to handling the tools.
7) Do not absue tools under inappropriate conditions.

4. Precaution for machining (grinding, welding, EDM) of CEMENTED CARBIDE tools

1) Surface condition can affect the toughness of the tool, so it is recommended to use a diamond grinding wheel.

2) Grinding of cemented carbide creates mist and dust. It contains harmful compositions like Cobalt (Co), thus it is recommended to use a mask,
mist collection, and other protective facilities. If the dust gets in your skin or eye, rinse immeditely with continously running water.

3) In case of grinding with coolant, coolant contains harmful metal components which cause environmental problems.

Handle the coolant according to the manufacturer's recommendations.
4) Check for cracks after re-grinding carbide tool and reuse.

5) Marking with laser or electric pen may cause cracks on the carbide tool. The crack can shortened tool life.

6) EDM of carbide may cause residual cracks on the carbide tool, so if necessary , remove the crack with a grinding process.

7) Brazing of carbide tools at extremly high or low temperatures compare with the melting point of brazing materials may cause loosening or breakage.
8) Overheating a oil base coolant may cause a fire or flames, thus be prepared for fire prevention.

5. METALCUTTING SAFETY

DANGEROUS FACTOR

SAFETY COUNTERPLAN

Cutting tools

- Sharp cutting edge of cutting tools may cut your bare-hand

- Use gloves when pulling out the insert from the case or mounting it on the machine

- Inappropriate conditions or usage may cause fragmentation and expel
parts of tools which may cause injury

- Use glasses or safety cover for your safety
- Use the tools within the recommended range
- Please refer to catalogue and safety guidelines first

- Severe load on tool and premature wear of cutting edge may bring excessive cutting force
on tool, causing fracture of the tool and may cause injury

- Use glasses or safety cover for your safety
- Change the tool as required before excessive wear or fracture

- Chips evacuated during cutting are hot and sharp and maycause burns and cuts

- Use glasses or safety cover for your safety
- Stop machining and put safety glove on and use a hook tool to remove chips

- Touching the workpiece immediately after cutting may cause burns

- Use gloves or safety cover for your safety

- Be aware of sparks, fire, or explosion of hot chips generated during the cutting operation

- Do not use at the place where having explosive materials
- Prepare for fire extinguishments

- In case of high RPM machining, vibration and chattering may occur
due to the improper balance of the machine

- Use glasses or safety cover for your safety
- Check first if there's any chattering, vibration or strange noises prior to your main cutting operation

- Touching a burr remaining on the workpiece with a bare-hand may cause a cut

- Do not touch the burr with bare-hand
- Use gloves or safety cover for your safety

- Loose clamping of the workpiece may cause the tool to fracture and result in damage to the cutter body and possible injury

- Clamp the workpiece tightly

- Tools are operated to right-hand direction normally
- Left-hand direction operation can cause fracture of tool and body damage

- Do not use left-hand direction without notice
- Check the package of product to check the availability of left-hand operation

Indexable
tools

- Loose clamping of inserts and parts may result in ejection of the tool during cutting and may cause serious injury

- Check the clamping of inserts and parts prior to machining,and use original parts only

- Over loaded clamping of inserts by a lever (such as a pipe) may cause dangerous fracturing of parts and inserts

- Do not use lever inappropriately

- In case of high speed machining, parts and inserts can be forced out by centrifugal force

+ Use within recommended condition
- Use glasses or safety cover for your safety

- Since cutter has sharp cutting edges touching with a bare-hand may cause a cut

- Use gloves or safety cover for your safety

- Itis dangerous to use glove with rotating machine

- Do not wear gloves when you work with rotating machine

[7]
Tg - Contact with body or clothes is dangerous with rotating parts - Keep your body and clothes away from rotating machine
;a Vibrati ted by balancing troubl frac d eiection of the tool which o - RPM should be controled within recommended condition
_g bration generated by balancing trouble may cause a fracture and efection of the tool which may cause serious Iniury | . cpeck the balance of rotating part periodically
g - In case of drilling, the uncut bottom core can fly out of the part with high speed and cause serious injury | - Use gloves or safety cover for your safety
- The edges of small diameter drill are sharp and easy to break - Use gloves or safety cover for your safety
Be . - A - - Check the brazed tip before using
g 8l - Fragmentation and ejection of brazed carbide tip may cause injury Do not use at high temperature cutting condition
o - There's a possibility of breaking the carbide tip after several brazing - Do not use brazing a tip that has been brazed several times
=
i - Stick to safety regulations and guidelines

- Abusing may cause fragmentation of tool and is very dangerous




KORLOY Inc. Code System

Grade name for coated carbide

Coating Machining type

N | C |cvD 1
P| C|pvD
Milling

0
3
5
Indication of workpiece ‘—y—‘

Steel P ._ ISO grade

CastironK.— 0j1]~[5]0
Heat resistance alloy for titanum S .— ’esistance Toughn-

Stainless steel M | 9 }—

Universal (PMK) E_

N

Turning

Universal (Milling+Turning)

Chip breaker

Cutting application range Workpiece range

Ultra finishing | U
ﬂ Steel

finishing | F

M | Stainless steel
Light | L
M P 4. Cast iron
Medium | M
4. Non ferrous metal

Rough | R
4. HRSA

Heavy | H

The same chip breaker code is used for both negative type and positive type.

Terminology of tool formula

TERM CODE UNIT TERM CODE UNIT
Tool diameter D mm Horse power requirement Pc kW
Cutting speed ve m/min Specific cutting resistance ke MPa
Revolution per minute n min’ Torque Mc N.m
Feed per minute vf mm/min Thrust Tc N
Feed per revolution fn mm/rev Cycle time tc min
Feed per tooth fz mm/t Tool life T min
Tooth z Flank wear Ve mm
Axial depth of cut ap mm Crater wear Kt mm
Radial depth of cut ae mm Nose radius r mm
Peak feed pf mm




How to use Tool4U (Web quotation requirement)

1. Contact with Korloy Homepage

http://www.korloy.com (Korloy Homepage)

2. Click

Tool4aU banner-icon on the web site

3. Main page

@ Tailor-made
Standard no
korloy item

@ Semi standard
Standard but different in size

©® Special tooling
For special tooling such
as gear, edge miller,
railway, non-standard
indexable & facemill

® Search
You can search
by designation

DI MY | Korean-metric | v

® Home

Click here to go on
to the mail page

O Custom-tailored ——
Customized item by
special request

© My favorite
You can organize shortcuts
on your favorite items
(registered member only)

©® Memo
You can save
short text here

— @ My quotation
You can check your
quotation list here

— @ Help
Functional description

of each menu

@ Administrator

©® Login/Logout
Login, Logout & Register
as a member here

Only administrators
may access this menu

4. Screen shot

Screen shot 1: Step3. Product detail

N o

[ATTED

[a i M5

1. Step: Select category, product and check product detail
2. Next step: Open new window for changing dimension

3. Print: Print current page
4. Search: Search product by designation
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-JE-_E:, ‘:
;
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Enter essential information needed to quote
and click “Quote” button to send e-mail




GRADES & CHIP BREAKERS

KORLOY's new grades are designed with optimal substrates for each application and
are PVD coated for high temperature, high hardness and oxidation resistance,

or CVD coated for high tempeure and wear resistance. Additionally, the improved
post-coating treatment provides superior surface finishes to ensure the highest

levels of quality and productivity.
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A Grades
Grades system

D Cutting tool

- Steel ST10 ST20  ST30A

M Stainless steel U20

Uncoated - Castiron HO1 HO5 G10
carbide - Heatresistantalloy ~ HO1 HO05

- Non-ferrous metal ~ HO1 HO5
- Hardened steel HO1

- Steel NC3215 NC3225 NC3120 NC3030 NC5330 PC5300 PC5400
M Stainless steel PC8105 PC8110 PC8115 NC9115 NC9125 NC5330 NC9135 PC5300 PC9030 PC5400
Coated - Cast iron NC6310 NC6315 NC5330 PC5300 PC5400
carbide
for turning -Heatresistantalloy PC8105 PC8110 PC8115 NC9125 NC9135 PC5300 PC5400
- Non-ferrous metal ND3000 PD1005 PD1010

- Hardened steel PC8105 PC8110 PC8115

- Steel NC5330 NCM535 PC3600 PC3700 PC5300 PC5400 NCM545
M Stainless steel  NC5330 PC5300 PC9530 PC5400 PC9540
Coated - Castiron PC6510 NC5330 NCM535 PC5300 PC5400 NCM545
carbide _
for milling - Heat resistant alloy PC5300 PC5400 PC9540
- Non-ferrous metal ND3000 PD1005 PD1010

- Hardened steel PC2005 PC2010 PC2015 PC210F PC2505 PC2510

- Steel PC3700 PC5300 PC5335 PC5400 NC5330 NCM535
Coated M Stainless steel PC5300 PC5335 PC5400
carbide - Castion  PC6510 PC5300
for drills,

endmills - Heat resistant alloy PC5300 PC5400

- Non-ferrous metal ~ HO1

Turning - Steel CN1500 CN2000 CN2500 9 Application range
cermet - Castion  CN1500 CN2500 3
>3 (3 Diamond
2
- g ‘ ° Ceramic/cBN, PCD
Steel CC1500 CC2500 g
Coated 1 Coated comet, Cormet

....................... Coated carbide

cermet - Castion ~ CC1500 CC2500

( 20 S - Uncoated carbide

Milling cermet - Steel CN2000 CN30 - Ultra fine carbide

A

Feed rate

Grades & Chip Breakers



Grades A
Grades system

D Cutting tool

M General PC203F PC215F PC303S PC310U PC315E PC320 PC320S

Solid - Heat resistant alloy PC320 PC320S
endmills - Hardened steel PC203F PC303S PC310U
- Non-ferrous metal ND3000 ND2100 PD1005 PD1010 PC210C  HO1 HO5S
IMI General PC325U PC215G PC315G PC230F
So."d - Heat resistant alloy PC325T
drills
- Non-ferrous metal ~ FG2 FA1  ND2100
- Cast iron DBN500 DBN700A
cBN - Heat resistant alloy DB7000
- Hardened steel DB1000 DB2000 DBNX20 DBN250 DBN350 DBN400
Coated cBN - Hardened steel DNC100 DNC250 DNC400 DNC350
PCD - Non-ferrous metal DP90  DP150 DP200

2 Wear resistance tool

Ultra fine grain Ultra fine grain
cemented cgrbide - cemenedcade ! FAT Fee

Uncoated - Wear parts D1 D2 D3 G5
carbide - Comosion —INfo IN20 IN40

resistance

D Mining tool

Uncoated carbide - General GR10 GR20 GR30 GR35 GR40

Grades & Chip Breakers




A Turning Grades

Turning grade selections

D Selection system

ISO |Po1 P10 P20 P30 P40 P50 M10 M20 M30 M40 K01 K10 K20 K30 SO1 S10 S20 S30 NO1 N10 N20 N30 HO1 H10 H20 H30
s 6310 TP 8105 Tscoo m—PC8105
PC8110
36315 PD1005 — PC8110
Tpc 8115
NC5330
t(‘;orf)t;: TNC9125@ -PD1010@ B PC8115
= PC5300 NCo135@
PCSo e B PC5400 PC5300
PC5400 PC5400
—
cc15fo@
500 &
Cermet
CN1500
m—CN2500
DBN700 ‘ DP90 DNC100
cBN/ DBN800 N SmDB7000 DP150 DNC250
PCD DNC400
DBN500 gl DNC350
- ‘ -
ST10 “luz0 Ho1 O Ho1 Ho1
Uncosted ST20 HO5 HO5 HO5
ST30A 10
D Application range of turning grades
P steel M Stainless steel I8 castiron
£ £ £
E E E
g 400 Q 300 ¢ 500
5 g PC8110 3
g C3215 g g
& 300 - 3 ) PCs11s & 400
o NC3225 o ‘ o
s . Ne3120 g0 5
= = =
© 200 © © 300
NC3030
NC5330 100
100 200 | PC8110
" PC5400
0 02 04 06 08 0 02 04 06 0 02 04 06 08
feed, fn (mm/rev) feed, fn (mm/rev) feed, fn (mm/rev)
. Non-ferrous metal . Heat resistant alloy . Hardened steel
= s =
£ 4000 £ E
E E E
Q 14 < 200
g 3000 B 3
@ 2 a8
& & o 150
2 2 2
£ 2000 g g
3 & © 100
1000 50
DP90
0 0.1 02 03 0 02 04 06 0 02 04 06 08

feed, fn (mm/rev) feed, fn (mm/rev)

feed, fn (mm/rev)

Grades & Chip Breakers




Turning Grades A

NC3215/NC3225

¢ Universal grade especially for machining forged automobile components and
bearing steel both in continuous and interrupted cutting

¢ Available for all kinds of steels - carbon steel, alloy steel, rolled steel, tool steel,
mild steel, bearing steel and other special kinds of steel

¢ New coating technology increases welding resistance and chipping resistance, which leads to longer tool life.

D Features

+ Stable tool life « Longer tool life & Higher removal rate * Ideal combination of a grade and chip breakers
— Higher production — High cutting conditions and shorter — Prolongs tool life
stability cutting time available — Wide applications ranging from roughing to finishing

Stable tool like Unstable tool life Increased wear resistance Poor wear resistance

-

Less|Flaking

Less)wearion|rake surface

" Little VB \wear,

Less built-up .edge

i =X Severe)\VB wear,
NC3215/NC3225 Competitor NC3215/NC3225 Competitor

S L

- Disperse cutting force — Reduce chipping — Increase tool life — Improved productivity

New coating Previous coating

"\-'_m : B (x:

) Application range

Grades line up MP/LP chip breaker line up
5 | ! B
E 8507 e £
£ : o
S ©
> E
o
gsoo g
& ‘ ! g
£ 250 : o a
3 ' \
a |
200
0.1 0.2 0.3 0.4 0.5 0.1 0.2 0.3 0.4 05
feed, fn (mm/rev) feed, fn (mm/rev)
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A Turning Grades

CVD coated grades

CVD coated grade for high efficiency and quality turning of cast iron

NC6310&/ NC6315

® CVD coating with improved wear resistance and chipping resistance.

® Solutions for the most common issues in cast iron machining: Preventing excessive wear on
rake and flank surfaces of insert, chipping and burr

D Features of NC6310 D Recommended machining range for each grade
Normal wear on rake surface and nose radius Requested mechanical rigidity and toughness
A Excessive wear, < 600 I Chemical wear =
£ ' =
E 500 s
Q Plastic =
g 400 - deformation §
<4 L 2
§ 300 Wl g
gl s e ,g 5 o\ 2
NC6310 Existing grade (K10) G 20 | \Breskage B
100 \ g
""" [as
. . 0.2 0.4 06 feed, fn
' & @) Titanium layer with excellent p
l !*) 4y A4 f‘i o lubrication identifying wear o E k2 {mmfev)
# . | : . Continuous Light Heavy interrupted
i . Alumina layer specialized for ; i ;
Wi -"1.5-* SR ¢ .Mgé e heat resistgl/ncep uting inerrupted utting
@) Titanium layer with improved
fracture resistance
O Functional substrate optimized for
high speed cast iron machining
D Features of NC6315
Improved flaking resistance and wear resistance on rake surface Normal wear on flank surface

Flaking , iy Chip
resistance 5 ¥ \welding

i

Normal wear,on

flank surface i
g Y

Improved wear,
0 ~
resistance on rake surface
e —

NC6315 Existing grade (K15) NC6315 Existing grade (K15)

Alumina layer with better surface finish and improved
wear resistance and welding resistance

Titanium layer with improved fracture resistance

Functional substrate optimized for high feed and heavy
interrupted cast iron machining

Grades & Chip Breakers




Turning Grades A

CVD coated grades

Turning grades for stainless steel

NC9115@/NC9125@/NCo135&

® Optimized for reducing built-up edges, notch wear, plastic deformation and burrs, and for machining stainless steel
® [deal combination of a grade and MM/RM chip breakers for stable tool life and wide applications
ranging from roughing to finishing
® Stable tool life even at high speeds, feeds and depth of cuts (for STS316, vc over 150m/min available),
shortening cutting time
® Excellent versatility responding to workpiece change, covering the austenite, the martensite and the ferrite

® NC9115 is for P20 class, mild steel and forged steel machining.

D Features

« Improved surface finish thanks to the new lubricative CVD coating

Lubricative coating layer to prevent built-up edge

Ral0:79um y

NC9100 Series Existing coating

Top coat with improved welding resistance
Alumina coating layer for high speed cutting

Titanium coating layer with stronger resistance to chipping

Tough substrate optimized for continuous cutting and both light & heavy interruption

+ Coated layers of stronger chipping resistance and the
« Lubricative coating layers — Improves welding resistance substrate of high toughness — Inhibits notch wear creation

Inhibited built-up edge and blade damage

NC9125 (M25) Competitor (M25) NC9135 (M35)

Grades & Chip Breakers




A Turning Grades

CVD coated grades

D Grades line up

High hardness (High cutting heat)

Cutting speed, vc (m/min)

Chemical wear

Plastic
deformation

Breakage

feed, fn (mm/rev)

° 3 r

Continuous cutting General cutting Interrupted cutting
High toughness

2 Recommended grade and chip breaker per stainless steel type

[Austenitic stainless steel] [Duplex stainless steel]
Grade Cutting speed (m/min) Grade Cutting speed (m/min)
50 100 150 | 200 250 50 100 | 150 200 250
NC9115 i 220 NC9115 (120_1e0)
NC9125 150 200 ) NC9125 00 140
NC9135 )| NC9135 \
[Ferritic/Martensitic stainless steel] [Precipitation hardened (PH) stainless steel]
Cutting speed (m/min) Cutting speed (m/min)
Grade 100 150 | 200 | 250 Grade |~ 50 | 100 150 200 250
NCO115 [ — NCO115 ECT—
NC9125 EE T NCo125 | 40 it}
NC9135 ) | | NCo135 | (3. 0a)

Grades & Chip Breakers




Turning Grades A

) Selection system of CVD coated grade

: Machining | Recommended Recommended -
Workpiece types grade cutting speed (mmin) ISO Application range
Continuous
cuting NC3215 295 (170 ~ 420) P10
P15 | < NC3215 |
NC3225 260 (150 ~ 370)
P20 < NC3225 :—|
S e NC3120 | 260 (120~370) | P25 e
cutting Ve
NC3030 205 (120 ~ 290) P30 < NC3030
\ NC5330
NC5330 205 (120 ~ 290) P35
- M10 nevj
Continuous NCQﬂSQD 240 (220 ~ 260) V20 NC9115
I cuttin
m | Stainless 9 N09125@ 210 (190 ~ 230) NC9125 NC5330
steel M30
Interrupted NC9135 ——
autiing Ncg135@ 180 (160 ~ 200) |y 140
Continuous | NC6310@ 380 (300 ~ 500) | K10 | < Ncasno@
cutting NC6315 |
Castiron NC6315 280 (200 ~ 400) K20
Interrupted
cutting NC5330 190 (110 ~ 270) | K30 < NC5330
Continuous
oiting Ncg125cﬂ? s10 Frew
HRSA nt od 40 (20 ~ 60) NC9125 [
nterrupte:
outng N09135@ S20 < NC9135
2 The features of CVD coated grades
CVD Coated grades ISO Features
« Continuous machining of general steel and forged steel at high speed
NC3215 P10 ~ P15 « Substrate with excellent thermal crack/plastic deformation resistance, coating with improved chipping resistance
for continuous machining < MT-TiCN + Al20s + TiN
« Universal grade for general steel and forged steel
NC3225 P20 ~ P25 « 1st recommended grade for general machining with the use of high toughness substrate and coating layer with improved weld-
ing/chipping resistance ~ *+ MT-TICN + Al203 + TiN
+ Medium to roughing for steel
NC3120 P20 ~ P25 + Combining excellent fracture resistance substrate with chipping resistance and heat resistance Al20s increased stability
« MT-TIiCN + TiC + Al203
* Medium to low speed machining of steel and interrupted roughing
NC3030 P25 ~ P35 + Harmony between substrate with excellent wear/fracture resistance and Al203 film with excellent thermal/chipping resistance
« Increased stability in wide ranges of cutting conditions ~ « MT-TICN + TiC + Al203 + TiN
P30 ~ P35 « Stainless Steel - General cutting for mild steel & forging steel
M25 ~ M35 « Excellent cutting performance in hard to cut materials which are vulnerable to built up edge, due to the high tough substrate
NC5330 i .
K15 ~ K25 with improved fracture resistance and the coated layers
$16~825 |« MT-TICN +AlOs + TiN
Q@ + High speed cutting for ferritic and martensitic stainless steels
Neots MI0~M20" . MT-TICN + ALOs + TiN
@ + General cutting of stainless steel and heat resistant alloys
NC9125 M20 ~M30 | \IT-TICN + AlzOs + TIN
« Interrupted cutting of stainless steel and heat resistant alloys
noorss@ | mso-mao | E e
+ High speed and continuous cutting of grey cast iron
N06310@ K01 ~K10 « Increased tool life due to coating layer with high wear resistance
* MT-TiICN + Al2Os + TiN
« Universal grade for ductile and gray cast Iron
NC6315 K10 ~ K20 « Excellent performance thanks to the alumina (Al203) coating’s improved grip on the tough substrate
+ MT-TiCN + Al203

Grades &
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A Turning Grades

HON

UL

A
10

Application examples (NC3215/NC3225)

i Carbon steel (SM20C)

= Workpiece

= Cutting
condition

Part for fuel system

vc (m/min) = 250~380, fn (mm/rev) = 0.2~0.3
ap (mm) = 1.5~2.0, wet

m Designation Insert : CNMG120412-MP (NC3215)

Holder: PCLNL2525-M12

m Test result

A H "_\\’\’\
4 E

NC3215 Competitor

Cutting pass/Corner

P Alloy steel (SNCM, cast)

= Workpiece Part for engine

vc (m/min) = 100, fn (mm/rev) = 0.15
ap (mm) = 3.0, wet

= Cutting
condition

= Designation Insert : CNMG120408-MP (NC3225)

Holder: PCLNR2525-M12

s

m Test result

A

Cutting pass/Corner

¥ 3

NC3225 Competitor

. Carbon steel (SM40C, cold forging)

m Workpiece

= Cutting
condition

Part for steering
vc (m/min) = 170, fn (mm/rev) = 0.3
ap (mm) = 2.7~3.0, wet

Insert : DNMG150408-MP (NC3215)
Holder: DDJNL2525-M15

= Designation

m Test result

| H E
Ay A

Cutting pass/Corner

NC3215 Competitor

. Carbon steel (S55CR, hot forging)

m Workpiece Part for steering

vc (m/min) = 230, fn (mm/rev) = 0.3
ap (mm) = 0.5~1.5, wet

= Cutting
condition

m Designation Insert : CNMG120408-MP (NC3225)

Holder: PCLNL2525-M12

m Test result
A

Cutting pass/Corner

P .
NC3225 Competitor

. Carbon steel (SM45C, cold forging)

= Workpiece  Part for steering
= Cutting ve (m/min) = 200~250, fn (mm/rev) = 0.25~0.35
condition ap (mm) = 1.0~2.0, wet

» Designation  Insert : DNMG150612-LP (NC3215)

Holder: DDJNL2525-M15

m Test result

"B Alloy steel (SCR420, cold forging)

= Workpiece Part for mission
= Cutting vc (m/min) = 160, fn (mm/rev) = 0.13
condition  ap (mm) = 1.0, wet

= Designation Insert : DNMG150608-LP (NC3225)

Holder: DDJNL2525-M15

m Test result

s A s A

£ £

8 S N

? 2

g g

g g

= =

> >S5

o o
Ly . L ol  ar
NC3215 Competitor NC3225 Competitor
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Turning Grades A

Application examples (NC3225)

. Alloy steel (SCR420H, hot forging) . Carbon steel (SM48C, cold forging)
= Cutting vc (m/min) = 360~430, fn (mm/rev) = 0.2 = Cutting vc (m/min) = 280, fn (mm/rev) = 0.2~0.25
condition  ap (mm) = 1.2~1.5 (external machining/facing), condition  ap (mm) =1, dry
wet
= Designation Insert : CNMG120408-VB (NC3225) = Designation Insert : CNMG120412-VB (NC3225)
Holder: PCLNR2225-M12 Holder: PCLNR2525-M12
m Test result m Test result

A A

379

Cutting pass/Corner
Cutting pass/Corner

’

NC3225 Competitor

4
NC3225 Competitor

"B Alloy steel (SCM420H, hot forging)

. Carbon steel (SM53C, cold forging)

= Cutting vc (m/min) = 80~500 = Cutting vc (m/min) = 280
condition  fn (mm/rev) = 0.15~0.3 (External machining/ condition  fn (mm/rev) = 0.2~0.25(External machining/

facing/grooving/tapping), ap (mm) = 0.7~1.5, wet internal machining), ap (mm) = 1, dry

m Designation Insert : DNMG150608-VB (NC3225) m Designation Insert : DNMG150608-VB (NC3225)
Holder: PDINR2525-M15 ./ Holder : PDJNR2525-M15

< >

n Test result n Test result

5 A 5 A '

£ £

o o

Q Q

g 175 g

2 g

3 3

Lo Y
NC3225 Competitor NC3225 Competltor

. Alloy steel (SCR series, cold forging)

= Cutting ve (m/min) = 314
condition  fn (mm/rev) = 0.25 (external machining/facing)
ap (mm) =1, wet

m Designation Insert : CNMG120408-VM (NC3225)
Holder: PCLNR2525-M12

m Test result

A

Cutting pass/Corner

L ¥ W
NC3225 Competitor
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A Turning Grades

Application examples (NC6310)

I puctile cast iron (GCD500)

m Workpiece  Fly wheel
m Cutting vc (m/min) = 450, n (rpm) = 550,
condition  fn(mm/rev) = 0.3, ap (mm) = 2, dry

m Designation Insert : CNMG120408-MK (NC6310)
Holder : DCLNR2525

u
> @
»
a
iy
@
»
c
=

Cutting pass/Corner

v .
NC6310 Competitor

. Gray cast iron (GC250D)

m Workpiece Break disc

= Cutting vc (m/min) = 550, n (rpm) = 547,
condition fn(mm/rev) = 0.3, ap (mm) = 1, wet

m Designation Insert : CNMA120412 (NC6310)
Holder : DCLNR2525

m Test result
A

A

NC6310 Competitor

Cutting pass/Corner

i Gray cast iron (GC250D)

= Workpiece  Cylinder Liner
m Cutting vc (m/min) = 450, n (rpm) = 1100,
condition  fn(mm/rev) = 0.25, ap (mm) = 1.5, dry

m Designation Insert : CNMA120408 (NC6310)
Holder : DCLNR2525

n Test result
A

\

Cutting pass/Corner

NC6310 Competitor

i Gray cast iron (GC300D)

= Workpiece Fly wheel housing
= Cutting vc (m/min) = 560, n (rpm) = 298,
condition  fn(mm/rev) = 0.3, ap (mm) = 1, wet

m Designation Insert : CNMG120412-RK (NC6310)
Holder : DCLNR2525

m Test result
A

Cutting pass/Corner

'Bl

NC6310 Competitor
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Application examples (NC6315)

Turning Grades

. Ductile cast iron (GCD500)

= Workpiece Hub
m Cutting vc (m/min) = 320, n (rpm) = 318,
condition  fn(mm/rev) = 0.4, ap (mm) = 2, wet
m Designation Insert : WNMG080412-RK (NC6315)
Holder : DCLNR2525
m Test result
A

Cutting pass/Corner

P .
NC6315 Competitor

. Ductile cast iron (GCD500)

= Workpiece

= Cutting
condition

Fly wheel

vc (m/min) = 400, n (rpm) = 398,
fn(mm/rev) = 0.3, ap (mm) = 2, wet

m Designation Insert : CNMA120408 (NC6315)
Holder : DCLNR2525

m Test result
A

A
E
L o oy

NC6315 Competitor

Cutting pass/Corner

. Ductile cast iron (GCD700)

= Workpiece Diff. case mission
= Cutting vc (m/min) = 360, n (rpm) = 716,
condition  fn(mm/rev) = 0.25, ap (mm) = 1.5, wet

m Designation Insert : CNMG120408-MK (NC6315)
Holder : DCLNR2525

m Test result

H E r II
gy A
NC6315 Competitor

A

Cutting pass/Corner

. Ductile cast iron (GCD500)

= Workpiece

= Cutting
condition

Knuckle

vec (m/min) = 200, n (rpm) = 1100,

fn(mm/rev) = 0.25, ap (mm) = 2, wet

= Designation Insert : DNMG150608-MK (NC6315)
Holder : DDJLNR2525

m Test result

A

Cutting pass/Corner

L ¥ . gy
NC6315 Competitor
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A Turning Grades

Application examples (NC9100 Series)

M Stainless steel (STS304)

= Workpiece Hydraulics part (Mechanical seal)

m Cutting vc (m/min) = 140, fn (mm/rev) = 0.28
condition  ap (mm) = 3.0, wet

m Designation Insert : CNMG120408-MM (NC9125)
Holder : S32S-PCLCR-12

m Test result

AI
?i

Cutting pass/Corner

NC9125 Competitor

M Stainless steel (STS304)

= Workpiece Valve part (Piston valve)

m Cutting vc (m/min) = 140, fn (mm/rev) = 0.28
condition  ap (mm) = 3.0, wet

= Designation Insert : CNMG120408-MM (NC9125)
Holder : DCLNL2525-M12

m Test result

A

Cutting pass/Corner

NC9125 Competitor

M Stainless steel (STS317L)

= Workpiece  Wind power/offshore plant part (Flange)

m Cutting vc (m/min) = 150, fn (mm/rev) = 0.3~0.5
condition  ap (mm) = 4.0~6.0, wet

m Designation Insert : CNMG160616-MM (NC9125)
Holder : PCLNR3232-P16

m Test result

A

NC9125 Competitor

Cutting pass/Corner

M Stainless steel (STS316)

= Workpiece  Wind power plant part (Flange)

= Cutting ve (m/min) = 175, fn (mm/rev) = 0.3~0.8
condition  ap (mm) = 0.5, wet

= Designation Insert : TNMG220416-RM (NC9135)
Holder : PTFNR3232-P22

m Test result
A

Cutting pass/Corner

_—y E

NC9125 Competitor

M Stainless steel (Super duplex)

m Workpiece  Plant part (Flange)

= Cutting vc (m/min) = 100, fn (mm/rev) = 0.5
condition  ap (mm) = 3, wet

m Designation Insert : CNMG160616-MM (NC9125)
Holder : PCLNR323-P16

m Test result

A

Cutting pass/Corner

t

f

NC9125 Competitor

M Stainless steel (Duplex)

= Workpiece Hydraulics part

m Cutting vc (m/min) = 120, fn (mm/rev) = 0.4
condition  ap (mm) = 6, wet

m Designation Insert : CNMG160616-RM (NC9125)
Holder : DCLNR3232-P16

n Test result

A

Cutting pass/Corner

NC9125 Competitor
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Turning Grades A

PVD coated grades

Turning grade for heat resistant alloy and stainless steel

PC8105

o Micro grain carbide minimizes chipping of cutting edge due to enhanced edge strength

e Latest PVD coating technology with high hardness an

d high temperature oxidation resistance

¢ Excellent tool life when finishing heat resistant alloys and stainless steels at high speeds

PC8110

e Substrate with superior wear resistance and plastic
deformation resistance at high temperature

¢ PVD coating technology with high hardness and
oxidation resistance at high temperature

e Long tool life when machining heat resistant alloy and
stainless steel at high speed

D Grades line up

Chemical wear

Cutting speed, vc (m/min)

High hardness (High cutting heat)

Welding

PC8115

¢ Ultra fine matrix technology increases wear resistance
and chipping resistance.

¢ PVD coating technology with high hardness and
oxidation resistance at high temperature

e Strong cutting edge and excellent chipping resistance
guarantees stable machining

¢ Long tool life when machining heat resistant alloy and
stainless steel at middle to low speed and medium cutting
to roughing

Plastic
deformation

Breakage

Continuous cutting

General cutting

9D Features of PC8100 series

Coating surface treatment technology (Pictures of coating layer)

—
i

|:>r_.r

: T Improved

lubrication

Conventional coati

® +' Rough'coating surface,

feed, fn (mm/rev)

®

Interrupted cutting

High toughness

It prevents wear at a high temperature to apply excellent surface roughness and
coating with oxidation resistance and high hardness

It improves wear resistance to equalize submicron matrix, secure stability between corners and
improve chipping- and wear resistance

Oxidation resistant coating technology (Pictures of coating layer heat-treated at 900°C)

proved

oxidation
resistance

Oxidized layer easily
dhappens

PC8100 Series

ng Competitor
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A Turning Grades

D Selection system of PVD coated grade

. Machining | Recommended Recommended -
Workpiece types 9 grade cutting speed (m/min) ISO Application range
Continuous 175 (100 ~ 250) P30
t
e pcs300 PC5300 |
Steel InterrL_thed 145 (80 ~ 120) P40 <PC54OO |
cutting PC5400 125 (80 ~ 160) P50
PC8105 175 (120 ~ 230) MO
Continuous
H PC811 1 110 ~ 21 M1
cutting C8110 60 (110 0) 0 PC8105 v
M Stainless PC8115 150 (100 ~ 200) M20 PC8115
| —<PC5300
steel PC5300 135 (80 ~ 190) M30 PC9030
Interrupted i
cuting PC9030 130 (80 ~ 180) M40
PC5400 110 (80 ~ 140) M50
. K10
Continuous | pggs 1 135 (95 ~ 180) PC8110 |
9 K20
Cast iron PC5300 |
Interrupted PC5300 105 (75 ~ 140) K30 505400 I
cutting PC5400 90 (65 ~ 120) K40
PC8105 55 (40 ~ 70) S01 o |
. 8105
Continuous |
Heat aiting | PC8I10 50 (35 ~ 65) 10 {pcaiio] =
resistant PC8115 45 (30 ~ 60) s20 ' {pCs300 |
allo
y itorupted | PC5300 40 (20 ~ 60) 530 {pCs400 |
outing | pgs400 35 (20 ~ 50) $40
PC8105 110 (80 ~140) HO1 <PC8105 |
Hardened | ""oriRed | pogito 100 (70 ~ 130) Ho5 {pcaiio |
PC8115 90 (65 ~ 115) H10 {pC8115 |
D The features of PVD coated grades
PVD Coated grades 1SO Features
MO5 ~M15 « For high speed and continuous finishing of hard-to-cut materials and STS
PC8105 S01 ~S10 « Excellent cutting performance with high wear resistance and oxidation resistance
HO1 ~HO5 « Ultra fine substrate and the new TiAIN coating layer
"}28 ~ '}\(/'228 « For high speed and continuous medium cutting of hard-to-cut materials and STS
PC8110 S05 : s15 « Excellent tool life with high wear/plastic deformation resistance at high temperature
» New TiAIN coating layer and substrate with excellent thermal resistance
HO5 ~H10
M15 ~ M25 + For medium to low speed and medium to rough cutting of hard-to-cut materials and STS
PC8115 S10 ~ S20 « Excellent tool life with high wear resistance and chipping resistance
H10 ~H15 + Ultra fine substrate and the new TiAIN coating layer
P30 ~ P40 « Universal grade for stainless,HRSA,steel and interrupted cast iron machining
M20 ~ M30 . L . . .
PC5300 K20 ~ K25 « High chipping and welding resistance for longer tool life
S15~S25 + New TiAIN coating and ultra fine grain substrate adopted
+ Medium,roughing and heavy interrupted cutting for stainless steel
PC9030 M25 ~ M35 « TIAIN coating and ultra fine grain substrate adopted
+ High chipping and welding resistance for stable machining
;gg ~ ;i% « For medium cutting for hard-to-cut materials, stainless steel, steel, and cast iron at medium or low speed
PC5400 K30 : K35 « Stable machinability with chipping resistance, fracture resistance and welding resistance
S25 ~ S35 « Ultra fine substrate with high toughness and new AICiN layer

Grades & Chip Breakers



Application examples (PC8105/PC8110/PC8115)

Turning Grades

. Inconel 718

m Cutting vc (m/min) = 50
condition fn (mm/rev) = 0.15
ap (mm) = 0.5, wet

u Designation Insert : CNMG120408-VP3 (PC8105)
Holder: PCLNR2525-M12

n Test result

PC8105 Competitor A Competitor B

. Inconel 718

m Cutting vc (m/min) = 50
condition fn (mm/rev) = 0.15
ap (mm) = 1.5, wet

= Designation  Insert: CNMG120408-VP3 (PC8115)
Holder: PCLNR2525-M12

m Test result

PC8115 Competitor

Conventional grade

M Stainless steel (STS316L)

m Cutting vc (m/min) = 80
condition fn (mm/rev) = 0.2
ap (mm) = 7.0, wet

= Designation Insert : CNMG120408-VP3 (PC8115)
Holder: PCLNR2525-M12

m Test result
A

Cutting pass/Corner

} ]

PC8115 Competitor

. Inconel 625

= Cutting vc (m/min) = 60
condition fn (mm/rev) = 0.2
ap (mm) = 2, wet

= Designation Insert : DNMG150608-MM (PC8110)
Holder: DDLNL2525-MS15

m Test result

L,

A

@200

Cutting pass/Corner

f }

PC8110 Competitor
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A Turning Grades

Uncoated carbide grades

Uncoated carbide grades for turning application of titanium

HO1

¢ Increased wear resistance and chipping resistance with the use of ultra fine substrate

¢ Improved welding resistance and chipping resistance with the use of special surface
treatment and sharp cutting edge of VP chip breaker

e Excellent tool life when finishing titanium alloy at high speed

¢ The 1st recommended grade for machining titanium alloy in a variety of cutting conditions

¢ Improved welding resistance and chipping resistance with the use of special surface
treatment and sharp cutting edge of VP chip breaker

e Ideal for medium cutting of titanium alloy

D Grades line up

Titanium alloy

£ 100

o]
(@]

Cutting Speed, vc (m/min
D
o
T
R
Ol

N
o

_ feed,
= fn (mm/rev)

Continuous General Interrupted
cutting cutting cutting

2 Selection system of uncoated carbide grades

Workpiece Reco;::‘:'eended cutfi‘ﬁgzn;;ne%nmin) ISO Application range
ST10 110 (70 ~ 140) P10 | <5710 |
Steel ST20 80 (50 ~110) P20 /WI
ST30A 70 (40 ~ 90) P30 {sT30A |
M | Stainless steel u20 70 (40 ~ 90) M25 u20
Ho1 105 (60 ~ 140) K01 P
Cast iron Ho5 105 (60 ~ 140) K10 <THB ]
G10 90 (50 ~ 120) K20 <_Gi0_|
Aluminum alloy HO1 600 (450 ~ 750) N10 =
Copper alloys Ho5 425 (320 ~ 530) N20 {_ Hos |
Titani Ho1 55 (40 ~ 70) S01 |
itanium alloy HO1 |
Hos 50 (35 ~ 65) s10 Hos |
High hardness steel HO1 80 (55 ~ 105) H10 Ho1
D Main composition and application range
Workpiece Composition Features Workpiece
WC-TiC-TaC-Co Heat resistance, excellent plastic deformation resistance Carbon steel, Alloy steel, Stainless steel
M WC-TiC-TaC-Co General tools stable heat resistance with strength Carbon steel, Alloy steel, Stainless steel, Cast steel
WC-Co High strength and superior wear resistance Cast iron, Non-ferrous metal, Plastic, etc
WC-Co Excellent wear resistance and chipping resistance Titanium alloy

Lo

=)
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Turning Grades A

D The physical properties of uncoated carbide grades

el Bl e batmm) | (Okgtimm) | cooffcent (109°C) | (calom-566°C
ST10 92.1 175 48 62 25
ST20 91.9 200 56 52 45
ST30A 91.3 230 53 52
u20 91.1 210 : : 88
! ST30A 013 230 53 52
Ho1 929 210 66 47 109
G10 909 250 63 . 105
Ho1 929 210 66 47 109
Ho5 o1 250

1KPa = 102kgf/m?, 1w/mk = 2.39x10°cal/cm-sec-°C

Application examples (H01/H05)

'S Titanium alloy (Ti-6AI-4V) 'S/ Titanium alloy (Ti-6AI-4V)
= Cutting vc (m/min) = 100 = Cutting vc (m/min) = 80
condition  fn (mm/rev) = 0.1 condition  fn (mm/rev) = 0.2
ap (mm) = 0.5, wet ap (mm) = 2.0, wet
= Designation Insert : CNMG120408-VP1 (HO1) = Designation Insert : CNMG120408-VP3 (H05)
Holder : PCLNR2525-M12 Holder : PCLNR2525-M12
= Test result = Test result

HO1 (VP1) Ho1 (VP3) Competitor Competitor A Competitor B

'S Titanium alloy (Ti-6AI-4V) 'S Titanium alloy (Ti-6AI-4V)

= Workpiece  Part of an industrial machine = Workpiece  Part of an industrial machine
= Cutting vc (m/min) = 60, fn (mm/rev) = 0.2 = Cutting vc (m/min) = 50, fn (mm/rev) = 0.15
condition ap (mm) = 0.8, wet condition ap (mm) = 2.0, wet
m Designation  Insert : CNMG120408-VP3 (H01) = Designation  Insert : CNMG120408-VP3 (HO5)
Holder : PCLNR2525-M12 Holder : PCLNL2525-M12

n Test result

u
o'
(7]
—_-
-
[1']
(7]
c
=

A

-
>

Cutting pass/Corner
Cutting pass/Corner

[ A ]

f }

HO5  Competitor

HO1 Competitor
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A Turning Grades

Cermet grades

Solution for turning application of steel
CN1500

e For continuous machining of cold/hot forged steel and Sintered ferrous alloy
at high speed and low depth of cut

o Excellent wear resistance and crater resistance
e Improved surface roughness acquired by optimized cutting edges

CN2500

e For high interrupted machining of cold/hot forged steel and Sintered ferrous alloy
at high feed and high depth of cut

¢ Excellent resistance against chipping, fracture and thermal crack
¢ Improved surface roughness acquired by optimized cutting edges

o8}
<\

D Recommended cutting condition ) Grades line up
: - A
Recommended cutting speed (m/min 4007 AL
Division | Workpiece Grade — : (_ ) E 400 CN1500
Minimum |Recommended| Maximum £ For high speed and
SM10C, CN1500 150 270 400 ‘>’ 20 Vrrquﬁp}{gusm chinin [
SS440 CN2500 130 240 350 3 |
& CN2500
) SMasC CN1500 150 250 350 > i e e
€ CN2500 130 220 300 £ 200 \ ——————————————————————— interrupted machining
= () ' |
T SCM40,  cngsoo 120 220 300
Sintered
fe ferrous >
alloy CN2500 100 200 250 P P % feed.
Continuous General Interrupted 1 (MM/rev)
cutting cutting cutting
D Chip breakers line up
Negative Positive
‘ ) ‘ ‘
Roughing 'VM}‘ Roughing C25))
Ly : Ly :
Medium cutting : VQ) | Medium cutting : MP) |
: - -
/3 L i | L
finishing VL) § VB) § finishing : LY : VF)
- - i - O/

Excellent chip control Recommended High toughness Excellent chip control Recommended High toughness

D Selection system of cermet grades

q Machining | Recommended| = Recommended -
Workpiece types grade cutting speed (m/min) ISO Application range
ti P10
Steal C%“Jr'ﬁﬁg”s CN1500 250 (150 ~ 350) oo CN1500 I
| Intemupted CN2500 220 (130 ~ 300) CN2500 |
cutting ~ P30

Grades & Chip Breakers




D Comparison of chip breakers

Turning Grades

Insert Machining - Chip breakers
Application range
types types KORLOY | CompetitorA | CompetitorB | CompetitorC | CompetitorD
Continuous cutting | For machining mild steel with enhanced chip control VL FA GP TF FA
General cuttin For low interrupted cutting with stronger cutting edges than VG chip breaker VB FG xP TSF Ly
Nega 9 P 9 ger cutting ecg P ca TS SE
type
ve General cutting For medium cutting to finishing at low interruption vQ MC HQ AS, ZM SU
Interrupted cutting For medium cutting to roughing at high interruption VM MT HS ™ GU
Continuous cutting | For machining mild steel with enhanced chip control VL FA GP PF FP
. . . Enhanced chip control when machining internal diameter with stronger )
Posi Continuous cutting cutting edges than VL chip breaker VF FG-PC HQ PS LU
type
vP General cutting For medium cutting to finishing at low interruption MP FG HQ PS LU
Interrupted cutting | For medium cutting to roughing at high interruption C25 MT GK 24 SC

Application examples (CN1500)

P Carbon steel (SM45C)

= Cutting
condition

Cutting pass/Corner

= Designation

wet

m Test result

AH
H
y ]

CN1500 Competitor

vc (m/min) = 200, n (rpm) = 1,800
fn (mm/rev) = 0.1, ap (mm) = 0.3

Insert : CCMT09T304-MP (CN1500)
Holder : SCLCR2020-K09

= Cutting
condition

n
o
(7]
@
=
D
(7]
o
=

= Designation

P Alloy steel (SCM430)

vc (m/min) = 230, n (rpm) = 2,000
fn (mm/rev) =0.12, ap (mm) = 0.8

wet

Insert : TNMG160404-VQ (CN1500)

Holder : DTGNR3232-P16

Cutting pass/Corner
il
Q
[95)
w

CN1500 Competitor

. Bearing steel (STB2)

. Sintered ferrous alloy

= Cutting
condition

= Designation

n Test result

A

Cutting pass/Corner

f

CN1500 Competitor

vc (m/min) = 200, n (rpm) = 2,500
fn (mm/rev) = 0.1, ap (mm) = 0.3
wet

Insert : DCMT11T302-VF (CN1500)
Holder : SDJCR2525-M11

P

]

30mm

= Cutting

vc (m/min) = 160, n (rpm) = 1,200
condition

fn (mm/rev) =0.17, ap (mm) = 0.2
wet

= Designation Insert : SNMG120408-VM (CN1500)
Holder : MSRNR2525-M12

n
o
(7]
@
=
D
(7]
o
=

-
>

A
@20

Cutting pass/Corner

f

CN1500 Competitor

]

@100
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A Turning Grades

Application examples (CN2500)

P Carbon steel (SM45C) I Alloy steel (SCR420H)
= Cutting vc (m/min) = 185, n (rpm) = 2,300 = Cutting vc (m/min) = 200, n (rpm) = 2,000
condition  fn (mm/rev) = 0.15, ap (mm) = 0.4 condition  fn (mm/rev) = 0.15, ap (mm) = 0.2

wet

m Designation Insert : CCMT09T304-MP (CN2500)
Holder : SCLCR2020-K09

m Test result

A

i@

CN2500 Competltor 50mm

Cutting pass/Corner

wet

m Designation Insert : DCMT11T304-MP (CN2500)
Holder : SDJCR2525-M11

m Test result

>

\

@42

Cutting pass/Corner

¥
CN2500 Competitor

. Sintered ferrous alloy

vc (m/min) = 280, n (rpm) = 2,000
fn (mm/rev) = 0.2, ap (mm) = 0.2
wet

= Cutting
condition

= Designation Insert : VBMT160404-MP (CN2500)
Holder : SVABL-2020-K16

n Test result

A
800 a
@20
L e * 2

CN2500 Competitor

Cutting pass/Corner

"B Alloy steel (SCM415)

vc (m/min) = 300, n (rpm) = 2,200
fn (mm/rev) = 0.25, ap (mm) = 0.3
wet

= Cutting
condition

= Designation Insert : CNMG120408-VM (CN2500)
Holder : PCLNR2525-M12

m Test result

o

CN2500 Competitor 34mm

>

Cutting pass/Corner

[P Carbon steel (SM45C)

vc (m/min) = 300, n (rpm) = 2,800
fn (mm/rev) = 0.25, ap (mm) = 0.4
wet

= Cutting
condition

m Designation Insert : CNMG120404-VB (CN2500)
Holder : PCLNR3232P-16

m Test result

A

/

| 8 \%

CN2500 Competitor

Cutting pass/Corner

P Alloy steel (SCR420)

vc (m/min) = 200, n (rpm) = 2,300
fn (mm/rev) = 0.2, ap (mm) = 0.3
wet

= Cutting
condition

m Designation Insert : CCMT09T304-MP (CN2500)
Holder : SCLCR2020-K09

m Test result

L.

A

Cutting pass/Corner

1 1
CN2500 Competltor
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Turning Grades A

Coated cermet grades

Coated cermet for machining carbon steel, alloy steel and sintered ferrous components

cc1500@

® Maximized resistance to built-up edge and oxidation in
continuous cutting at high speeds and low depth of cuts

® Superior wear resistance vs. existing tools in continuous cutting
of carbon steel and alloy steel

cc2500@

® Maximized resistance to built-up edge and oxidation in
interrupted cutting at high feeds and high depth of cuts

® Superior impact resistance vs. existing tools in interrupted cutting
of carbon steel and alloy steel

D Features

PVD layer with high
hardness and lubrication

Exclusive substrate for
super-high hardness coating

D Recommended cutting condition D Grades line up
. Recommended cutting speed (m/min) = 400A T B
Division | Workpiece Grade — - £ CC1500 :
Minimum |Recommended| Maximum £ For continuous cutting
swioc, | CN1500 | 200 350 450 2 ol [
° Y
58440 CN2500 180 290 400 8
o & CC2500
£ SAMSGC CN1500 200 300 400 o ; For high interrupted
5 CN2500 180 270 350 5 000 L - cutting at high feed
SCM44o, CN1500 180 270 350 feed, fn
Sy CN2500 150 250 300 (mmirey)
fe ferrous alloy >
[ E 2 E
Continuous cutting General cutting Interrupted cutting
D Chip breakers line up
Negative Positive
‘ Y ‘ ‘ /
Roughing VM) Roughing C25)
: / :
Medium cutting VQ) Medium cutting : MP) :
-’ § =4 §
- /) :) (D o 1 / 3 Y
Finishing VL) VB) Finishing : VL) : VE)
- - i - O/
Excellent chip control Recommended High toughness Excellent chip control Recommended High toughness
2 Selection system of coated cermet grades
Workpiece Mat;l’;?slng Heco;r:dinded cm?iﬁgosmmselnmin) ISO Application range
Continuous P10
tuting © | CC1500 325 (200 ~ 450) CC1500 I
Steel | . P20 02 |
MY | CC2500 | 265(180~350) | pgy ]
) Cocnl}‘tgggus CC1500 270 (180 ~350) | K10 < cc1500 |
Castiron Interrupted
ittng | CC2500 250 (150 ~300) | K20 < CC2500 |
D The features of coated cermet grade
Coated cermet I1SO Features
CC1500 P10 ~ P20 /K05 ~K15 | «PVD coated Cermet - Light cutting for steel and cast iron in high speed machining + Optimized for precision boring
CC2500 P20 ~ P30 /K10 ~K20 | «PVD coated Cermet -« Light cutting for steel and cast iron in medium or high speed machining + Dry and wet cutting are available

Grades & Chip Breakers




A Turning Grades

Application examples (CC1500)

P Carbon steel (SM20C) P Alloy steel (SCM440)
= Workpiece  Nipple = Workpiece  Plate carrier
= Cutting vc (m/min) = 170, n (rpm) = 2,000 = Cutting vec (m/min) = 450, n (rpm) = 2,500
condition fn (mm/rev) = 0.12, ap (mm) = 0.12, wet condition fn (mm/rev) = 0.2, ap (mm) = 0.2, wet
m Designation Insert : TPMT110304-MP (CC1500) = Designation Insert : DCMT11T304-MP (CC1500)
Holder : S20R-STWPR-11 Holder : SDJCR2525M11
u Test result m Test result
g A g A
2 o1s 2
2 2
= £
3 800 ; \ 3 50
20
| y | - \ ﬂv i ) |
CC1500 Competitor CcC1 500 Competltor
P Carbon steel (SM45C) B Alloy steel (SCM420)
m Workpiece  Cut plate carrier = Workpiece  Pinion
= Cutting vc (m/min) = 300, n (rpm) = 2,500 = Cutting vc (m/min) = 250, n (rpm) = 2,500
condition fn (mm/rev) = 0.3, ap (mm) = 0.4, wet condition fn (mm/rev) = 0.2, ap (mm) = 0.5, wet
= Designation  Insert : CCMT09T304-C25 (CC1500) = Designation  Insert : DNMG150604-VL (CC1500)
Holder: SCACR1212-F09 Holder : PDJNR2525-M15
u Test result m Test result
g4 g
2 2 263
g g
(o)) o
E=] E=]
3 3 \
180mm
L A o
CC1500 Competitor CC1 500 Competﬂor
. Hot forging (SCM430) . Sintered ferrous alloy
= Workpiece  Valve m Workpiece  Sprocket
= Cutting vc (m/min) = 230, fn (mm/rev) = 0.8 = Cutting vc (m/min) = 160, fn (mm/rev) = 0.17
condition ap (mm) = 0.12, wet condition ap (mm) = 0.2, wet
= Designation  Insert : TNMG160404-VQ (CC1500) m Designation  Insert : SNMG120408-VM (CC1500)
Holder: PTTNR1616-H16 Holder : MSKNR3232-P12
u Test result n Test result
g1 g4 -
2 2 A
8 8
2 2
£ £
3 / o @100
CC1500 Competitor \ CC1 500 Competltor
0)\0
/L@l\\
Ja¥l Grades & Chip Breakers
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Application examples (CC2500)

Turning Grades A

. Carbon steel (SM45C)

= Workpiece  Swash-Plate
= Cutting ve (m/min) = 250, n (rpm) = 890
condition

fn (mm/rev) = 0.06, ap (mm) = 0.1, wet

Insert : DNMG110404-VQ (CC2500)
Holder : SDJCR2525-M11

= Designation

m Test result

A
Y
@32
A

CC2500 Competitor

Cutting pass (ea)

@90

. Ductile cast iron (FCD400)

m Workpiece  Diff. case
L] Cuttil:lg vc (m/min) = 150, n (rpm) = 600
condition fn (mm/rev) = 0.15, ap (mm) = 0.3, wet

= Designation  Insert : VBMT160404-MP (CC2500)

Holder : SVUBR2525-M16

) ﬁ/ 110mm
b | -
— 80

CC2500 Competitor

[ ]
> o
[Z]
-~
-
[1]
[7]
c
—

Cutting pass (ea)

. Carbon steel (SM35C)

= Workpiece  Piston Rod
= Cutting vc (m/min) = 122, n (rpm) = 4,800
condition

fn (mm/rev) = 0.15, ap (mm) = 2.0, wet

m Designation  Insert : DNMG150604-VM (CC2500)

Holder : MDQNR2525-M15

m Test result

A

Cutting pass (ea)

f77 Ij;g/

CC2500 Competitor

P Alloy steel (SCM420)

= Workpiece  Connecting Rod
= Cutting vc (m/min) = 340, n (rpm) = 2,100
condition fn (mm/rev) = 0.15, ap (mm) = 0.07, wet

m Designation  Insert : TPMT110304-MP (CC2500)

Holder : S10M-STFPR-11

m Test result
A

A
A
120mm
| & 5 J/

CC2500 Competitor

Cutting pass (ea)

Joso

"B Alloy steel (SCM415)

= Workpiece  Bush
m Cutting vc (m/min) = 314, n (rpm) = 3,500
condition

fn (mm/rev) = 1, ap (mm) = 0.2, wet

Insert : CNMG120408-VQ (CC2500)
Holder : MCLNR2525-M12

= Designation

| |
-
> 3
—
S
D
(/2]
o
=

Cutting pass (ea)

028

Ay AR )
CC2500 Competitor

30mm

S

P Alloy steel (SWCH18A)

= Workpiece  Shaft
u Cutting vc (m/min) = 367, n (rpm) = 5,800
condition

fn (mm/rev) = 0.02, ap (mm) = 1.55, wet

Insert : TBT4405R-D38-R0.25 (CC2500)
Holder : TBH425-45R

= Designation

m Test result
A

\
-
a N
L oW W

CC2500 Competitor

Cutting pass (ea)
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A Milling Grades

Milling grade selections

D Selection system

[

ISO |P10 P20 P30 P40 P50 M10 M20 M30 M40 KO1 K10 K20 K30 K40 S10 S20 S30 S40 NO1 N10 N20 N30 HO1 H10 H20 H30
[
NC5330 1«03&)00 PC200
s POS300 330 1 PC5300 PD1005 pc250s @
pcaro0 @ PC9530 25300 pcsago | mPD1010D :g: 13
O
Coated Nemsss @ PC5400 M535 pcosst @ oot
carbide 3 @ 015
C5300 PC9540 PC5400 PE210F
Ncmsas @D NCM545
PC5400
CN200
Cermet ﬂ\‘CNi}
DP90  mmswmms DBN500
¢BN/PCD DP150
DP200
T
] = Hot
hcosed = ST20 = o = 105 Hot
carbide ST30A HO5
G10
D Application range of milling grades
[P steel M Stainless steel IE castiron
£ £ E
E 400 E 400 E 400
g g g
=]
S 300 300 300
o S
200 200 200 =
Ncmsas @
100 100 100
0 02 04 06 0 02 04 06 0 02 03 04
feed, fz(mmft) feed, fz(mmft) feed, fz(mm#t)
P steel M Stainless steel [ castiron
£ £ £
g 30 £ 190 £ 30
g g g
PC6510
200 100 200
100 50 100
0 02 03 04 0 02 03 04 0 02 03 04
a feed, fz(mm/t) feed, fz(mm/t) feed, fz(mmft)
>
& . Non-ferrous metal . Heat resistant alloy Hardened
= ; — —
£ 4000 g E
£ € 150 € 400
€ € E
S 3000 g 2 300
100 200 DBN500
2000
50 Prev] 100 PC: 10@
1000 540
10
0 o1 02 03 0 02 03 04 0 01 02 03 04 05

feed, fz(mmft)

feed, fz(mmft)

feed, fz(mmft)



Milling Grades A

CVD coated grades

Milling Solutions for Steel and Cast Iron

NCM535@) NCMs45 @

® |[mproved chipping resistance / heat and crack resistance: Applied after treatment with good chipping
resistance and heat and crack resistance

® |[mproved wear and heat resistance: Applied high toughness substrate and high functional CVD alumina

D Features D Guideline for grade application

que Surface Wear

Lubricated coating with good surface
finish and welding resistance < 350

SN

in

£ NCM535 \;\Plastic deformation
E 300 w}
CVD functional alumina with T o5 NCM545
wear and heat resistance 2 om \\\M}
& 150 \ | Breakage
. o
High toughness substrate E Welding
with thermal conductivity o ) > feed
. 3 # fn(mm/rev)
Facing Shouldering  High feed and
depth of cut
Cutting length Interruption
D Selection system of CVD coated grades
Workpiece Machining | Recommended Recommended 1so Application range

types grade cutting speed (m/min)

: P20
Continuous
: NC5330 200 (150 ~ 250 ]
cutting ( ) pos | NC5330
Steel Continuous NCM535

| —
P30 /—@
g 300 (200 ~ 400)

P35 < NCM535
.
200 (150 ~ 250) P40 NCM545
cutting P45

@ @

Interrupted NCM545

; M10
Continuous
cutting NC5330 150 (120 ~ 180) V20
Stainless | Continuous M25 NC5330
M steel cutting NCM535 130 (100 ~ 150) V30
M35
Interrupted
cutting NCM545# 110 (90 ~ 130) Va0
NC5330 200 (150 ~ 250) «1o
: Continuous ~
Castiron | " ing Keo | < NC5330 | N @ @
NCM535 250 (200 ~ 300) K30 < NCM545
D The features of CVD milling grades
CVD Coated grades ISO Features
P20 ~ P30 « For high speed milling of steel and stainless steel
NC5330 M20 ~ M30 + Superior wear resistance and chipping resistance grade for steel and stainless steel
K15 ~ K25 + MT-TiICN + Al203 + TiN
+ Rising CVD milling grade for high productivity in large steel and cast iron machining at high speed
N CMSSS@ P30 ~ P40 + High toughness and thermal conductivity substrate and high functional CVD coating layer with heat resistance
K20 ~ K30 + High chipping resistance and heat and crack resistance from excellent after treatment
+ MT-TiCN + Al203
+ For steel and cast iron milling with high toughness
NCM5 45@ P40 ~ P50 + High toughness substrate and high functional CVD coating layer
K30 ~ K40 + High chipping resistance and heat and crack resistance from excellent after treatment
+ MT-TiCN + Al203

Grades & Chip Breakers




A Milling Grades

Application examples (NCM535/NCM545)

P $541(SS400)

= Workpiece  Excavator
= Cutting ve(m/min) = 350, fz(mm/t) = 0.12,
condition ap(mm) = 2.0, Cutter: @250

= Designation  Insert: SNMX1507ENN-MM

m Test result

P API x83

= Designation

= Workpiece  Steel pipe, pipe t:12.5
= Cutting f(m/min) = 3,
condition ap(mm) = 6~12 (2850, 65t)

Insert : TPEW3106ZS-IN

n Test result

m Designation  Insert: TPKR2204PDR-MX

m Test result
A

Min./Corner

NCM535

3001

)

NCM535  NCM325 NCM325

T A—— .

e

m Test result
A

Hours/Corner

= Designation

NCM535  NCM325

5 A
S
§
L o’
NCM535 Competitor A
P scm440
= Workpiece  Steel pipe, ©60.3, 4.7t = Workpiece  Large vessel parts
= Cutting n(rpm) = 350~450, fn(mm/rev) = 0.6, = Cutting ve(m/min) = 73.4, fn(mm/rev) = 1.5,
condition ap(mm) = 2~4 condition ap(mm) = 1~40

Insert : SDMT090308-MM

_ AN

NCM325

. Steel

= Workpiece  Pipe

= Cutting

vc (m/min) = 150, Private plane
condition

= Designation  Insert: WNMX251220-X373

m Test result
A

P PL-52-LH

= Workpiece

= Cutting
condition

m Test result

= Designation

RE 145660

QOil pipeline, Pipe t: 9.15

n(rpm) = 280, f(m/min) = 24,
ap(mm) = 3.2~5.9

Insert : LNMN500604

g 5 A
g S
8 =
8 NCM535
2.0 K
Over
':"T;’i‘l’h-!!"l\-l. BN RO Y e
L ¥’ L ¥
NCM535 Competitor A Competitor A NCM535 Competitor A Competitor A
Ja¥l Grades & Chip Breakers
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Milling Grades A

PVD coated grades

PVD coated grades for finishing high hardened steel

PC2005/PC2010/PC2015

® Finishing grade lineup for tool steel and plastic die steel

e PC2005 with extremely hard substrate and coatings

e PC2010 with high hardened cutting edges, ideally suited for pre-hardened steel and interrupted cutting

e PC2015 for carbon steel and casting machining, demonstrating excellent performance in hard-to-cut materials

D Application guideline per workpiece ) Features
Recommended grade and chip breaker Wear comparison

P Carbon P Pre hardened | P Tool steel | P Heat-treated
steel steel steel

wear
resistance

s
#0555 Super high hardness
coating with heat shield

R AR

PC2010 Competitor
PC2010-KH

Interrupted cutting

Result of heat conductivity

| Uncoated carbide Competitor (TIAIN) | PC2010

i PC2005-KH ‘ ‘

, — R /] B
: - | |
> | |
20 30 40 50 60 ! !
Workpiece hardness (HRC) ! !
l l

] e ____ |

20 36 50 70 8 101 117 133 150 186 250 Temperature (C)

+ Heat shield coating was applied to prevent thermal crack.

+ Ultra fine WC was combined with high contents cobalt to be optimized for
machining pre hardened steel.

PVD coated grades for roughing high hardened steel

pc2505@) pc2510@

® Roughing grade series for high hardened steel
® PC2505 with excellent wear resistance, ideal for machining die steel and high hardened steels over HRC50

® PC2510 with stabilized toughness, ideal for interrupted cutting of high hardened steel and wet cutting accompanied by
massive thermal shock

D Application guideline per workpiece D Features
Recommended grade and chip breaker Ultra fine substrate with high toughness

g 280} — o
£
g 240
§ 200 * Ultrafine grade Fine grade
g 160 S Surface Treatment

120 T e mprove '

finish

80 e —

40 : : :
30 40 50 60
Workpiece hardness (HRC)

After surface treatment Normal coating

Grades & Chip Breakers




A Milling Grades

Application examples (PC2005/PC2010/PC2015)

TH] Alloy tool steel (SKD11, heat treated)

= Workpiece  Automobile press mold
= Cutting vc (m/min) = 377, fz (mm/t) = 0.5
condition ap (mm) = 0.5, ae (mm) = 0.2, dry

= Designation  Insert: LBH250-KH (PC2005)

Holder: LBE250140S-S25C
n Test result

>

A

Cutting time / Corner

f

PC2005 Competitor

P Mold steel (KP4M)

= Workpiece  Automobile press mold
= Cutting vc (m/min) = 200, fz (mm/t) = 0.1
condition ap (mm) = 0.1~0.5, ae (mm) = 0.1~0.5, wet

Insert : LBH160-KH (PC2010)
Holder : LBE160100S-S16C

= Designation

m Test result
A

A
- ﬁ* El

PC2010 Competitor

Cutting time / Corner

'P. Carbon steel (SM53C)

= Workpiece  CV Joint
= Cutting ve (m/min) = 200, fz (mm/t) = 0.25
condition ap (mm) = 0.5~2.0, ae (mm) = 0.5~1.0, dry

m Designation  Insert : LBH230-KF (PC2015)
Holder: LBE230-HSKC63

n Test result

.-

A

Cutting pass/Corner

f
PC2015 Competitor

Application examples (PC2505/PC2510)

. Alloy tool steel (SKD11, heat treated)

= Cutting

ve (m/min) = 80, fz (mm/t) = 0.5
condition

ap (mm) = 0.3, ae (mm) = 10, dry

m Designation  Insert : LPEW040210R-C (PC2505)

Holder : HFMS1010HR-2S10

m Test result

PC2505 Competitor HO5

. Alloy tool steel (SKD11, heat treated)

= Cutting

ve (m/min) = 30, fz (mm/t) = 0.4
condition

ap (mm) = 0.7, ae (mm) = 40, dry

m Designation  Insert : RPMW1204M0S1 (PC2510)

Holder: FMRPS4050HRP-4M40

m Test result

PC2510

Competitor H10
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Milling Grades A

PVD coated grades

Milling grade specialized for steel.

PC3700&

® Excellent chip removal rate due to a tough substrate specialized for steel, and lubricative PVD coating of high-hardness
® A highly chipping-resistant grade for minimized deviation and extended tool life under various cutting conditions

D Features

+ Smooth surface due to special surface treatment
— Smooth chip evacuation, improved chipping resistance and surface finish of the workpiece

Special coating surface treatment

»

'I:o,ts _t')f':'rﬁacro-pe-n-r_t_icl_és ons
, + the coated surface »

Nomacro-particle on the
coated 'surface

PC3700 Existing products

+ Substrate for general milling applications of steel and PVC coating treatment

Stronger resistance to welding and
chipping due to the multi-layer coating technology
with high hardness and lubricating treatment

Ensuring general machinability due to wear
and breakage resistant materials optimized
for milling applications of steel

D Application range

Recommended grades and cutting conditions for p-type milling application

2901\ — 290 A aroon steel g | ardened p§  steel 777777

£ £ 3

S 260 e The first i

3 230 < 93 recommended grade
4 g PC3700

= 200 = 200

3 170 R =

140

110

PC2510
80 O R, = b
N PC2505 N
Facing Shouldering Deep milling at - 30 40 50 60 .
Y s hlghﬁeds Workpiece hardness (HRC)
Continuous General Interrupted
cutting cutting cutting
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A Milling Grades

PVD coated grades

Universal PVD grade

PC5300

e Advanced PVD coating with high hardness and high temp stability

¢ High tough substrate and coating films produce excellent surface finish

¢ Universal tooling capability covering P, M, K, S with this single grade, PC5300

¢ Stable machining resulting from excellent edge hardness and chipping resistance

D Features D High temp properties
e o £ 3800 ’
e &
In_1proved resistance_to g 3600 PCH300 ‘
Outermost layer high hardness and high Pt
temperature « Latest PVD coating technology g 3400 I l
developed by KORLOY £ 50 -
mETovedlcaating « New concept of coating equipped with TiAIN
Innermost layer. | adhesion and chipping high temperature oxidation resistance 3000
resistance . .
and high hardness 2800 @ TiN
Sub micron: loughe.sl éarbi‘d.?’ i ‘

700 750 800 850 900 950 1000 1050 1100
Oxidation onset temperature(°C)

PC5400

e New PVD coating layer with high toughness and lubrication
¢ High adhesive strength and toughness between the substrate and coating layer
¢ Excellent cutting edge strength and chipping resistance ensure stable machinability for P, M, K, S.

2 Features

= High hardness coating | Load
High toughness coating

Improved lubrication
High toughness and strong
adhesion

Ultrafine substrate of
high toughness

No creation of crack

Normal coating High toughness coating
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Milling Grades A

PVD coated grades

Optimal PVD grade for medium to rough cutting and highly interrupted milling in stainless steel

« Longer tool life due to higher breakage resistance applying high toughness substrate controlling crack growth
« Excellent and new PVD dioxide film with oxidation and heat resistance overcoming the limit of hard-to-cut materials machining
« Stable machinability by preventing welding and chipping due to applying special coating surface treatmen

D Features

Improved surface finish — Good welding resistance
PVD multilayer — Controlling crack growth
PVD dioxide film — Good oxidation and heat resistance

PVD nitride film — Good wear resistance

High toughness substrate — Good breakage resistance

New PVD dioxide film (comparison of thermal conductivity) Special coating surface treatment technology
‘ J
PC9540 Competitor’s (TiAIN) 1% B _
I T T . s Smooth coating surface ROL!gh coating surface
Existing grade
Low Temperature High PC9540 Xising g

D Application range

= 300 4

250

Cutting speed, vc (m/min)
N
o
o

150

100

50

Continuous cutting Interrupted cutting Highly interrupted
cutting
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A Milling Grades

D Selection system of CVD coated grades

. Machining | Recommended Recommended ot
Workpiece types grade cutting speed (m/min) ISO Application range
Continuous | PC3600 235 (180 ~ 290) | P20 T
Steel cutting PC3700 235 (180 ~ 290) | P30 '
eel
PC5300 195 (150 ~ 240) PC3700 PC8300
Interrupted P40 PC5400
cutting
PC5400 145 (80 ~ 210)
Continuous | PC5300 130 (100 ~ 160) | M20 -
Stainless cutting PC9530 130 (100 ~ 160) | M30 PC9530
M
steel PC5400 120 (95 ~ 155) M40
Interrupted
" PC5400 o
cutting PC9540 110 (80 ~ 140) M50 PC9540
Continuous | pegs1g 180 (140 ~ 230) 105 /T—
cutting K10 { PC6510
Castiron
Inermupted PC5300 145 (110 ~ 180) | K20 m—
cutting PC5400 125 (85 ~ 160) K30 { PC5400
. s10
Continuous
! PC5300 55 (40 ~ 70)
cuting 520 {_PC5300 |
HRSA
itorupted | PC5400 40 (30 ~ 50) S30 {_PC5400 | R~ @
cutting PC9540 40 (30 ~ 50) S40
PC2005 60 (40 ~ 80) HO1
. PC2005 |<_ PC2505 1
High | ious| PC2010 55 (40 ~ 70) H10 { pcaoio |< PC2510
hardness |~ PC2015 < PC210F |
o 9 PC2015 50 (35 ~ 65) H20
PC210F 50 (35 ~ 65) H30

D The features of PVD coated grades
PVD Coated grades ISO Features
+ Milling grade for medium and roughing of steel
PC3600 P25~ P35 + New coating layer with superior wear resistance and oxidation resistance with high toughness substrate
PC3700@ P25 ~ P35 * Exclusive grade for milling grade  + Lubricated and high hardness multi-layered coating
« Superior universal grade for steel, cast iron, hard to cut material, stainless steel
P30 ~ P40 K20 ~ K30 . ) ) : ) I :
PC5300 + New coating and ultra fine grain provide wear resistance and oxidation resistance
M20 ~M30 S15~ S25 . )
« TIAIN Series new coating
« Universal grade for interrupted machining of steel, cast iron, hard-to-cut materials and
PC5400 P35~P45 K25~K35| stainless steel with stable machinability
M30 ~M40 S25~ S35 | -+ New coating layer with high toughness and lubrication on ultra fine grain substrate with high toughness
« AICiN series new coating
PCE510 K05 ~ K15 * High speed rmlhng grade for cast iron and aluminum
+ K-Gold coating
M25 ~ M35 + Medium to rough cutting of hard to cut materials such as stainless steel, Cr-Ni steel, etc.
PC9530 « The toughest sub-micron substrate provides excellent cutting performance at high feed
S20 ~ S30 )
* TIAIN coating
@ M35 ~ M45 — . - e )
PC9540 330 ~ S40 + Exclusive high toughness grade for stainless steel milling  + PVD dioxide film with good heat resistance
PC2005 P01 ~P10 KO1~K10 | *Exclusive for Laser Mill in milling of high hardness workpieces and press mold steel
HO1 ~H10 « Utmost wear resistance due to high hardness substrate and coating + Ultra high hardness K-Brown coating
« Exclusive for Laser Mill in milling of pre hardened steel and plastic mold steel
PC2010 HO5 ~H15 « High hardness enhanced cutting edges due to ultra fine WC and high contents binder for expanding application
range to high hardness steel and pre hardened steel -« Ultra high hardness K-Brown coating
PC2015 H10 ~ H20 + Exclusive for Laser Mill in milling of carbon steel and cast « Highly lubricative K-SILVER coating
« Lubricative coating layer and high contents substrate for machining mild steel and hard-to-cut cast materials
H10 ~ H20 « High speed milling grade for hardened steel, cast iron, and stainless steel(Laser Mill)
PC210F P25 ~P35 K15~K25| «New coating and ultra fine grain provide wear resistance and oxidation resistance
M15~M25 S10~S20| - TiAIN Series new coating
PCZSOS@ HOT ~ H10 « Roughing grade fo‘r high hgrdened steel qu prgssed die stegl
+ Excellent wear resistance ideal for machining die steel and high hardened steel over HRC50
+ Roughing grade for pre-hardened steel and plastic die steel
PC2510@ HO5 ~ H15 - Stabilized toughness ideal for interrupted cutting of high hardened steel and wet cutting accompanied
by massive thermal shock

Grades & Chip Breakers




Application examples (PC5300)

Milling Grades A

P Mold steel (KP4M)

= Cutting
condition

ve (m/min) = 250, fz (mm/t) = 1.0
ap (mm) = 1.0, dry

= Designation  Insert : WNMX130520ZNN-MM (PC5300)

Cutter: HRMDCM13050HR-3

n Test result
A

Tool life (ea)

>

PC5300 Competitor

M Stainless steel (STS316)

= Cutting
condition

vc (m/min) = 65, fz (mm/t) = 0.14
ap (mm) = 3.0, wet

m Designation  Insert : SEET14M4AGSN-MM (PC5300)

Cutter : FMACM4100HR

m Test result
A

Tool life (ea)

[Chipping,
6ea/C

PC5300 Competitor

Application examples (PC5400)

P Carbon steel (SM45C) P Alloy steel (SCR440)
= Cutting vc (m/min) = 250, fz(mm/t) = 1.2 = Cutting vc (m/min) = 180, fz (mm/t) = 0.2
condition ap (mm) = 1.0, dry condition ap (mm) = 2.0, dry

= Designation  Insert : WNMX130520ZNN-MM (PC5400)

Cutter: HRMDCM13050HR-4

n Test result

A
HM

PC5400 Competitor

200

Tool life (ea)

= Designation  Insert : PDKT1605M0-MM (PC5400)

Cutter : FMRC5063HRD-H

m Test result
A

bt

Tool life (ea)

25

PC5400 Competitor

Stainless steel (STS316)

= Cutting
condition

vec (m/min) = 50, fz (mm/t) = 0.1
ap (mm) = 4.0, ae (mm) = 15.0, dry

= Designation Insert : APMT1604PDSR-MM (PC5400)

Cutter : AMC3063HS

m Test result

| I Ay'
r. l 12()\

PC5400 Competitor Line : weld zone

Tool life (ea)

. Heat-resistant alloy (Inconel 718)

= Cutting
condition

vc (m/min) = 60, fz (mm/t) = 0.1
ap (mm) = 2.5, wet

= Designation  Insert : SNMX1206ANN-MM (PC5400)

Cutter: RMBAC4080HR

m Test result
A

Tool life (ea)

tj&
PC5400 Competitor
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A Milling Grades

Application examples (PC9540)

M Austenitic stainless steel (STS304, HB200)

m Workpiece  Square bar (300x200x100)

= Cutting vc (m/min) = 120, fz (mm/t) = 0.1
condition ap (mm) = 1.5, ae (mm) = 20, wet

= Designation  Insert : XNKT080508PNER-ML
Holder: RM3PCM4063HR

n Test result

A \
PC9540
a
L o

PC9540 Competitor Competitor

Total chip removalamount (cms)

M Heat resistance stainless steel (DIN 1.4837)

= Workpiece  Turbo charger turbine housing
vc (m/min) = 100, fz (mm/t) = 0.16
ap (mm) =2.2, dry

m Designation  Insert : SNMX1206ANN-MF
Holder: RM8AC4100HR

= Cutting
condition

n Test result
A

cutting pass, corner (ea)

PC9540 Competitor

M Austenitic stainless steel (STS316, HB200)

= Workpiece  Square bar (300x200x100)

= Cutting vc (m/min) = 120, fz (mm/t) = 0.15
condition ap (mm) = 5.0, ae (mm) = 10, dry

= Designation  Insert : ADKT170608PESR-ML
Holder: KMS3032HR

m Test result

-
>

PC9540

Total chip removalamount (cms3)

Competitor

PC9540 Competitor

M Heat resistance stainless steel (DIN 1.4848)

= Workpiece  Turbo charger turbine housing

= Cutting vc (m/min) = 80, fz (mm/t) = 0.2
condition ap (mm) = 1.2, dry

= Designation  Insert : ONMX060608-MM
Holder: RM16AC6100HR-M

u Test result

A

cutting pass, corner (ea)
—r
~

PC9540 Competitor

= Workpiece  Square bar (300x200x100)

= Cutting vc (m/min) = 90, fz (mm/t) = 0.2
condition ap (mm) = 2.0, ae (mm) = 25, wet

m Designation  Insert : SNMX1206ANN-MF
Holder: RMBACM4063HR-H
m Test result

A

PC9540

Total chip removalamount (cms3)

Ny, & -

PC9540 Competitor Competitor

M Heat resistance stainless steel (DIN 1.4848, HB160)

M Heat resistance stainless steel (DIN 1.4848)

m Workpiece  Turbo charger turbine housing

vc (m/min) = 100, fz (mm/t) = 0.15

ap (mm) = 1.5, wet

m Designation  Insert : XNKT060405PNSR-MM
Holder: RM3PS3025HR-3L20

= Cutting
condition

n Test result
A

cutting pass, corner (ea)

f J

PC9540 Competitor
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Milling Grades A

Uncoated carbide grades

9 Features ¢ Due to KORLOY's advanced sintering technology, our
uncoated carbide grades have a fine alloy structure which is

necessary to get superior quality from a uncoated cutting tool

e Consist of P,M,K carbide grades and can be used in all kinds of
workpiece

D Advantages

Mtype §
e Excellent quality at machining with coolant, due to the superior

thermal crack resistance of the carbide

e Due to the special design of carbides, it has fine micro structure
and low affinity with workpiece

e |t has excellent toughness and produces lower cutting loads K type

D Selection system of uncoated carbide grade

f Recommended A
Workpiece Grade cutting speed (m/min) ISO Application range
Sten ST20 90 (70 ~ 110) P20 st0 |
ee
ST30A 80 (60 ~ 100) P30 { sTa0A |
M20
M | Stainless steel u20 90 (70 ~ 110) u20
M30
c HO1, HO5 150 (110 ~ 190) K10 <_Hot_ | T
ast iron
G10 120 (90 ~ 150) K20 <__G10_|
Aluminum alloy HO1 600 (450 ~ 750) N10 |
HO1 |
Copper alloys HO5 425 (320 ~ 530) N20 { Hos |
D Main composition and application range
Workpiece Composition Features Workpiece
) Excellent thermal shock resistance and plastic .
WC-TiC-TaC-Co deformation resistance Carbon steel, Alloy steel, Stainless steel
T ATAC. General grades with thermal shock resistance Carbon steel, Alloy steel, Stainless steel,
M WC-TiC-TaC-Co and hardness Cast steel
WC-Co High hardness and superior wear resistance Cast iron, Non-ferrous metal, Non metal

D The physical properties of uncoated carbide grades

Uity @ " (ktimm?) | coefioent0RC) | (calemaee-0)
ST10 92.1 175 48 6.2 25
ST20 91.9 200 56 52 45
ST30A 91.3 230 53 52
M u20 91.1 210 N 88
HO1 92.9 210 66 4.7 109
G10E 90.9 250 63 105

1KPa = 102kgf/m?, 1w/mk = 2.39x 10 cal/cm-sec-°C
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A Milling Grades

Cermet grades

9 Features  ® High hardness substrate ensures long tool life in high speed milling
¢ High toughness cutting edge ensures long tool life even in high impact machining
e Chemically stable substrate provides excellent surface finish of the workpiece

D Selection system of cermet grades

Workpiece Ma&l;gng Grade culgro;gosn;;ne?jn(?:ldmin) ISO Application range
Continuous -
Steel wuting CN2000 250 (200 ~ 300) P20 /W!
Interfihied CN30 150 (100 ~ 200) | P30 < CN30
D The features of cermet grades
Cermet Grade ISO Features

+ Universal grade from finishing to roughing of steel

CN2000 P20 ~ P30 + Functionally Gradient Material

« For milling of steel

CN30 P25 ~ P35 « Cermet with high toughness

D The physical properties of cermet grades

Workpiece Grade Hardness(Hv) TRS(kgf/mm?) SG(g:cm?)
CN2000 <1800 210< 6.8~7.0
CN30 <1500 240 < 7.0~7.3

Application examples (CN30)

P Carbon steel (SM45C) B8] Mold steel (KP4M)
= Cutting vc (m/min) = 120~150, fz (mm/t) = 0.07~0.13 L] Cutti[l_g vc (m/min) = 230, fz (mm/t) = 0.1~0.15
condition ap (mm) = 2.0, dry condition ap (mm) = 1.0, dry
= Designation  Insert : SDCN42MT (CN30) m Designation Insert : SDCN42MT (CN30)
Cutter : ADN4315R Cutter : ADN4315R
m Test result m Test result
9 A ® A
2 2
3 3
IS IS
L. A & L. A &
CN30  Competitor CN30  Competitor
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Solid Endmills Grades A

Solid endmills grade selection

Grades for H Endmill

PC303S/PC310U

e Ultrafine substrate & high hardness coatings for excellent wear resistance
e Special surface treatment provides higher chipping resistance

D Features

Exceptional wear resistance resulting from extremely hard coating layers

Grades for Z Endmill

PC315E

e Fine substrate & lubricative coatings for stable machinability

D Features

Lubricative coatings for excellent machinability

D Selection system

Workpiece Grade 1ISO Application range
PC303S PO1
PC310U P10 {Pcaoss | {PC203F |
Steel P20 {pC310U |
PC315F P30 (reatse | {pcaz0 | {PC2i5F |
PC320 P40
PC303S MO1
i PC310U M10 PC303S PC203F
M Stainless U pCaiou
steel PC320S M20 PC320S
< PC315E —< PC320 |—< PC215F
PC315E M30
PC303S KO1
. PC310U K10 {pPcaoss | < PC203F | s
ast iron K20
PC315E K30 {PC315E | PC320 [ { PC215F |
PC320 K40
PC3208 $20 /' pcaos
HRSA |—< pC315E < PC320 < PC215F |
PC315E S30 |
ND3000@ | Not
ND3000
Nonferrous nD2100@ | Nos @ T .
14
PD3000 N10 BB (0L (055 e
HO' N20
High PC303S HO1
PC203F H1 PC303S PC203F
hardnelss C203 0 < | < | P50 ]
steel PC310U H20
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A Solid Endmills

Grades

Solid endmills grade selection

) Grade information for each product

Grade Carbide HSS
ltem ltem
Coated Uncoated Coated Uncoated Coated Uncoated
H Endmill PC303S, PC310U - + f PC10T, PC20T HC10T, HC20T,
Y engril comior R* Endmill PC30T PC40T FN30T HC30T HN20T, HN30T
nemt Aluminum Solid Endmill | PD1005, PD1010 HO1 - -
Z Endmill PC315E - A+ Endmil _ HO5S _ .
F Endmill PC203F - C-Max PC210C _ _ i
T Endmill PC2510, ND3000 HO1 Super Endmil SL R R R
* Endmill PC320 - D Endmill ND3000 - - ;
Z* Endmill PC320U - Composite Router Endmill ND2100 - - -
S* Endmill PC320S - Brazed Endmill PC221F FCC - -
D The features of Coated grades
Workpiece ISO Features
P05 ~ P15 + Excellent wear/chipping resistance in high speed machining due to the combination of ultra fine substrate and PVD coating
PC303S K05 ~K15 | + For high speed machining of high hardness steel
HO5 ~ H15 + New film applied with excellent oxidation resistance and hardness at high temperature
P10 ~ P20 + Excellent wear/chipping resistance in high speed machining due to the combination of ultra fine substrate and PVD coating
PC310U K10 ~K20 | - For high speed machining of high hardness steel
H10 ~ H20 + New film applied with excellent oxidation resistance and hardness at high temperature
PC315E P20 ~ P35 + Excellent wear/welding resistance in high speed machining due to the combination of ultra fine substrate and PVD coating
PC320 K20 ~ K35 + For low/medium speed machining of general steel  + New film applied with excellent chipping/wear resistance
M20 ~M30 | Low to medium speed cutting of stainless steel and heat resistant alloys
PC320S S20 ~ 830 + Advanced coating layers with increased resistance to built-up edge and oxidation
+ Excellent resistance to wear and built-up edge at high speeds due to the ultrafine substrate and dedicated coating layers
+ Medium to high speed cutting of copper and copper electrode
PC210C N10~N20 | - Medium to high speed cutting of acrylic materials
« K-Silver coating with excellent lubrication and wear and chipping resistant substrate
NDSOOO*@ NOT ~ NO5 . Fgr electl.'ode machllnlng_ of graphite gt medium to hlgh speeds
+ Dia. coating layer with high wear resistance and lubrication
ND2100*@ NO3 ~NO08 | - For composite materials + Diamond-coated layers with excellent adhesion
+ For Non-ferrous metals(Aluminum alloy) machining
PD1005 NO5 ~N10 + DLC(Diamond Like Carbon) coating layer with high wear resistance and lubrication

*:CVD

) Features of KORLOY endmills

Index

Features

H Endmill
(Endmill for high hardness steel)

+ Negative cutting edges proper to machine high hardness heat-treated workpiece under HRC70
+ Longer tool life with the use of ultra fine substrate and high hardness film

Z Endmill /I Endmill
(Endmill for general cutting)

« Excellent in machining various workpieces such as carbon steel, alloy steel, cast iron, pre hardened steel, etc. under HRC45
« Longer tool life with the use of ultra fine substrate and new coating technology

T Endmill
(For dental purpose)

+ Endmill for dental prostheses made of zirconia, titanium, Co-Cr, wax, PMMA, and glass ceramic
+ Custom-made tools for each type of milling machines for dental purpose

« Universal endmill applicable to a variety of workpiece materials under HRC47

Z' Endmill * Roughing and finishing availability ~ + Improved tool life thanks to the new substrate and the most advanced coating
« Inhibited chipping and longer cutting time due to the optimized blade design
SSEA/A* Endmill « Suitable for high speed machining in aluminum and other Non-ferrous materials

(Endmill for aluminum)

« Can accomplish excellent surface finishing, superior chip removal in high feed rate

S* Endmill
(Endmill for hard-to-cut materials)

« Sharp cutting edge and high rake angle with streamline chip pocket shows good cutting performance in stainless steel machining
where work hardening is a problem

« High efficient roughing endmill for medium to rough cutting

R* Endmill « Excellent machining efficiency thanks to the high efficient roughing edge design
+ Reduced cutting force thanks to specifically designed corners, and irregular flute spacing and lead angle
+ Diamond-coated endmill for graphite and ceramic

D Endmill + Excellent wear resistance thanks to the diamond coating of high hardness and high purity

+ Optimized for high speed and heavy duty cutting thanks to the strong grip of coating
« Excellent cutting performance and finish thanks to the optimized blade design of high rake

Composite Router Endmill

+ Router endmill for machining composite materials (CFRP & GFRP)
+ Minimized machining defects thanks to its design to prevent flaking, peeling off and burrs
« Excellent resistance to wear and flaking thanks to the nano-crystalline diamond coating of high hardness and high purity

C-Max

« Ideally suited for machining copper, brass, bronze, and Non-ferrous materials thanks to the optimized combination between K-Silver
coating with excellent lubrication and resistance to wear and chipping, and the dedicated substrate

Super Endmill

« High lubricated coating and special surface treatment
+ Improved welding and chipping resistance and machining stability due to surface treatment technology
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Solid Drills Grades A

Solid drills grades selection

Grades for Mach Solid Drill (MSD) Grades for Mach Solid Drill (MSD)

e Special surface treatment provides improved e Good wear resistance in HRSA machining at high temperature
lubrication and reduced cutting loads e Good surface finish reduces friction resistance and increases

e Stable tool life thanks to increased welding resistance chip evacuation

D Features D Features

High heat and oxide resistance

Increased welding resistance in increase tool lifelncreased wear.

medium to high speed cutting
due to highly lubricative coating Good surface finish coating layer
layers Increased wear ensures lubrication and high quality in
resistance in carbon steel machining.

machining

Grades for Mach Long Drill (MLD)

PC215G/PC315G

e Improved wear resistance due to the ultrafine substrate
¢ Reduced friction resistance and smooth chip flow due to improved coating lubrication

2 Features

Exceptional wear resistance due to the ultrafine substrate

D Selection system

Workpiece Grade ISO Application range
PC215G PO
PC315G P10
Steel
PC325U P20 | [ peoisa {  Pc3tsG
PC230F P30 | PC325U {peaaoF
PC215G Mo1
- Stainless PC315G M10
steel PC205F M20 PC215G PC315G
LN " Pcassu
PC325U M30
PC215G K01
Cast PC315G K10
ast iron
PC205F K20 . —
PC325U K30 PC325U
nD2100@ | Nos
ND2100
Nonferrous N10
FG2 FG2 FA1
N20
s20
HRSA pcazsT@ o PC325T @
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A Solid Drills Grades

Solid drills grades selection

D Grade information for each product

Grade
ltem
Coated Uncoated
MSD Plus PC325U FG2
MSD Plus-S PC325T -
MSD Plus CFRP ND2100 -
MSFD PC325U -
MLD Plus PC215G, PC315G FG2
VZD PC230F -
ESDP PC325U FG2
SSD Plus - FA1, FG2
D The features of PVD coated grades
Workpiece ISO Features
P20 ~ P35 + Universal grade for machining steel, cast iron, stainless steel, etc.
PC325U M20 ~ M30 + Stable cutting performance with excellent wear/chipping resistance
K20 ~ K35 + Increased welding resistance due to lubricative new coating at medium to high speed
PC325T @ M20 ~ M30 + Good wear resistance realizes HRSA machining at high temperature
S20 ~ S30 + Good wear and chipping resistance ensure stable machinability
P15~ P30 + Universal grade for machining steel, cast iron, etc.
PC215G M15 ~ M25 f - L .
K15 ~ K30 « Stable cutting performance with excellent wear/chipping resistance
P15 ~ P30 + Universal grade for machining steel, cast iron, stainless steel, etc.
PC315G M15 ~ M25 + Stable cutting performance with excellent wear/chipping resistance
K15 ~ K30 + Increased welding resistance due to lubricative new coating at medium to high speed
PC230F P25 ~ P35 * For machlr?mg general steel gt medium to high sp.eedl .
« Stable cutting performance with excellent wear/chipping resistance
ND2100 @ NO3 ~ NO8 . Fgr machining composite .materlals .
+ Diamond-coated layers with excellent adhesion
FG2 / FA1 NO5 ~ N25 + Increased wear/chipping resistance with the use of ultra fine substrate

2 Features of KORLOY drills

Index Features

+ Increased welding resistance in medium to high speed cutting due to highly lubricative coating layers
MSD Plus * Increased wear resistance in carbon steel machining
+ Reduced friction resistance around corners and flutes

+ Exclusive for HRSA grooving with good wear resistance at high temperature and chipping resistance.
MSD Plus-S * New coating layer with good surface finish reduces frictional resistance and increases chip evacuation.
* Preventing chipping on the cutting edge and fracture of tool ensures high productivity.

+ The best tool for hole making of CFRP workpieces
MSD Plus CFRP + Excellent wear resistance due to the diamond-coated grade
* Reduced burr creation in CFRP machining due to high rake cutting edges

+ High quality hole making capability with 180° point angle
MSFD + Improved anti-chipping and welding resistance by edge honing and chamfering
+ Minimized creation of burrs compared to general drills

+ Higher rigidity due to straight-edge design
MLD Plus + Smooth chip flow due to wider chip pockets and improved surface finish on flutes
+ Double margin system for stable machinability

« Lubricative coating layer improves welding resistance at middle to high speed.
ESDP * Increase wear resistance in machining carbon steel
« Increased welding resistance and wear resistance with new PC325U grade applied.

+ New shape increases chip control
SSD Plus + Surface finish and improved shape realize high quality of machining
« Stable tool life increases productivity
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Diamond coated grades

Others A

Grade for graphite and ceramic
ND3000 @

¢ SP3-crystalline diamond coatings of high purity and high hardness

¢ Improved adhesion between coated layers and the substrate that
is specialized for diamond coatings

o Excellent tool life when machining graphite and ceramic

Grade for composite materials

ND2100 &

o Improved surface finish and wear resistance due to the control
technology of nano-crystalline diamond particles

¢ Improved flaking resistance due to the substrate that is specialized
for diamond coatings

e High quality and high precision machining availability thanks to
sharp edges

e Excellent tool life when machining composite materials

D Application range

N

[}

S
>
»

300

ND2100

N
o
(@]

Cutting speed, vc (m/min)

—
o
(@]

\

Graphite/Ceramic Al alloy < 10% Si Alalloy< 5% Si Composite materials
(CFRP)

D Selection system

Surface of ND3000

Cross section of ND3000’s
coated layers

Surface of ND2100 Sharp edges of ND2100

Workpiece Grade I1ISO Application range
GC:‘;mi/ ND3000@D | Not
ND3000
Nonferrous Al alloy mgg?ggg NO5 ND2100
et oa® | o —

D The features of diamond coated grades

Grade ISO Features

« For continuous roughing of graphite, ceramic, and Al alloy at high speeds
NDSOOO@ NO1 ~NO5 + Exceptional cutting performance due to high resistance to wear and flaking

+ High hardness diamond coatings of high purity SP3-crystalline structure

« For continuous finishing of composite materials and Al alloy at high speeds
ND2100@ NO3~N08 + Stable machinability due to durable sharp edges

+ Nano-crystalline diamond coatings under particle control
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DLC coated grades

DLC-Coated Inserts for Non-Ferrous Metals

PD1005 @ /PD1010 &

e High hardness and low friction DLC coating technology

e Lubrication and maximized wear resistance increases machinability and machining quality.
¢ Optimal substrate for each workpiece ensures stable and long tool life

e For non-ferrous metals such as aluminum, Al-Si alloy, copper and etc. machining

D Features

Smooth coating surface Hard DLC coating Grade | Wear resistance and Welding resistance | Surface finish Chip curl
Carbide
non
coated
DLC
PD1010
D Application range
= o E 2 ®
£ Continuous cutting General cutting Interrupted cutting
g, :
3 2000 3 )
a ____x ND series
Z"’ - (Diamond coating grade)
£ 1500 :
o

1000

500

» Si Content (%)

D Selection criteria

Workpiece Grade 1ISO Application range
Aluminum and copper

PD1005 NO5 /—@
ft -fi tal
(Soft non-ferrous metals) PD1005
Non-ferrous PD1005 \—

e Aluminum alloy N10

PD1010
- PD1010
Al-Si alloy

(Hardened non-ferrous metals) PD1010 N15

) The features of DLC coating grades

Grade ISO Features

« For high speed and continuous machining of Aluminum and copper
PD1005 NO5 + High wear and welding resistance realize good machinability
+ High performance of DLC coating with high hardness and low friction

+ For medium to high and interrupted machining of aluminum alloy and Al-Si alloy
PD1010 N10 « Stable tool life due to substrate with chipping resistance
+ High performance DLC coating with high hardness and low friction

Grades & Chip Breakers
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Application examples (ND3000/ND2100)

. Graphite mold . Graphite mold
= Cutting vc (m/min) =100, fz (mm/t) = 0.11, = Cutting vc (m/min) = 300, fz (mm/t) = 0.1
condition ap (mm) = 0.26, dry condition ap (mm) =0.15, dry
m Designation  Endmill : DBE4060-110-N250S06 (ND3000) = Designation  Endmill : DBE2060-080-N250S06 (ND3000)
m Test result m Test result
“g’ A g A
L oV L ol « gy
ND3000 Competitor ND3000 Competitor

N} crrP

N} cFrP

= Cutting vc (m/min) = 200, fn (mm/rev) = 0.21, = Cutting ve (m/min) = 200, fz (mm/t) =0.17
condition  ap (mm) =10, ae (mm) =2.8 condition  ap (mm) =10, ae (mm) = 1.2
= Designation  Endmill : CCR2080-075 (ND2100) m Designation  Endmill : CCLR4080-075 (ND2100)
n Test result m Test result
£ A £ A
j=2] j=2)
] 8
2 2
£ £
o o
: a
A ¥ L i S
ND2100 Competitor ND2100 Competitor

Application examples (PD1005/PD1010)
N} Al-si alloy N} Al-si alloy

= Workpiece  Aluminum die casting materials, ALDC7 (Si 8%) = Workpiece  Aluminum forging materials, AC4C (Si 7%)
= Cutting vc (m/min) = 400, fn (mm/rev) = 0.25-0.3, = Cutting vc (m/min) = 740, fn (mm/rev) = 0.15,
condition ap (mm) = 1.0-1.5, wet condition ap (mm) = 1.0-1.5, wet
m Designation  Insert : CNMG120408-HA (PD1005) m Designation  Insert : XEKT19M504FR-MA (PD1010)
Holder: PCLNR2525-M12 Holder: PAXS5032HR-A
m Test result = Test result

A A

Cutting pass (ea)

Cutting pass (ea)

480

Ay A L oy
PD1005 Competitor PD1010 Competitor
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cBN inserts grades

D Features

e Excellent hardness and thermal resistance by sintering KORLOY's main constituents and special ceramic
binder at high pressure and high temperature

e Excellent hardness and wear resistance for higher productivity in machining cast iron and heat-treated alloy

at high speed

» Insert type

High presicion

Wear resistance Productivity

2

One use type

For regrinding type

Multi-corner type

Multi-corner type (coated)

Solid type

Grooving type

2D cBN inserts

Multi edge coated type

One use type

2NU-CNGA120408

+ Easy handling of corners
« Strong Brazing
+ Excellent tool life compared to non-coated insertse

NU-CNGA120408

+ Economic price  « Easy handling of tools  « A wide variety of series
+ Smaller than expensive cBN and dramatic cost down
« Strong weld face and stable cutting performance

Multi edge type

Regrinding type

2NU-CNGA120408

CNMA120408

+ Price per edge is more reasonable compare to normal single cornered,

one-used type -« Insert with several brazed cBN
+ Wide application of continuous to interrupted machining

* Long tool life
« Excellent wear resistance, High hardness
+ Saved tool cost due to the regrinding insert 3~4 time

D cBN application range

A
= 300
é DB1000
S 200
>
k=)
[
a3
@ 150
g
5
© 100 -
DB2000
Continuous cutting  General cutting Interrupted cutting
Degree of (i N ( \
interruption - - !

Grades & Chip Breakers

) Coated cBN application range

A
= 300
£ DNC100
£
?>,’ 200 DNC40
-
3
& 150
2 DNC350J
5
o
100
Continuous cutting  General cutting Interrupted cutting
Degree of iy 14 ! \
interruption - - !



D Cutting condition of cBN grades

Others A

. Insert S . . Feed, Depth of cut,
Workpiece Grades ol Application Cutting speed, vc (m/min) fn (mmirev)  ap (mm)
@, Continuous cutting [N B B
DNC100 ’ e 180 300 003~03 | 003~03
_«==._ | Continuous and
DNC250 @ low interrupted 120 I 020 0.05~03 | 0.05~0.3
Coated . cutting at high speed
DNC350 Medium and high . REY 005~03 | 005~03
interrupted cutting ' ' ' '
oo Continuous and
DNC400@ L 0 J | medium interrupted 90 I 220 0.05~0.3 0.05~0.5
Y cutting
Continuous cutting
. | .03 ~0. .03~0.
High DB1000 at high speed 130 250 0.03~0.15 | 0.03~0.2
hardness
steel Medium and low
; - ] .03~0. .03~0.
DB2000 interrupted cutiing | 80 200 0.03~0.2 | 0.03~0.3
DBNX20 Highly effcient 120 I 150 003~03 | 0.03~05
utting
DBN250 Medumandlow | g\ ey 159 003~0.2 | 0.03-03
N interrupted cutting ’ ' : :
on
coated @ Hichi d
DBN350 Cﬁﬂingte”“p‘e 003~0.2 | 0.03~03
High speed and
! ] 10~0. }
DBN400 high depth of cut 120 220 0.10~0.3 0.5
Continuous cutting
. | .05~0. R
HRSA DB7000 at high speed 100 300 0.05~0.2 0.1~1.0
Castiron DBN700A aCtorr]}gEug;:egumng 500 NEEEEE 2000 | 0.10~04 | 0.1~04
Solid type cBN

DBN400

2 Features

e For medium and light interrupted cutting of heat-treated steel
¢ Balanced grade of wear resistance and shock resistance
e Solid type for highly efficient machining

D Features of solid type
e Increased productivity at high speed and high depth of cut
e |deal for removing cemented layer and machining the welds
e Stable welding with the use of 3-face blazing
e Excellent performance at varying depth of cuts

D Application range

D Recommended cutting condition

300 —

2007 DBN400 I
100 —

General cutting ~ Medium cutting

Cutting speed
vc (m/min)

Degree of
interruption

¢

Interrupted cutting

Overload on
cutting edge

= min max—i

Cutting speed [,
vc (m/min) 120 220
Feed
N
fn (mm/rev) 01 03
e 0.5
ap (mm) ’

Grades & Chip Breakers
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DNC100@

) Features ° Excellent thermal resistance
e Coating layer with high hardness, oxidation resistance and chipping resistance

g
S 50 o DNC[100
o TIAISICN '
g 40 AN ()
g ! Improved hardness
w5 30 TiN and oxidation
@ resistance jat high
2 20 temperature
kel
s 10
T
0 300 600 900 1200
Oxidation resistance (°C)
D Application range 2 Recommended cutting condition
3 300 Cuttin
8= TJE=te —
% E DNC100 Ve (nmin) 180 300
oF 200 — DNC400
Eo DNC250 ] Feed
> 0.03 I 0.3
S 100 DNC350 | fn (mm/rev)
Depth of cut per time
.03 I 0.
Degree of @ {i} g:} {:} ap (mm) 0.03 0.3
interruption > .
Continuous General Medium Interrupted
cutting cutting interrupted cutting cutting * Increased oxidation resistance and wear resistance due to high hardness coating layer
= min Overload on max— + Dramatically improved fracture resistance and chipping resistance
cutting edge

Multi-corner coated cBN for high efficient cutting of heat-treated alloy

9 Features ° Stable and long tool life
e Cost effective by multi-cornered one-use insert

)
joN
S 50
j=2}
_% 20 DNC250 DNC350
8 (TIAINTIN) | Advanced PVD coating
«— 30 AN
o YiN ‘
§ 20 Improved:hgrdness High hardness and lubricative coating
] of coating and
£ 10 oxidation’re’Tistance Improved wear resistance
0 300 600 900 1200
Oxidation resistance (°C)
D Application range D Recommended cutting condition
k-] 300 — .
$T DNC100 Cutting speed 120 I 220
T vc (m/min)
oF 200 — 0 DNC400
gs DNC350 |
o Feed
— .05 I 0.
100 e 0.05 0.3
interruption s \ Depth of cut per time 0.05 I 0 3
Continuous  General Medium Interrupted ap (mm) ’ ’
cutting cutting interrupted cutting cutting
- min =————————————— Overload on g —

cutting edge

Grades & Chip Breakers
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Coated cBN for high interrupted cutting
DNC350

2 Features e Excellent tool life and productivity in interrupted cutting
e New PVD coating applied with high hardness and oxidation resistance

9

g
& 50 DNC350
g’ 40 (TiAIN+a)
T TIAIN AITiN C
S 30 Qf High hardness and oxidation-resistant
;) YiN Improved hardness coating
e 20 .Of qoatn;F_and High tough coating
° oxidation resistance
8 10
Fine cBN + High tough substrate
0 300 600 900 1200

Oxidation resistance (°C)

D Application range D Recommended cutting condition
k-1 300 .
$= DNC100 LG s 90 I 150
= E DNC400 vc (m/min)
o E 200 —
5t = DNC350
6 100 ) Feed 0.05 IEEE— 0.3
fn (mm/rev)
s O O 3O
int ti Depth of cut per time
Ll din ] Continuous General Medium Interrupted ap (mm) 0.05 NN 0.3
cutting cutting interrupted cutting cutting
- min = Overload on ——————max—

cutting edge

DNC400&@

2 Features e For machining heat-treated steel in continuous and medium interrupted cutting
¢ Longer tool life due to coating layer
e Solid type for universal purpose

D Features of solid type cBN

e Increased productivity at high speed and high depth of cut
¢ [deal for removing cemented layer and the welds

¢ Better welding stability due to 3-face blazing

e Excellent cutting performance at varying depth of cuts

D Application range D Recommended cutting condition
3 300 DNC400 0.05 I 0.3
8T DNC100
o £
>E 200 J DN]2400 Feed DNC250 0.05 I 0.3
_é E DNC250 fn (mm/rev)
S 100 — DNC350 DNC350 0.05 I 0.3
@ {:‘3 {:} C} DNC400 0.05 0.5
Degree of
interruption S ° Depth of cut
Continuous  General ~  Medum Interrupted per time DNC250 0.05 I 0.3
cutting cutting interrupted cutting cutting ap (mm)
#= min —————————— Overload on ——————max— DNC350 0.05 I 0.3
cutting edge

Grades & Chip Breakers




A Others

Non-coated cBN

DB1000

) Features °© Non-coated cBN with the highest wear resistance at high speed
e Excellent tool life in continuous to light interrupted cutting

e Improved fracture resistance along with high wear resistance
- Higher thermal resistance and hardness due to pure TiCN ceramic binder

Non-coated cBN

DB2000

D Features e Universal grade for overall machining of heat-treated
- Stable tool life in continuous to low/medium interrupted cutting

e Both fracture resistance and wear resistance acquired with the use
of pure ceramic binder

e Stable surface roughness

D New technology of high purity ceramic binding materials

DB1000/DB2000 Conventional grade
Ceramic binding |—
materials
] Crack
© || High purity ceramic cBN +——] Increased
binding materials wear
m O—+—] BN Impurities
DB2000 dramatically minimizes impurities Impurities included in conventional grade's ceramic binder caused inferior thermal resistance
with the use of high purity ceramic binding and hardness of sintered compounds, which led to crack (fracture) and wear

materials and enhances thermal resistance
and toughness.

D Application range
- 300
5 8E
23 §§ 200 DB1000 \
3z 589 DB2000 |
33
g5
2%
e O O O
- Interruption Continuous General Medium
cutting cutting interrupted cutting
- min ——— Overload on ———————max—
cutting edge
D Recommended cutting condition (DB1000) D Recommended cutting condition (DB2000)
Cutting speed Cutting speed TS
ve (mimin) 130 I 250 B0 80 200
Feed Feed
T ey 0.03 NN 0.15 fn (mm/rev) 0.03 0.2
Depth of cut 0.03 IE—— O 2 Depth of cut 0.03 N 0.3
ap (mm) ap (mm)

Grades & Chip Breakers
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PCD inserts grades

O Features  KORLOY PCD products are manufactured by using high quality PCD tips under ultra high

temperatures and pressure. The PCD tip is welded on the qualified KORLOY carbide insert
KORLOY high quality PCD products meet a wide range of application needs in turning, milling,
and endmills.

e Excellent tool life for aluminum alloy and copper alloy
e Excellent tool life for Ceramic, high-silicon aluminum and rock or stone
e Excellent tool life for rubber, carbon, graphite and wood

D PCD grade
Grade Features Application Grain size (um)| Hardness (Hv) TRS (kgf/mm?)
Coarse diamond grain has been used to get excellent gzgz:tceiﬁaﬁ:]de
DP90 wear resistance enough to machine cemented-carbide, o g 9 50 10,000 ~ 12,000 110
high Si aluminum allo High Si aluminum alloy
9 Y Rock, Stone
By use of fine diamond grain having good bonding High Si aluminum alloy
DP150 property, it is suitable for machining of Non-ferrous metal, Copper, Bronze alloy 5 10,000 ~ 12,000 200
graphite Rubber, Wood, Carbon
By use of ultra fine diamond grain, it is possible to make Plastic
DP200 sharp cutting edge. Thus it is appropriate grade to machine Wood 0.5 8,000 ~ 10,000 220
Non-ferrous material Precise finishing of aluminum
D Recommended cutting condition
X . i Recommended grade
Workpiece Cutting speed (m/min) Feed (mm/rev) Depth of cut (mm) = o
Aluminum alloy (4%~8% Si) 1000 ~ 3000 0.1~06 ~3 DP150 DP200
Aluminum alloy (9%~14% Si) 600 ~ 2500 0.1~0.5 ~3 DP150 DP200
Aluminum alloy (15%~18% Si) 300 ~ 700 0.1~04 ~3 DP150 DP200
Copper, Bronze alloy ~1000 0.05~0.2 ~3 DP150 DP200
Reinforced plastic ~1000 0.1~0.3 ~2 DP150 DP200
Wood ~ 4000 0.1~04 - DP150 DP200
Cemented carbide 10~ 30 ~0.2 ~05 DP90 DP150
D Cutting performance
Continuous cutting test (Workpiece: Al-25%Si) Interrupted cutting test (Workpiece: Al-20%Si) Cutting test of cemented carbide
g * ve = 800 m/min g Comp. B g - ve = 15 m/min
= +fn =0.1 mmirev = = « fn = 0.37 mm/rev
; +ap=0.2mm ; DP150 2 -ap=0.5mm
go10f "Dy g010 - g 02 - Dry
= + Insert: SPGN120304 =~ x + 1 pass
& + Holder: CSDPN2525-M12 g DP90 kS
[T [T [T
Comp. B -
DP150
0.05 0.05 + vc =350 m/min 01 —
c +fn =0.2 mm/irev ]
omp. A ~ap=0.18 mm — —
- I I
DP90 + Wet L — —
+ Insert: CNMX120408 I I
Holder: PCLNR2525-M12 — —
\ \ \ \ \ \ \ I —
10 20 30 40 0 1 2 3 4 DP150 Competitor

Cutting length (km)

Cutting length (km)

Grade

Grades & Chip Breakers




A Chip Breakers

Chip breaker for turning

Application range
feed rate fn (mm/rev)
Geometry Cutting edge 004 0063 010 016 025 04 063 10 16 25 40 63 Features
depth of cut ap (mm)

01 016 025 04 063 10 16 25 40 63 100 116 13

For Finishing
0.10~0.35
0.2~1.

+ Stable chip control in high toughness material; low
carbon steel, pipe steel & steel plates

« Improved chip control for facing, copy machining and
better surface finish

o

For Finishing

0.5~2.0 + Improved chip control for smaller depth of cuts
« Excellent chip control in copying, corner R machining

For Finishing

0.5~1.5 + Good chip control quality on varied depth of cut

+ Excellent cutting edge strength has been acquired due to
the special chip-breaker

For Medium to finish cutting

0.12~0.45

0.5~3.5 + Stable chip control in copying and internal machining with
various depths of cut

For Medium to finish cutting
.10~0.40

1.0~3.0 + Medium to finishing cutting edges offer improved edge
hardness

+ For cermet

For Medium cutting

LITTLLEELL

1.0~5.0 + Wide available chip control range from medium-finishing
to medium-roughing

« Suitable chip breaker for CNC machining

For Heavy duty cutting

0.70~1.40

6.0~15.0 + Designed specifically for heavy machining
+ Specialized chip breaker for the heavy industries like
Ship building, Power plant industry

For Heavy duty cutting

7.0~17.0 + Designed specifically for heavy machining

+ Specialized chip breaker for the heavy industries like
Ship building, Power plant industry

VP1

For Finishing

0.1~1.5 « High positive cutting edge

+ Reduced contract chip minimizes temperature to improve
tool life

VP2
For Medium to finish cutting

0.05~0.40

0.5~4.0 + Stable chip control and high machinability in copying with
‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ various depths of cut

Notice: Application ranges are based on main cutting material

Grades & Chip Breakers




Chip Breakers A

Chip breaker for turning

Application range
feed rate fn (mm/rev)
Geometry Cutting edge 004 0063 010 016 025 04 063 10 16 25 40 63 Features
depth of cut ap (mm)

01 016 025 04 063 10 16 25 40 63 100 116 13

For Medium cutting

D04 « High positive cutting edge with wide land

0.5~4.5 « Stable cutting performance in interrupted machining with
high toughness

+ Stable machinability and chip control in machining with
high depth of cut

For Roughing

1.0~4.5 + The first recommended chip breaker for inconel cutting

+ High hard and resistant rake angle to prevent notch wear
in roughing of rugged surfaces

For Roughing

0.25~0.55
« High feed machining with the combination of wide land and pockets

« Shallow chip breaker design prevents chip blocking at high feed

+ Decreased wear on major cutting edge due to special
treatment on blade

1.2~7.0

For Medium to finish cutting

0.10~0.40

0.5~25 + Angle land decreases cutting resistance for better surface
e roughness

« Special dot design prevents chip blocking by clear chip
breaking

-P series

For Medium cutting
.15~0.45

+ Increased productivity due to excellent chip control in
various conditions

« Stable tool life by reducing cutting load at high speed and
high feed

For Medium cutting

« The first recommended chip breaker for continuous

0.5~5.5 stainless applications cutting

e « Improved tool life and surface finish due to dual lands
combining both machinability and toughness

+ Wide chip pockets for stable chip evacuation at high depth
of cuts and high feeds

-M series

For Roughing

0.15~0.55
« The first recommended chip breaker for interrupted

2.0~6.0 cutting or roughing of stainless steel

+ Inhibited notch wear and burr creation at high depth of
cuts and feeds

+ Reduced cutting loads and longer tool life at high feeds

For Medium cutting

1.0~5.0 « Suitable for continuous cutting of ductile and gray cast iron
« Excellent tool life and surface finish thanks to angle lands
improving cutting performance

-K series

Huununuunw

For Roughing
0.20~0.60

« Suitable for machining ductile and gray cast iron at high
speeds and high feeds

+ Improved toughness and chipping resistance due to flat
lands

For Medium to finish cutting
0.03~0.30

« Sharp cutting edge generates low cutting force
« Specially designed tough main cutting edge

+ Suitable for cutting of low carbon steel, stainless steel,
aluminum

0.5~2.5

H series

Notice: Application ranges are based on main cutting material

Grades & Chip Breakers




A Chip Breakers

Chip breaker for turning

Geometry

Cutting edge

Application range

0.04 0.063 0.10 0.16

feed rate fn (mm/rev)

0.25

04 063 1.0

16 25 40

6.3

0.1

016 025 04

depth of cut ap (mm)

0.63

1.0 1.6 25

4.0 6.3 100

1.6 13

Features

0.30~0.80

For Roughing

+ Suitable for deep depth of cut and high feed cutting of
steel and cast iron

« Suitable for intermittent cutting

0.30~1.30

3.0~11.0

For Heavy duty cutting

« Suitable for heavy duty cutting due to strong cutting edge
+ Wide chip control range with low cutting force

0.50~1.00

4.0~10.0

For General cutting

« Suitable for general cutting condition cutting

0.05~0.25

0.1~1.5

For Finishing

+ Improved surface finish and size accuracy due to stable
inner boring

0.05~0.20
0.1~1.0

For Finishing

« Superior chip control in low carbon steel, pipes, and steel
plates

0.01~0.25

0.1~1.5

For Finishing

+ Excellent chip control in application with micro depth of
cutand low feed

+ Low cutting load and superb surface finish
+ Optimal for both internal and external machining

H-Posi series

0.08~0.40

0.5~3.5

For Medium cutting

« Excellent chip control at wide range of cutting conditions
+ Machining versatility over a wide range of materials

0.10~0.35

1.0~3.0

For Roughing

+ Suitable for interrupted cutting and cast iron machining
+ Good surface finish due to low cutting force
+ Suitable for both boring and outer diameter turning

P-Posi series

0.05~0.30

For Medium cutting

+ Sharp cutting edge and wide chip pocket for low cutting load
+ Stable chip control at varying depth of cuts

+ Excellent cutting performance when machining automobile
components

[BARNARRNETI

For Medium to finish cutting

+ High rake angle and low resistance cutting edge secures
long tool life in continuous cutting of aluminum turning

+ High speed of finishing operation

Notice: Application ranges are based on main cutting material



Chip Breakers A

Chip breaker for turning

Application range
feed rate fn (mm/rev)
Geometry Cutting edge 004 0063 010 016 025 04 063 10 16 25 40 63 Features
depth of cut ap (mm)

01 016 025 04 063 10 16 25 40 63 100 116 13

For Medium cutting

0.05~0.50

0.5~4.0 « High stability of cutting edge secures great performance
0 in high speed and interrupted machining

* High speed of medium and interrupted operation

For Finishing

0.01~1.0 « Shallow depth of cut with sharp edge
« Longer tool life at high speed cutting due to low cutting force
« Good surface finish

For Medium to finish cutting

0.04~0.15

0.05~1.5 « Improved chip control makes tool life long and

better machining

Auto tool series

AALRET

For Medium cutting
0.15~0.60

+ Guarantees excellent surface roughness and good
chip controls at high feed machining

For Medium to finish cutting

0.5~3.5 « Improved surface roughness at shallow depth of cut and

high feed due to strong cutting edge

For Finishing
0.12~0.45
e 1.0~4.5 + Shallow depth of cut with sharp edge
« Longer tool life at high speed cutting due to low cutting force
% + Good surface finish
£
(7]
s IEN
w For Medium cutting
0.15~0.50
0 1.5~5.0

« Good chip flow increases tool life and machinability.

Notice: Application ranges are based on main cutting material
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A Chip Breakers

Chip breaker for milling

Cutting edge

Application range

0.04 0.063 0.10

0.16  0.25

feed rate fn (mm/rev)

04 063 10 1.6

25 40

6.3

0.1

0.16

025 04 0.63

depth of cut ap (mm)

1.0 1.6 25 4.0

6.3 10.0

1.6 14

Features

MX series

0.10~0.30

1.0~5.0

For Roughing

+ Possible to increase productivity through increase feed
and depth

« Excellent heat resistance due to the special chip breaker
design of top face of insert

1

Mill-max H

2.0~14.0

For Roughing

+ Specialized tool for high depth of cut roughing with high
rigidity cutting edge ensures stable machining.

0.05~0.40

For Aluminum machining

+ Sharp cutting edge for low cutting load, which is ideal for
machining steel, hard-to-cut materials and aluminum

Rich Mill series-RM3

0.05~0.30

For machining hard-to-cut materials

+ Low cutting resistance for light cutting and machining
hard-to-cut materials with excellent tool life and surface
roughness

For General cutting

+ Available for most of applications with universal
design for general milling

@é

0.05~0.25

0.3~14.0

For Aluminum machining

+ Sharp cutting edge design ensures low cutting resistance
and excellent machining in difficult- tocut materials,
aluminum and light machining

Rich Mill series-RM4

0.05~0.30

0.5~14.0

For Light cutting

« Low cutting force chip breaker design ensures longer tool
life and excellent machining in difficult-to-cut material and
light machining

. .H

0.05~0.30

1.0~14.0

For General cutting

+ Suitable geometry design for general milling has wider
ranges of machining

For Aluminum machining

+ Specialized sharp cutting edge for aluminum machining
ensures machinability.

+ Buffing treatment on the surface realizes good chip flow
and welding resistance.

Rich Mill series-RM6

I E
=

Yy rivrervypi

0.05~0.25

For Machining hard-to-cut materials

+ Low cutting load chip breaker for light cutting

+ Long tool life and high quality of machining in hard-to-
cut material cutting

Grades & Chip Breakers
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Chip breaker for milling

Chip Breakers A

Application range

feed rate fn (mm/rev)

Geometry Cutting edge 004 0063 010 016 025 04 063 10 16 25 40 63 Features
depth of cut ap (mm)
01 016 025 04 063 10 16 25 40 63 100 11.6 14
= I
% For General cutting
=
5 0.05~0.25
2
= 1.0~8.2 + Optimally designed shape for general shoulder milling in
5 various cutting ranges
2
—m For Aluminum machining
0.05~0.35
0.3~6.0 + Sharp cutting edge and lubricated top face show
excellent chip flow and welding resistance in aluminum
machining
For Light cutting
0.05~0.35
©
= 0.3~6.0 + Low cutting force chip breaker design ensures longer tool
o life and excellent machining in difficult-to-cut material and
_3 light machining
s
@
@»
= For Machining hard-to-cut materials
=
[
= 0.05~0.30
0.3~6.0 « Chip breaker with low cutting load resistance ensures
long tool life and high quality in light and hard-to-cut
material cutting.
m For General cutting
|_¥ 0.10~0.40
0.5~6.0 + Suitable geometry design for general milling has wider
ranges of machining
For Light cutting
0.05~0.20
[
= 0.5~5.0 « Low cutting force chip breaker design ensures longer tool
o life and excellent machining in difficult-to-cut material and
3 light machining
S
@
@»
= For General cutting
=
2 |—\ﬁ 0.05~0.30
o
0.5~8.0 « Suitable geometry design for general milling has wider
ranges of machining
I For Aluminum machining
0.05~0.30
0.3~5.5 « Sharp cutting edge design ensures low cutting resistance
and excellent machining in difficult- tocut materials,
aluminum and light machining
©
-
=i -
g For Light cutting
= 0.05~0.40
2 0.3~5.5 + Low cutting force chip breaker design ensures  longer
= tool life and excellent machining in difficult-to-cut material
= and light machining
3]
=
For Machining hard-to-cut materials
0.05~0.35
0.3~5.5 + Low cutting resistance for excellent tool life and surface
‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ roughness in machining hard-to-cut materials

Notice: Application ranges are based on main cutting material

Grades & Chip Breakers




A Chip Breakers

Chip breaker for milling

Application range

feed rate fn (mm/rev)
Geometry Cutting edge 004 0063 010 016 025 04 063 10 16 25 40 63
depth of cut ap (mm)
01 016 025 04 063 10 16 25 40 63 100 116 17

Features

For General cutting

+ Suitable geometry design for general milling has wider
ranges of machining

Rich Mill series-RM16

For Finishing of milling (Wiper)

+ Wiper insert provides improved surface roughness due to
special cutting edge

0.5~16

For Aluminum machining

+ Sharp cutting edge and lubricated top face show
excellent chip flow and welding resistance in aluminum
machining

0.5~16

For Light cutting

+ Low cutting force chip breaker design ensures longer tool
life and excellent machining in difficult-to-cut material and
light machining

0.10~0.25
0.5~16

Alpha Mill series

For General cutting

« Suitable geometry design for general milling has wider
ranges of machining

=

.05~0.15

For Hard-to-cut material machining

+ The chip breaker with low cutting resistance ensures
superior machinability in hard-to-cut materials

0.10~0.25
0.5~16

'E ~H ‘E ‘H ‘)E (@H

For Roughing (nick)

+ Design for easy chip cutting ensures high machinability in
toughing.

.

&

For General cutting

+ Shape for general milling with most cutting range

0.05~0.30

Alpha Mill-X series

For Hard-to-cut material machining

+ Chip breaker for cutting with low cutting load guarantees
long tool life and qualified machining in light cutting and
HRSA machining.

0.5~5.0

(IPRTNnnry

Future Mill series ’

For Light cutting

+ Special design for light cutting of gummy materials like
stainless steel and hard to machine material provide fine
surface finish and longer tool life

Grades & Chip Breakers

Notice: Application ranges are based on main cutting material



Chip breaker for milling

Chip Breakers A

:

Future Mill series

60 o

:

Future Mill series P-posi

200006

HFM

Geometry

Application range

feed rate fn (mm/rev)

None C/B

None C/B

Cutting edge 004 0063 010 016 025 04 063 10 16 25 40 63 Features
depth of cut ap (mm)
01 016 025 04 063 10 16 25 40 63 100 11.6 14
For General cutting
N 0.05~0.30
1.0~5.0 « Chip breaker design to cover general cutting condition
provides wide available application range
« Ground type and as sintered type is available
For Roughing
0.05~0.35
1.5~5.0 « Strongest cutting edge strength provide stable
tool life even in case of severe cutting with heavy
intermittent and heavy roughing
For Aluminum machining
0.10~0.35
0.5~5.0 + Sharp cutting edge and lubricated top face show
excellent chip flow and welding resistance in aluminum
machining
For Aluminum machining
T—k 0.30~0.60
0.3~6.0 « Excellent surface roughness due to buffed surface in
machining aluminum
For Hard-to-cut material machining
0.30~0.50
0.3~3.0 + Low cutting resistance and high hardness cutting edges
for excellent surface roughness in machining titanium
and Inconel
For Light cutting
0.12~0.50
0.3~6.0
« Low cutting resistance for light cutting
For General cutting
0.20~0.70
0.3~6.0 ) . -
« Universal purpose for most of milling applications
For Machining high hardness steel
0.30~0.50
0.3-0.5 + Ideal for machining high hardness mold steel and heat
resistant alloy
For Light cutting
0.30~1.0
0.1~04 « Chip breaker for cutting with low cutting load is optimal
for light cutting.
For Machining high hardness steel
0.30~0.80
0.1~0.4 + Shape with hard cutting edge is optimal for high hardness
alloy steel machining.

Notice: Application ranges are based on main cutting material

Grades & Chip Breakers




A Chip Breakers

Chip breaker for milling

Geometry

Cutting edge

Application range

0.04 0.063 0.10

0.16

025 04

feed rate fn (mm/rev)

063 1.0 16 25

40 63

0.1

0.16  0.25

depth of cut ap (mm)

04 063 1.0 1.6 25 4.0 6.3

100 116 57

Features

d

0.30~0.80

For Hard-to-cut material machining

+ Chip breaker for cutting with low cutting load and and
hard cutting edge ensure high qualified machining.

HFMD

o
&

For Light cutting

+ Chip breaker for cutting with low cutting load is for light
cutting.

&

0.30~1.20

For General cutting

+ Shape for general machining with high feed is available
for most machining range.

N

0.05~0.25

1.0~16.5

For Aluminum machining

+ Sharp cutting edge for aluminum machining ensures
good machinability.

+ Buffed surface realizes chip flow and welding resistance.

I

TP2P

0.05~0.25

1.0~16.5

For Hard-to-cut material machining

+ Chip breaker for cutting with low cutting load guarantees
long tool life and qualified machining in light cutting and
HRSA machining.

S

0.05~0.25

1.0~16.5

For General cutting

+ Specialized shape for general slotting is applicable in
most cutting ranges.

:

Pro-XL Mill

.20

10~57

For Aluminum machining

+ Sharp cutting edge with buffing on the surface for
aluminum machining ensures chip flow and welding
resistance.

Pro-V Mill

yrerevvmvw

0.10~0.30

0~17

For Aluminum machining

+ Shape for general slotting is applicable in most cutting
ranges.

Grades & Chip Breakers

Notice: Application ranges are based on main cutting material



Chip Breakers A

Chip breaker for drilling

Application range
feed rate fn (mm/rev)
Geometry Cutting edge 004 0063 010 016 025 04 063 10 16 25 40 63 Features

depth of cut ap (mm)
30 60 9 120 150 180 210 240 270 300 330 900

For General cutting

0.04~0.20

60~300 + Chip breaker with strong cutting edge for universal
applications with steel, stainless steel, and cast iron

For Light cutting

0.04~0.15

0~250 + Superior chip control in machining of mild steel, forged
steel and stainless steel

Reinforced chipping resistance

0.04~0.20 + Improved central chipping resistance due to reinforced
corners of the King Drill central inserts
60~300 « Excellent cutting performance even in machining where
there is frequent corner breakage of central inserts

+ e.9. Machining heat-treated steel or stainless steel, and
high feed machining, etc.

Non-ferrous metals

Ff LK

+ Chip breaker with sharp and polished cutting edge for
aluminum and Non-ferrous metals. Machining with
King Drill ensures good chip flow and resistance to chip
welding.

100~400

Notice: Application ranges are based on main cutting material

Grades & Chip Breakers




Turning Chip Breakers

B0O2

BO4

B12

Application range of KORLOY
Main Chip Breakers

Recommended Chip Breakers
for workpiece

Feature of Chip Breakers

Inserts

B26
B28
B66
BOO
BO8
B102

Turning Insert Code System (ISO)
Turning Insert (Negative)

Turning Insert (Positive)
Aluminum Insert (Positive)

cBN Insert

PCD Insert

SAVE TURN

B104
B105
B106
B109

Technical Information for Save Turn
Save Turn Insert

Save Turn Holder

Save Turn Boring Bar

Auto Tools

B111l
B112
B11v7
B121
B124
B127
B130
B136

Technical Information for Auto Tools
ISO Type

KHP

Blade Type

Multi Utility Type

KGT/MGT Type

MSB Tool

Sleeve

Multi Turn
B137 Technical Information for Multi Turn
B139 Multi Turn

Bearing Solutions
B140 Technical Information for Bearing Solution

B141
B147

Bearing Solution
Special Order Form for Bearing Inserts




External Tool Holder Boring Bar
B148 External Tool Holder Code System (ISO) B194 Instruction of Boring Bar assembly

B149 Index for External Holder B195 Double Clamp System
B152 Instruction of External Holder B197 Lever Lock System
B153 Features of Double Clamp/Lever lock System B201 Clamp On System

B154 Double Clamp System B202 Multi Lock System

B159 Lever Lock System B204 Screw On System

B167 Wedge Clamp System B214 Compact Mini

B169 Clamp On System

B171 Multi Lock System HSK/KM Tooling System

B178 Screw On System
B185 Ceramic Holder

B217 Technical Information for
HSK/KM Tooling System
B219 Index for HSK/KM Tooling System

High Pressure Coolant B220 HSK Tooling System
B187 Technical Information for KHP B226 KM Tooling System
B189 KHP
Cartridges
B230 Cartridge Code System (ISO)
Boring Bar B231 Index for Cartridge
B191 Boring Bar Code System (I1SO) B232 Clamp On System
B192 Index for Boring Bar B234 Screw On System

TURNING PR e

Korloy turning tools cover a wide application range with a full line-up
of ISO tools that produce high quality and high precision parts
for all manufacturers’ requirements.




B Turning Chip Breakers

Applications range of chip breakers

D Negative inserts

ad ) = ==
S OLATE O 7
@S i () @ © @ O @
o QS Q@O || T - JCK.
wr QP QDSOS || o of

. [Recommended # . [Recommended] #

3 Workpiece |\] #
Stainless steel

Roughing /%J @ Roughing

Medium /MP ‘ {VIM‘ Medium

cutting N’ Nt cutting

Medium to / Medium to

finishing \& 6 finishing @“ 6
Finishing Finishing

‘ [Recommended] 3 ‘ [Recommended] #

Roughing @J ‘

Medium 3)

cutting ‘

Medium to N

finishing ‘

Finishing @ ‘

. [Recommended] #

Turning




Turning Chip Breakers B

Applications range of chip breakers

D Positive inserts
ad ) = ==

Roughing Roughing

& & @ &

o ) € @) €@ o €&

Finishing @ o @ @ Finishing

‘ [Recommended] # ‘ [Recommended] #

3 Workpiece |\l #
Stainless steel

Roughing Roughing
Medium 700 <CORS Medium -
cutting 525 < cutting @ @
Mediumto / / : Medium to \ g
finishing TIE/ @ MP 0 finishing @‘ ®
Finishing /VLk:‘ o Finishing
"t/
‘ [Recommended] # ‘ [Recommended] 3

a =2

Roughing

Medium
cutting

Mediur t (e °

finishing

Finishing @ ‘ iVL\) ’
. [Recommended] #

Turning




B Turning Chip Breakers

Recommended chip breaker for workpiece

Materials: SM10C, SM15C, SM25C, SS400, SCr415, SCM415, etc. Soft steel

Hardness: under 180HB

Insert shape

LMoo

p. B58

p. B61

Depth of Feed Cutting
cut Cutting edge (mmirev) Grades | Speed
(mm) (m/min)
02~ 010 | NC3215 | 305
08 |_\/_/_ ’ NC3225 | 250
~15 020 | oNts00 | 260
Finishing ~0.35 | CN2500 | 230
05~ VB 045~ | NC3215 | 340
1.0 NC3225 | 250
0.20
~20 l\/_ CN1500 | 240
Finishing ~040 | onosoo | 210
05~ 005~  Ncazts| 305
1.0 g5 | NCaz0 | 270
~15 r\/_ ' NC3225 | 270
Finishing ~035  Nes3so | 210
05~
. o012~ |NC3215| 285
: ops |NC3220 | 250
~35 ‘ NC3225 | 255
Medium to ~0.45
finishing NC5330 | 200
05~
10 010~ INC3215 | 300
o5 I“/_ 025 |NC3225 | 250
Medium to ~0.40 | NC5330 200
finishing
05~
13 012~ INc3215 | 300
35 l’\/_ 028 |NC32es| 250
Medium to ~042 | NC5330 | 200
finishing
(0} 0.5~
= 15 015~ INC3215 | 300
= s I_;/_ 030 |NC3225 | 265
=2 Medium ~045 | NC5330 | 200
(] cutting
=
10~ NC3215 | 295
p 010~  |NC3220 | 260
5 o5 |NC3225| 260
~5.0 |\,_\/—/— : NC5330 | 205
Medium ~0.50 | CN1500 220
cutting
CN2500 | 200 0. B2 0. B4
15~
25 0.12~ NC3215 | 300
~55 "\—'f 028 |NC3225 | 265
Medium ~052 NC5330 200
cutting
10~ 020~ | NC3125 | 180~370
3-04 5 |—\/_ 035 |NC3225 | 150~330
Roughing ~0.50 | NC5330 | 130~280
NC3125 | 180~370
[-\’_ NC3225 | 150~330
NC5330 | 130~280
070~ | NC3215 | 50~250
100 oo | NC30s0 | 50-150
150 ' NC500H | 50~150
(Goneral) ~140 | NC5330 | 50~150
7.0~
o 075~ | NC3215 | 50-250
170 I’K a0 | NC3030 | 50~150
Heavy ’ NC500H | 50~150
(High feed ~160 -
cuting) NC5330 | 50~150

p. B51

Turning

®: The first recommended cutting condition



Turning Chip Breakers B

Recommended chip breaker for workpiece

Materials: SM10C, SM15C, SM25C, SS400, SCr415, SCM415, etc. Soft steel
Hardness: under 180HB

Depth of Feed Cutting Insert shape
cut C/B Cutting edge Grades | Speed 35°
mm/rev, . .
(mm) (i) (m/min) = [
VL NC3215 | 305 YOCMY
0.1~ 0,05~ NC3220 | 270
05 oq0 | NC3225 | 270
~1.0 : NC5330 | 210
Finishing ~0.20 | cN1500 | 260
CN2500 | 240 p. B68 p. B73 p. B75 p. B79 p. B85
VE NC3215 | 305 NESIL DCMT SCMT TC(P)MT VB(C)MT
04 NC3220 | 270
o5 005~ NC3225 | 270
s Y\/_ 015 |NC5330 | 210
- - CC1500 | 260
Fiishing 025 | nts00 | 280
CN2500 | 230 p. B68 p. B72 p. B74 p. B79 p. B84
NC3215 | 320 UL DCMT SCMT TCMT VB(C)MT
05~
0.08 ~ NC3220 | 285 -
15 0g0 | NC3225| 285 // \\\
~30 Y/_¥ “0 INcsas0 | 225 JON\
Medim to ~040 | CN1500 | 240 <
finishing
CN2500 | 220 p. B79 p. B85
MP TC(P)MT VB(C)MT
05~ 040~ NC3215 | 300
1.0 opo | NC3225 | 250
~30 r;/_ 0 ToNts00 | 240
Medium to ~0.35 | cN2500 | 200
finishing
p. B69 p. B73 p. B75 p. B79 p. B84
NC3215 | 320
10~ 010~ |NC3220| 285
20 ’ NC3225 | 285 ~N//
~30 S 02 I Ncsaa0 | 225 @ @
Medium ~0.35 | CN1500 | 230
cutting
CN2500 | 210 p. B69 p. B73 p. B75 p. B80
®: The first recommended cutting condition
. Negative . Positive
E 804 T 40A
E E
o Q.
© [}
5 60 =1
o o
kS kS
E=] £
[oX o
g 40 8
20
0 : > >
0.2 0.4 0.6 0.8 0.1 0.2 0.3 04
feed, fn (mm/rev) feed, fn (mm/rev)

Turning




B Turning Chip Breakers

Recommended chip breaker for workpiece

Materials: SM45C, SM55C, SCM430, SCM440, etc. General steel
Hardness: under 180~260HB

Depth of Feed Cutting Insert shape
cut C/B Cutting edge Grades | Speed 7
(mm) (mmirev) (m/min) 4 90
05~ |VB 015~ | NC3215| 340
10 NC3225 | 250
2
~20 l\_/_ 020 ontsoo | 230
Finishing ~040 | cn2s00 | 190
05 1~o 005~ | NC3215 | 305
15 r\/_ 015 |NC3225 | 270
Finishing ~0.35 | NC5330 250
05~
. 012~ | NC3215| 285
: ops | NC3220| 255
~35 ' NC3225 | 250
Medium to ~0.45
finishing NC5330 | 200
05~
1.0 0.10~ NC3215 | 300
25 |;/_ 025 | NC3225| 250
Mreqil#n to ~0.40 | NC5330 | 200
0 Inishing
| 05~ MP
= 15 015~ | NC3215| 300
o I\—/_ 030 | NC3225| 250
= e 045 NC5330 | 200
cutting
1.0~ NC3215 | 260
25 010~ | NC3220 245
) 50 025 |NC3225| 245
e |\,_\/_/— ) NC5330 | 205
hﬁﬁft;ﬁm ~050| CN1500 | 210
o CN2500 | 170
10~ 0.20
i, 20~ | NC3125 | 180~370
s |—\/_ 035 |NC3225 | 150~330
: - NC5330 | 130~280
Roughing 0.50
6-01~0 . 070~ | NC3215 | 50~250
: 1op | NC3030| 50~150
H;; 50 = : NC500H | 50~150
(Genera) ~140| NC5330 | 50~150
7.0~
o 075~ | NC3215 | 50-250
170 1op | NC3030 | 50-150
Heavy ' NC500H | 50~150
e ~160 | NG5330 | 50~150
~ VL NC3215 | 345 TCMT VB(C)MT
o1 005~ InNCazzo | 310
05 040 |NC3225 | 310 |
~10 NC5330 | 240 :
i ~0.20 | CN1500 | 250
nshing CN2500 | 210
VF NC3215 | 265
0.1~ 005~  |NC3220 | 300
05 : NC3225 | 300
' Y\/_ 015 |NC5330 | 230
~15 0.5 | CC1500 | 260
Finishing ~ 52 1 CN1500 | 240
CN2500 | 210 p. B68 p. B72 p. B79 p. B84
03~ |MP CcCMT DCMT TC(P)MT
15 0.05~
: 015 | NCs215 | 300
~30 ‘ NC3225 | 250
Medium to ~0.35
finishing
10~ | NC3215 | 320
20 010~ |NC3220 | 285
' 015 NC3225 | 285
~30 S : NC5330 | 225
Medur ~0.35 |CN1500 | 230
eine CN2500 | 200 p. B69 p. B73 p. B75 p. B8O

. ©:The first recommended cutting condition
Turning




Turning Chip Breakers B

Recommended chip breaker for workpiece

Materials: SNC415, SNC815, SNCM240, SNCM439, STS12, STS61, etc
SCM440, Hardened steel

Hardness: 260~350HB
Depth of Feed Cutting Insert shape
cut CB Cutting edge Grades | Speed A
mm/rev, ! ° 90
(mm) (mmiev) (mmin) 4
VB
05~ 015~ | NC3215| 200
10 NC3225 | 148
~20 l\_/_ 020 onts00 | 220
Finishing ~040 | cnzs00 | 200
05~ 008~ | NC3215| 180
1'01 5 |—\/_ 015 | NC3220| 159
Finishing 030 | NC3225 | 159
05~
1 012~ | NC3215| 168
5 0o |NCER20| 148
~85 ' NC3225 | 150
Medium to ~0.45
finishing NC5330 | 200
05~
1.0 010~ |NC3215 | 250
05 I;/_ 025 |NC3225 | 200
Medium to ~0.40 | NC5330 | 200
finishing
()
| 05~
= IRE 0.15~ NC3215 | 250
= 45 030 |NC3225 | 200
| Medum ~0.45 | NC5330 | 200
cutting
1.0~ 015 NC3215 | 174
25 0T NC3220 | 153
~50 025 |NC3225| 153
Medium [\"‘/‘/— 050 CN1800 | 120
cutting CN2500 | 100
10~
20 020~  INC3125 |180~370 A
9 |—\/_ 035 [NC3225 |150~330 703
5 050 INC5330 |130~280 o
Fouhi 050
oughing i p.B58
60~ 070~  |NC3215 | 50-250 fonun_g
100 NC3030 | 50~150
~15.0 1.00
NC500H | 50~150
Conern) ~140 | NC5330 | 50~150 | o
o 075 |NCa21s | 50-p50 AL
~17.0 1o | N300 | 50~150
Heavy ' NC500H | 50~150
(High feed ~1.60
cuting) NC5330 | 50~150 | . pas .
0.1 NC3215 305 CCMT DCMT SCMT TCMT VB(C)MT
T 0.05~ NC3220 | 310
05 o010 | NC3225| 310 :
~10 : NC5330 | 240 :
. ~0.20 | CN1500 | 210 :
Finishing CN2500 | 190 p. B68 p. B73 p.B75 p. B79 p. B85
NC3215 330 CCMT DCMT SCMT TC(P)MT VB(C)MT
0.1~ 005~ | NC3220| 300
05 : NC3225 | 300
' Y\//_ 015 | NC5330| 230
~15 CC1500 | 260
/| Finishing ~0.25| CN1500 | 250
2 CN2500 | 240 p. B79 p. B84
g~ (WP NC3215 | 305 TC(P)MT gy VB(C)MT
2 15 005~ | NC32os | 285
~30 \\/_\ 015 | NC5300| 225
Medium to ~035 CN1500 | 240
finishing CN2500 220
1.0~ NC3215| 320
20 010~ | NC3220 | 285
) NC3225 | 285
~30 | 015 INcsaso | 225
Medium ~0.35| CN1500 100
cutting CN2500 | 80 p. B69 p. B73 p. B75 p. B8O

®:The first recommended cutting condition

Turning




B Turning Chip Breakers

Workpiece

Recommended chip breaker for workpiece M

Stainless steel

Materials: STS304, STS316, STS430, STS630
Ferrite, austenite, martensite, precipitation hardening stainless steels
Hardness: 135~300HB

Depth of Feed Cutting Insert shape
cut CcB Cutting edge Grades | Speed LA 35°
(mm) (mmirev) (miimin) 4 % 6\ | ¥ | L
05~ lvp2 PC8105 | 185
010~
1.5 = PC8110 | 170
~40 020 | pcai15| 160
Medium to ~040| PC5300 | 135
finishing PC5400 | 120
10~ MP 015 PC8105 | 175
20 S PC8110 160
o ~45 0.23 PC8115 150
> ) ~045 PC5300 | 130
© “ﬂﬁﬂ,‘ﬁg‘ 7| PC5400 | 110
1105~ MM NC9115 | 190
o 5o 0.12~ NC9125 | 170
= : 025 NC9135 | 130
~55 ’ PC8110 | 160
Medium 045| PC8115 | 150
cutting PC5300 | 130
N AM NCO115 | 190
20 015~ | NC9125| 170
4.0 030 | NCO135 | 130
~6.0 ’ PC8110 | 160
) ~0.55| PC8115 150
Roughing PC5300 | 130 p. B61
01 VL PC8105 | 215 NEdlis DCMT SCMT TCMT VB(C)MT
’ 0.05~ PC8110 195
05 0.10 PC8115 | 190
~1.0 | PC5300 165
- ~ PC5400 | 1
Finishing 020 NC5330 12? =
NC9025 165 p. B68 p. B73 p. B75 p- B79 p. B85
I cour DCMT SCMT TCMT VB(C)MT
03~ 005~ | PC810 | 175 ]
1.0 : PC8115 | 170 //\\
~ 010 | PC5300| 135 y AN
~20 Y/_¥ PC5400 | 120 /\\\\
Medimto ~0.25| NC5330 | 150 =
Inishing
NC9025 | 150 p. B79 p. B85
03~ PC8105 | 190 JCEMT
) 0.05 ~ PC8110 175 A
15 PC8115 | 170
~3.0 \\/_\ 0.15 PC5300 | 135
) PC5400 | 120
o ~035 | NCs330 | 150
NC9025 | 150 p. B69 p. B73 p. B75
10 C25
' 0.08 ~ PC8110 170
15 o
~30 r 0.13 PC5300 | 155
Medium ~0.25|PC9030 | 155
cutting p. B69 p.B73 p. B75 p. B8O
®: The first recommended cutting condition
@ Negative @ Positive
€ 60A £ 404 ;
E A E
& 50 s
=1 5 30
o o
5 40 5
£ ESS
g 30 g 20
20 |
0 e o+
1.0
0 . i . . > 0 ; . >
01 02 03 04 05 06 0.1 0.2 0.3 0.4
feed, fn (mm/rev) feed, fn (mm/rev)

Turning




Turning Chip Breakers B

Recommended chip breaker for workpiece

Materials: GC250, GC300, GCD400, GCD700, etc : Gray cast iron, Ductile cast iron
Hardness: 135~185HB
Tensile strengt: under 450N/mm?

Depth of Feed Cutting Insert shape
cut CcB Cutting edge (mmirev) Grades | Speed 7
(mm) (imin)| <{ e %
VR
1.0~ 020~
30 035 | NCE310 | 220-420 O
~45 |\"‘/*/_ —
Roughing ~0.60 p. B34 p- B50
RK
15~ 020~
30
60 030 |NC6310 | 350~550
Roughing ~ 060 p. B33 p. B41 p. B49
CB & CNMA DNMA SNMA
1.0~ DBNX10 | 150 ~ 200
o5 015~ | DBN500 | 200 ~500
o | 0.30 | DBN700 /500 ~2000 @ O
= ~60 ~0.60 | NC6310 | 140~ 420
"5 Roughing NC6315 | 120 ~290
by
1.0~
< oy MK 010~
~5.0 I_;/_ 0.25 | NC6310 | 350~550
Medium to
finishing ~0.50
05~ B2 020~
20 0as | NCE310 | 140~380
Medi:n?g I_\—’/_ ’ NC6315 | 120~290
finishing ~0.60
05~ MP 0.10~
1.0 NC6310 | 140~380
~25 0.25
o NC6315 | 120~290 A
Finishing ~0.45 EERTARD
p. B56
03~ TC(P)MT
15 P 0.10~
~30 \\/_\ 020 | NC6310 225~290
Medium to ~0.35 )
finishing p. B8O
10~ c25
0.10~
20 ops | NCB310 |285-340
~35 | > INCests | 200 @)
Medium ~0.40
cutting p. B80

®: The first recommended cutting condition

E 6014 T 404
E E
& 50 &
5 30
5 40 S
= =
o o
g 30 g 20
20
1.0
10 |
0 > 0 >
01 02 03 04 05 06 0.1 0.2 0.3 0.4
feed, fn (mm/rev) feed, fn (mm/rev)

Turning




B Turning Chip Breakers

Recommended chip breaker for workpiece

Materials: Aluminum alloy
Hardness: 20~110HB

Depth of o Cutting Insert shape
cut CB Cutting edge Grades
(mm) 9% (mmirev)
05~ HA
20 X 0.10~
0 ~60 |’\’ 020 | Hot
..E Medium to ~0.50
© finishing
(2]
[
=
0.1~ TCGT VB(C)GT RCGT
1.0 0.03~ Ho1 1000
~40 \; 020 |ND1000 | 1000
Medium to ~0.40 | PD1000 | 1000
finishing p. B93 p. B95 p. B93
05~ TCGT VB(C)GT RCGT
15 0.05~ Hot | 1000 2
~40 N 030  |ND1000 | 1000
Medium ~0.50 | PD1000 | 1000
cutting p. B96 p. B93

Materials: Copper Bronze alloy
Hardness: 20~110HB

Depth of Feed Cutting Insert shape
cut CB Cutting edge Grades | Speed 7
(mm) (Mm/reV) (m/mm) ‘ 90
0.5~ HA
20 ‘ 0.10~
O ~a0 [_\’ 020 | Hot | 1000
..E Medium to ~0.50
© finishing
(o]
(]
=
0.1~ CCGT DCGT SCGT TCGT VB(C)GT RCGT
10 0.03 ~
~30 0.20 HOt | 1000
Medium to ~0.30
finishing p. B96 p. B93
05~ RCGT
15 0.05~
~30 0.25 Hot | 1000
Medium ~0.40
cutting p. B96 p. B93
®: The first recommended cutting condition
. Negative . Positive
£ 50 € 504
E E
Qo Q
g g 40
=3 3
S 30 8
e 2 30
= °
[ [
o o
20
1.0
1.0
0 L > 0 : >
0.1 0.3 0.5 01 02 03 04 05
feed, fn (mm/rev) feed, fn (mm/rev)
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Turning Chip Breakers B

Recommended chip breaker for workpiece

Materials: Inconel, Nimonic, Stellite, Ti alloy

Hardness: 160~350HB
Depth of Feed Cutting Insert shape
cut CB Cutting edge Grades | Speed 7 35°
d 5 90 o >
(mm) (mmv/rev) (m/min)| <80 60 %<> 80
01~ 005~ | PC8110 | 60 cvce_Aiionce g
05
s 010 | PC5300 | 50
Enichi ~0.20| NC5330 | 50 ==
inishing p. B28 p. B36
0o 0.10 —
15 ' PC8110 | 60 — AN
g 020 L pcsa0 | 45 O A Ji@L\
2 Medium to ~0.40 e — e { ==
et finishing p. B30 p. B38 p. B46 p. B55 p. B63
ok 0.05 —
() 20 " |pcstio | 60 i ] —| /N
d K /o)
80 PC5300 | 40 Z@:i lo\\IPZEe
Medium ~0.25 L ) — /Sacat)
cutting - - p. B48 - p. B64
1.0~ 015~ o
25 60 VA
0.20 /
~40 lk/ POBIIS | 49 /
) ~035 =
Roughing p. B65
o | 005~ ocato | 60
05 0.10
~15 PC5300 | 45
Finishing ~0.20
VL
ot 005~ locsiio | 60 i o0y _
05 0.10 F S
~10 PC8115 | 50 £ Pt
Finishing ~0.20 € o
05~ TC(P)MT VB(C)MT
P 010~ :
10 \\/—\ 0p |POBTO 60 = P
~3.0 . gy
PC8115 | 50 A &)
Medium to ~0.35 & (=" B\
finishing p. B69 p. B73 p. B75 p. B80 p. B85(B87)

®:The first recommended cutting condition

o
o
(7]
=
<
(]

E 604 E 30
= E
o Q.
< 50 ©
3 3 WP
5 40 5 20
£ £
5y e
& 30 2
20 10 |-
1.0
0 > 0 3 >
01 02 03 04 05 06 0.1 0.2 0.3

feed, fn (mm/rev) feed, fn (mm/rev)

Turning




B Turning Chip Breakers

Features of Chip Breaker

LP Chlp Breaker @[Formediumtofinishing]

e Chip breaker for forged steel of automobile parts and normal steel
¢ Quad dots improve productivity through efficient chip control at high feed
¢ Angle land minimizes cutting force

D Features of LP chip breaker

» Front dot

« Higher stability of chip curls at high feed
« Excellent chip control when copying

« Lower cutting force at low depth of cut
and high feed

» Variable land

+ Less crater wear
« Prevents chipping on minor cutting edge

» Flat zone
045 - Larger chip pocket for better chip evacuation
M at high feed
« Reduced cutting force with larger contact
SECTION A-A surface of chips
D Performance evaluation (Evaluation of cutting force)
= Workpiece SM45C, @100, External machining
m Cutting condition vc (m/min) = 250, ap (mm) = 1.0, fn (mm/rev) = 0.25/0.40, wet
= Tools CNMG120408-1J
Medium feed (0.25 mm/rev)
ower 1
CNMG120408-LP(NC3225) _ cutting force | §
. . Competitor A (P25)
D Application range
Competitor B (P25)
= A
E 5.0 ‘ , Cutting force F[N] 1,700 1,900 2,100 2,300
% H H
5 40
ks High feed (0.40 mm/rev)
% 3.0
o ower
20 CNMG120408-LP(NC3225) _ cutting force
10 Competitor A (P25) :
o Competitor B (P25)
01 02 03 04 05 Cutting force F[N] 2300 2400 2500 2600 2700

feed, fn (mm/rev)

Turning




Turning Chip Breakers B

Features of Chip Breaker

M P Ch i p Breaker @ [For medium cutting]

e Chip breaker for forged steel of automobile parts and all other steels
¢ Quad dots improve productivity through efficient chip control at high feed
¢ Angle land minimizes cutting force

D Features of MP chip breaker

» Front two step dot

« Higher stability of chip curls at high feed
« Excellent chip control when copying
« Lower cutting force at high depth of cut

» Variable land

+ Less crater wear
« Prevents chipping on minor cutting edge

« Higher toughness at high depth of cut
and interrupted cutting

» Flat zone
.02 « Larger chip pocket for better chip evacuation at
5 18° high feed
+ Reduced cutting force with larger contact
SECTION A-A surface of chips
D Performance evaluation
= Workpiece SCM440 (Alloy steel), @100, External machining
= Cutting condition vc (m/min) =280, ap (mm) = 1.5, fn (mm/rev) = 0.25/0.40, wet
= Tools CNMG120408-11
Medium feed (0.25 mm/rev)

£ 0300 Cutting time
f>j 0.200 - - z
5 24min || 8 i R

D Application range § 0 :
3
= 0000 i 3

E A 12 16 20 24 32 - -

£ 50 o Cutgim () CWGTZOEP Carpotor A Goyelir®

g @ MP ~® Competitor A Competitor B

*g' 4.0

< High feed (0.40 mm/rev)

E_ 3.0 = 0500 Cuttingtimg ; e
£ a0 15min | §

2.0 L - . -
2 0300 P | g == .
S 0100 = | — ———
25 5 75 10 125 15 — =
0.1 0.2 0.3 0.4 05 Cutting time (min) CNMG120408-MP Competitor A Competitor B

feed, fn (mm/rev) -®-\MP -® Competitor A Competitor B (NC3225) (P25) (P25)
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B Turning Chip Breakers

Features of Chip Breaker

M M Ch | p Breaker @ [ For medium cutting ]

e The 15t recommended chip breaker for stainless steel machining
¢ Change to: Adual land achieves sharp cutting performance and insert toughness
e Wide chip pockets for stable chip evacuation at high feeds/depths of cut

D Features of MM chip breaker
» Variable Land

« Excellent chip control and sharp cutting at low depths of cut
+ Delays crater wear
+ Prevents plastic deformation

» Dual Land

+ Balance between requirements of sharp and tough
cutting edges

+ Sharp cutting edge for high speed machining

« Prevents chipping in interrupted machining

» Wide Chip Pocket

- Stable chip evacuation at high speeds/feeds

« Improved surface finishes by reduced workpiece
scratches caused by work-hardened chips at high
depths of cut

« Prevents built-up edge

9 Performance evaluation

Built-up edge Plastic deformation
m Workpiece  STS405 (Ferrite) = Workpiece  STS316 (Austenite)
= Cutting vc (m/min) = 180, fn (mm/rev) = 0.3, = Cutting vc (m/min) = 200, fn (mm/rev) = 0.35,
condition 55 (mm) =3.0, wet condition 55 (mm) =2.0, dry
= Tools Insert : CNMG120408-MM (NC9125) = Tools Insert : CNMG120408-MM (NC9135)
Holder : PCLNL2525-M12 Holder : PCLNL2525-M12

-

MM(NC9125) Competitor MM(NC9135) Competitor

0.25
0.20
0.15
0.10

o
o~
o

o
w
S

Competitor

y

30 60 90 120 150 180 210 240 270 300 330 150 210 330 480 600 720 840
Cutting time (sec) Cutting time (sec)

Competitor
0.20

o
o
e}

Size of built-up edge (mm

o
o
S

Size of plastic deformation (mm)

Turning




Turning Chip Breakers B

Features of Chip Breaker

RM Chip Breaker @ rorouging

¢ The 15t recommended chip breaker for rough and interrupted machining of stainless steel
¢ Prevents notch wear and burrs at high feeds and depths of cut
¢ Reduced cutting force extends tool life in high feed machining

D Features of RM chip breaker

» Variable Land

« Excellent chip control and sharp cutting at low depths of cut
« Delays crater wear
+ Prevents plastic deformation

» Wide land & Gentle front angle

+ Sharp cutting edges and a wide land reduce
cutting force

+ Reduced burrs
« Dispersed cutting load enables higher toughness

» Stepped Design

« Stepped design makes chip evacuation easier
+ Smooth chip evacuation prevents plastic deformation

9 Performance evaluation

Notch wear Burr
= Workpiece  STS410 (Martensite) = Workpiece  Duplex
= Cutting vc (m/min) = 150, fn (mm/rev) = 0.25, = Cutting vc (m/min) = 120, fn (mm/rev) = 0.2,
condition ap (mm) = 3.0, wet condition ap (mm) =2.0, dry
= Tools Insert : CNMG120408-RM (NC9115) = Tools Insert : CNMG120408-RM (NC9125)
Holder : PCLNL2525-M12 Holder : PCLNL2525-M12

RM(NC9115) Competitor RM(NC9125) Competitor

’é 1.00 €030
£ £
g 075 Competitor 5 02 .
= 2020 Competitor
S 050 2
S 8 015
S 0.10
g 025 RM RM
5 005
0.00 0.

00
30 60 @ 120 150 180 210 30 60 90 120 150 180 210 240 270 300 330
Cutting time (sec) Cutting time (sec)

Turning




B Turning Chip Breakers

Features of Chip Breaker

MK Chip Breaker @ o mesmcing)

e |deally suited for continuous cutting of ductile cast iron and gray cast iron

¢ Angle lands provide upgraded surface finish

D Features of MK chip breaker
Angle land

’—J

+ Angle lands provide sharper cutting performance
- Maximized wear resistance in continuous cutting
« High quality results in surface finish

Wide supporting area

« Higher clamping stability
+ Prevents chipping at vibrations during operation

2 Performance evaluation
Wear resistance test

® Workpiece =~ GCD500(KS), @90 (Spherical tube) — @30 machining

® Cutting vc (m/min) = 400, fn (mm/rev) = 0.35,
conditions  ap (mm) =2.5, wet

B Cutting time 30 passes with results of normal wear on rake/flank
surface

B Tools Insert : CNMG120408-MK (NC6315)
Holder : DCLNR2525-M12

0% increased
flank wear
resistance

Existing product

Pass
>

Existin
MK (NC6315)  product

Turning

D Recommended cutting range

7.0
6.0

4.0

Depth of cut, ap (mm)

2.0

NG

0.2 0.4 0.6
feed, fn (mm/rev)




Turning Chip Breakers B

Features of Chip Breaker

RK Chip Breaker @ (roouging)

o |deally suited for high speed / high feed cutting of ductile cast iron and gray cast iron
e Flat lands provide upgraded toughness and chipping resistance

2 Features of RK chip breaker
Flat land

’—\—/

« Flat lands provide upgraded toughness
and chipping resistance

« Stable machining availability under high cutting
loads at high depth of cuts or interrupted cutting

+ Optimized land width for high feed machining

Wide supporting area

- Higher clamping stability
+ Minimizes vibration and chipping.

D Performance evaluation D Recommended cutting range
Impact resistance test T A
£ 7.0
® Workpiece  GCD500(KS), @90 (Triangular tube) — @30 machining g 60
= Cutting vc (m/min) = 380, fn (mm/rev) = 0.35, §
conditions  ap (mm) =2, wet E a0
® Cutting time 19 passes with results of normal rake surface wear § '
and good chipping resistance
20
B Tools Insert : CNMG120408-RK (NC6315)
Holder : DCLNR2525-M12

25% increased

chipping
resistance

RK (NC6315) Existing product

Pass

Existin
RK (NC6315)  product

-~

0.2 04 0.6
feed, fn (mm/rev)

Turning




B Turning Chip Breakers

Features of Chip Breaker

VP1 Chlp Breaker [ For finishing ]

e Cutting edges designed in high-positive
- Reduced contact area between rake surface and chip minimizes cutting heat and improved tool life

e Recommended cutting conditions: fn (mm/rev) = 0.05~0.2, ap (mm) = 0.1~1.5

Optimized design for finishing

16°

* Obtains excellent cutting performance
and quality surface finish at low
depth of cut and high speed

High-positive blade design

* Minimizes cutting heat by reducing the contact area
between flank surface and chips

* Prevents built-up edge and extends tool life

VPZ Chlp Breaker [ For medium to finishing ]

e High-positive cutting edge design/Side rake angle applied
- Stable chip control improves machinability when ball machining at variable depths of cut

e Recommended cutting conditions: fn (mm/rev) = 0.1~0.4, ap (mm) = 0.5~4.5

Sharp blades and wide chip pockets
13°

+ Increase productivity
+ Ideal for medium to finish cutting

High-positive blade design

« Improves cutting performance with its stable chip control
at varying depth of cuts

Turning




Turning Chip Breakers B

Features of Chip Breaker

VP3 Chip Breaker [ For medium cutting ]

¢ High-positive cutting edge design/Wide land applied
- Improved stability at interrupted cutting when toughness is required. Stable chip control and machinability at high depth of cut
e Recommended cutting conditions: fn (mm/rev) = 0.1~0.45, ap (mm) = 0.5~5.0

Chip pocket design leading to a R-shaped cutting edge
15°

* Creates a stepped space between edge and land to
make smooth chip flow at low and high depth of cuts

High-positive blade design / Wide land

+ Minimize heat concentration at high depth of cut

« Improves stability in interrupted machining of a tough
workpiece

VP4 Chlp Breaker @ [ For roughing ]

e The 1st recommended chip breakers for machining Inconel which remains highly resistant
to and hard at high temperature

¢ Rough machining stability resulting from reinforced cutting edges and wide chip pockets

Rake angle design resistant to high hardness cutting \
ﬁ/

* Reinforces cutting edges and prevents notch wear in
rough surface machining

* Prevents chipping in interrupted cutting

Wide chip pockets

* Reduce cutting loads and improve
stability even at high depth of cut in roughing

Turning




B Turning Chip Breakers

Features of Chip Breaker

Single-sided VL Chip Breaker

[ For finishing]

e The sharp flank surface and the chip breaker design significantly improve chip control when
machining tough materials such as low carbon steel, pipe steel, and iron plates

e Sharp cutting edges reduce cutting resistance and provide excellent chip control at low depth of
cuts, leading to stable machining on automated production lines

€
£
D Features of VL chip breaker g
« Sharp cutting edges E
- High rake cutting edges provide improved surface finishes §
- Low cutting resistance reduces cutting heat
- 2-step rear rake angle
- Stable chip control regardless of varying feed rates
- Excellent machinability even when machining mild workpieces i { -1; ; *, :
R Ny
D Chip control test 1 S \ | \ \
= Workpiece SCM440(Alloy steel), @50, Internal diameter turning \ \ ]
m Cutting condition vc = 250 m/min, ap = 0.3~1.5 mm, fn = 0.05~0.25 mm/rev S ‘ \
= Tools CCMT09T304-VL 005 010 015 020 025

feed, fn (mm/rev)

Single-sided MP Chip Breaker

[ For medium to finishing ]
e For continuous cutting of forged steel at high feed

e Turning insert for internal machining of automobile components

D Features of MP chip breaker

« Three-dimensional 2 step chip breaker

Depth of cut, ap (mm)

- Stable chip control in unstable internal machining
- Prevents chip blocking at internal diameter at varying depth of cut and feed.

+ Stronger cutting edge and wide chip pocket
- Increased chipping resistance in unstable internal machining

D Chip control test

= Workpiece SCM440
m Cutting condition vc =200 m/min, ap = 0.5~2.5 mm, fn = 0.05~0.25 mm/rev
= Tools CCMT09T304-MP

feed, fn (mm/rev)

Turning




Turning Chip Breakers B

Features of Chip Breaker

VL Chip Breaker irorfiisting]

e Improved chip control for machining material that have high toughness such as low
carbon steel, pipe, steel plate etc

e Improved chip control and decreased cutting load on external, facing, and copying applications
e Improved strength of the cutting edge for measurable efficiency in automated production

D Features of VC chip breaker

+ 2 steps designed chip-breaker - Suitable Mild steel
- Stable chip control on the low feed and cutting depth

- Designed with special dots - Stable chip breaking on the low cutting depth

« Applied side rake angle - Improved chip control on facing, copying applications
- Decreased cutting load and better surface finish

2 Chip control test D FEM Cutting simulation analysis in the design
= Workpiece ~ SM20C « For design of geometry, chip shapes and chip flow are
= Cutting ve = 250 m/min, ap = 0.5 mm predictable

conditions  fn=0.2 mm/rev (Side), wet « Optimal chip breaker design by various cutting conditions and
= Tools DNMG150408-VL workpieces

- temperature(C) ~» high

.‘ " Competitor A Competitor B Competitor C .i

Chip Breakers

low «

VB Chlp Breaker [ For finishing ]

e Excellent chip evacuation in continuous and high speed machining of various workpieces

e 3-dimensional chip breaker achieves lower cutting resistance, high rigidity of the cutting
edge, and longer tool life

e Stable chip control in copying and internal machining

2 Features of VB chip breaker
+ 6 bumps on the insert corner - Superior chip control and chip cutting in copying with various depths of cut

- Side rake angle - Superb chip cutting in facing and copying. Superior tool life due to improved surface
roughness and lower cutting resistance

- Cutting edge on 100° part for - Excellent chip evacuation and toughness in machining with high depth of cut
medium machining (For CNMG)

9 Performance

Conventional chip breaker

Turning




B Turning Chip Breakers

Features of Chip Breaker

VC Chlp Breaker [ For medium to finishing ]

® Superior chip evacuation in high speed and continuous machining of various workpieces
(carbon steel, alloy steel etc.)

¢ Korloy 3 dimensional chip breaker ensures longer tool life due to low cutting load and improved
cutting edge strength

e Stable chip control in copying and internal machining

D Features of VC chip breaker

+ 4 bums on the insert corner
- Excellent chip control in various depths of cut and superb chip cutting in external, internal, copy machining and facing

D Evaluation of chip control (Copying)

VC Chip Breakers Conventional chip breaker

VQ Ch | p Breaker [ For medium to finishing_For cermet ]

e Excellent cutting performance and reinforced cutting edges
e Improved chip control at low depth of cuts

D Features of VQ chip breaker

- Three dimensional rake angle « Beveled protruding structure
- Improved surface finish thanks to sharp cutting performance - Smooth chip flow at low depth of cuts
- Less cutting heat and longer tool life thanks to low cutting - Wide application range
resistance

2 Performance evaluation Wear comparison

= Workpiece SCM440(Alloy steel), @100,
External diameter turning

= Cutting vc =280 m/min, ap = 1.5 mm,
condition  fn=0.25 mm/rev

= Tools CNMG120408-VQ

CN2500-VQ Competitor

Surface roughness comparison

Eg Atimes Egt ; .
) T NN
~ ~ A A~ AN A L I A W A
P o i N W A o v P Ny A i . U
/A N A W B A W A W A T A T A WA Y B A,
) \U 4 i “\// \ W \
B 0.1 02 0.3 0.4 0.5 8 0.1 02 03 0.4 05
(m) (um)
CN2500 (Ra 3.0um) Competitor (Ra 7.0um)

Turning




Turning Chip Breakers B

Features of Chip Breaker

VH /VT Chip Breaker [ For heavy duty machining ]

¢ Heavy duty chip breaker suitable for Heavy machining in the ship building and power plant industries
e Suitable for large vertical machines when machining shafts, rollers, rotors and optimal for the big flange machining

D Features of VH chip breaker

For good chip control in heavy machining (comprehensive type)

- Designed from the study of heavy cutting mechanism

- Smooth chip control from the high rake angle

- Wider cutting edge land provides stronger cutting

- Unique cutting edge treatment provides smooth cutting

- Optimized chip pocket design provides smooth chip flow

D Features of VT chip breaker
For long tool life and stable cutting (higher feeds, big depth) in heavy machining

- Designed from the study of heavy cutting mechanism

- Strong edge design provides long and stable cutting
(2 step rake angle of cutting edge)

- Varied cutting edge land strengthens the cutting edge

- The positioning of the chip breaking convex dot deflect
the machining heat, optimizes inserts wear & absorb shock

Applications range of Chip breakers

)

Depth of cut, ap (mm

»
>

feed, fn (mm/rev)

GH : ap(mm) =5.0~12.0, fn(mm/rev) = 0.55~1.20
VH : ap(mm) = 6.0~15.0, fn(mm/rev) = 0.70~1.40
VT : ap(mm) = 7.0~17.0, fn(mm/rev) = 0.75~1.60

Turning




B Turning Chip Breakers

Features of Chip Breaker

LW/VW Chlp Breaker [ For high feed cutting ]

¢ Improved productivity with higher feed rates and surface finishes
¢ Improved wear resistance and toughness

) Features of LW chip breaker

« Curvilinear cutting edge - Reduces cutting force

« Cutting edge design able to handle deeper depth of cuts - lower cutting load & reduces heat

- Greater chip control at shallow depths of cuts - Chip pocket design improves smooth chip flow
« For shallow depth cutting and low speed machining - 3D design at the corner

[For medium cutting]

D Features of VW chip breaker

« Excellent Finishing applications - Excellent chip control
- Insert design great for stable cimaping - Chip breaker designed close to the cutting edge
- Similar cutting edge to C/B for medium - strong cutting edge
- 3 Dimensional dot design on cutting corner
- reduces cutting force and good chip control at shallow depth of cut

[Medium to finishing]

Applications range of Chip breakers

)

Lw

Depth of cut, ap (mm

»
'

feed, fn (mm/rev)

Wiper Insert g 20.0
A
« High productivity % 15.0
- Improved surface roughness 3 100
« High feed-reducing machining time 3
« Improved tool life due to reduce 3 50
cutting force

feed, fn (mm/rev)
-®- Conventional insert @ LW/VW Wiper insert

Turning




Turning Chip Breakers B

Features of Chip Breaker

SR / SH Ch i p Breaker @[ For machining a shaft ]

e Specialized for machining slender bars and thin walls
¢ High rake helix angle to reduce cutting resistance
e For machining steel and stainless steel

D The features of chip breaker, SR

« The first recommended chip breaker for machining a shaft

« For continuous finishing

« Improved chip and heat evacuation due to high rake cutting edge and 3-dimensional shape
« Good surface finish

[For finishing] « Preventing fracture due to chamfering on the cutting edge

D The features of chip breaker, SH

» Specialized for interrupted and medium cutting
« Efficient heat evacuation due to concave shaped back side of insert

[For medium cutting]

Surface finish evaluation

™. mproved
IS g surface finish

il
lﬁg&n %\\

ek

[

Chip breaker SR Other chip breakers

Applications range of Chip breakers

60|

Depth of cut (mm)

0 0.10 0.20 0.30 0.40 0.50 0.60
Feed, fn(mm/rev)

Machining C/B ap(mm) fn(mm/rev)
Medium to rough cutting -None 1.5~5.0 0.20 ~0.55
Medium cutting SH 1.5~5.0 0.15~0.50
Finish cutting SR 1.0~45 0.12~0.45

Turning




B Turning Insert Code System (ISO)

C N M G 12

Insert Shape Relief Angle Tolerance Cross Section Type Dla%eter of Inscrl en(?ClrcIe

0 Insert Shape o Relief Angle

|:| Ls ijf

c D E K L B
35° \k/ Special
%<> /80 25 Lo 1 type
R s T v w F N P o

e Tolerance 0 Cross Section Type
: -

d :Inscribed cirde A . - N T[] [ 1]
=AQDD. B B =

m : Refer to figure
d d d

g | C'Sink 70° ~ 90° C'Sink 70° ~ 90°
(mm) A B ©
=5 d ‘ m ‘ t
A +0.025 \ £0.005 \ +0.025
o t0025 | o013 | +00es (]
E +0.025 \ +0.025 \ +0.025 E
G +0.025 \ +0.025 | +0.13 Sk 70° = 90°
J* +0.05~ £0.15 ‘ +0.005 ‘ +0.025
K* +0.05~ £0.15 \ £0.013 \ +0.025 F G H
L* +0.05~ £0.15 \ +0.025 | £0.025
M * +0.05~ £0.15 \ +0.08 ~ £0.20 \ +0.13
N* +0.05~+*015 | £0.08~%0.18 | +0.025
U+ | co0s--025 | o13--osm  +013 = T
* Sides are based on unground insert E]j D
Tolerance on C, H, R, T, W Insert Shape (Exceptional case) C'Sink 70° ~ 90°
d Tolerance on d Tolerance on m J M N
JKLMN | U M,N | U
6.35 +0.05 | +0.08 +0.08 I +0.13

9.525 £005 | £0.08 £008 | *0.13 |j EI
12.7 +008 | +0.13 013 I £0.20 [E:'

15.875 £0.10 I +0.18 +0.15 I +0.27 \ / \ ]:[ /
19.05 010 | *018 +045 | £027 C'Sink 40° ~ 60° C'Sink 40° ~ 60°
25.4 £0.13 | +0.25 +0.18 ‘ +0.38

Q R T

Tolerance on D Insert Shape (Exceptional case)

d |  Tolerance on d | Tolerance onm IEI Special and
6.35 \ +0.05 \ £0.11 IZEZ asymmetric
9.525 \ +0.05 \ +0.11 = iypes
12.7 \ +0.08 \ +0.15 C'Sink 40° ~ 60° C'Sink 40° ~ 60°
15.875 \ +0.10 \ +0.18
19.05 \ +0.10 \ +0.18 U W X

Turning




A

L S T ————— ——

Height of Cutting Edge

Nose “r”

Turning Insert Code System (ISO) B

- MP

Chip Breaker for Turning

9 Cutting Edge Length, Diameter of Inscribed Circle

e Height of Cutting Edge

:

t Eit t
e

Symbol Height of Cutting Edge (t)
mm \ Inch mm \ Inch
01 | 12) 159 | 116
T0 \ 1.125 1.79 \ 9/128
T \ 1.2 1.98 \ 5/64
02 | 1.5(3) 238 | 3/32
T2 \ 1.75 278 | 7/64
03 \ 2 3.18 \ 1/8
T3 \ 25 3.97 \ 5/32
04 \ 3 476 \ 3/16
05 \ 35 5.56 \ 7132
06 \ 4 6.35 \ 1/4
07 \ 5 7.94 \ 5/16
09 \ 6 9.52 \ 3/8
11 \ 7 1.1 | 7116
12 \ 8 12.70 [ 12

() Symbol for small size insert

0 Chip Breaker for Turning

:

Symbol
HAZAAQ-S [ "
O s o D inch

Metric d(mm)
03 [ 04 | 03 | 06 | 03 | - | 02 |[1205) | 397
04 | 05 | 04 | 08 | 04 | 08 | S3 |15(6) ! 476
05 | 06 | 05 | 09 | 05 | 09 | 03 [18(7) ! 556
- -0 -1 - 1o [ - 1 - | - 1600
o6 | o7 | o6 | 11 | 06 | 11 [ 04 [ 2 | 635
08 | 09 | 07 | 13 | 07 | 13 | 05 | 25 | 794
- -0 -1 - 108 ! - 1 - [ - 1800
09 | 11 [ 09 | 16 | 09 | 16 [ 06 | 3 9525
- -0 -0 - 110 - 1 - 1 - 11000
"o 18 | 1 [ 19 | 11 [ 19 | 07 | 35 | 1111
- - - - 120 - - - 11200
12 | 15 | 12 | 22 | 12 | 22 | 08 | 4 |[1270
14 [ 17 | 14 | 24 | 14 | 24 | 09 | 45 [ 1429
16 | 19 | 15 | 27 | 15 | 27 | 10 | 5 [15875
N e T R T A B | 16.00
17 |21 | 17 | 30 | 17 | 30 | 11 | 55 | 1746
19 | 23 | 19 | 33 | 19 [ 33 | 13 | 6 [ 1905
- -1 -1 - 172! - | - [ - 12000
2 | 27 | 2 | 38 | 2 | 38 | 15 | 7 22225
- - - -2 1 - | - | - [2500
25 | 31 | 25 | 44 | 25 | 44 | 17 | 8 | 2540
32 | 38 [ 31 | 54 | 3 | 54 [ 20 | 10 |3175
- - [ 3 | - | \ | 32.00
() Symbol for small size insert
o Nose “r”’
r
Symbol Nose “r”
Metric | Inch Metric | Inch
003 [ 0.1 0.1 [ 0.004
005 [ 0.13 0.2 [ 0.008
01 | 0.2 0.4 | 1/64
02 [ 05 0.8 [ 1/32
04 | 1 1.2 | 3/64
08 I 2 1.6 I 116
12 | 3 2.0 | 5/64
16 I 4 24 | 3/32
20 | 5 28 | 7/64
24 [ 6 32 [ 1/8
28 | 7 Round insert (Inch)
32 \ 8 Round insert (Metric)
00 | -
MO | -

Negative Insert Chip Breaker

PEBBS S
VL VF VB

VvC VQ VW

Turning




B Turning Insert (Negative)

CNCO

Dimensions (mm)

Size d t ch
'y 09 9.525 | 3.18 3.81
o 12 | 127 | 476 | 516
16 15.875 | 6.35 6.35
[5] Rnombic 80° Negative w0 = 191905 635 1 188
Steel - O 2 % 0% 03 8 S £ Machining types
§ Stainle3§ steel M E 2K J O 8 ¢S [ 3K 2K 7 ———
= Castiron L 2K 2K 2L Bk 2K J L J ® & | @ Continuous cutting
%‘ Non-ferrous met.al [ 2K J & General cutting
= Heat resistant alloy, Titanium alloy [ ] o0 T 8 00 [ 3K 7 )
Hardened steel t 2K ] ® 3 | ¥nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation 3§§§§£§§§§§££§§§§§§2§ fn ap
2220388388883 33883838 3|z 3| (mmhev) (mm)
o000z =2=2=2=2=222Z2Z2Z2Z240o460aa4aa4ad40a4TITT
VP1 CNGG 120402-VP1 ([ 0.01~0.10 | 0.10~1.00
120404-VP1 [ 0.05~0.15 | 0.10~1.50
120408-VP1 0.07~0.20 | 0.10~1.50
2 VP3 CNGG 120404-VP3 [ 2N BN ] [ J 0.05~0.30 | 0.10~3.00
£ 120408-VP3 [ 2N BN ] [ J 0.10~0.40 | 0.50~4.50
g 120412-VP3 [ BN BN ] [ J 0.12~0.50 | 0.50~5.00
2
=
CNMA 090308 0.10~0.30 | 0.50~3.00
120404 ([ J [ J 0.15~0.60 | 1.00~5.00
120408 [ 2N J [ J 0.15~0.60 | 1.00~6.00
120412 [ 2N J 0.15~0.70 | 1.50~6.00
120416 o0 0.20~0.80 | 2.00~6.00
= 160608 0.15~0.70 | 2.00~6.00
% 160612 ° 0.15~0.70 | 2.00~6.00
é 160616 [ 0.15~0.70 | 2.00~6.00
190608 [ J 0.15~0.70 |2.00~10.00
190612 ([ J 0.15~0.70 12.00~10.00
190616 [ 2N J 0.20~1.00 |3.00~10.00
VB CNMG 120404-VB ([ [ 2K 2 BN J [ J [ J 0.15~0.35 | 0.30~2.00
120408-VB ([ [ BN I BN J [ J [ J 0.15~0.45 | 0.50~2.00
120412-VB [ J [ J [ J 0.20~0.50 | 0.50~2.00
CNMG 090304-VF [ 2N J 0.07~0.30 | 0.50~1.50
VF 090308-VF 0.10~0.30 | 0.50~1.50
120404-VF [ J [ J 0.07~0.30 | 0.50~1.50
120408-VF [ J 0.10~0.40 | 0.50~1.50
120412-VF 0.10~0.50 | 0.60~1.50
VP1 CNMG 120404-VP1 [ N ] [ 0.05~0.15 | 0.10~1.50
120408-VP1 [ N ] [ 0.07~0.20 | 0.10~1.50
9 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11 29 Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




Turning Insert (Negative) B

C N OQ r Dimensions (mm)
S Size d t di

— 09 | 9525  3.18 | 3.8
Jd‘ 12 | 127 | 476 | 516

bl

[©] rhombic 80° Negative

Steel - O T £ 0% 068 T H B 00T £ Machining types
8 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2 —
=3 Castiron s 808 E 2 @ & | @ Continuous cutting
%‘ Non-ferrous metal ® % gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K J # Int ted cutti
Hardened steel g = o 3 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§EE§§§§§E?§ fn ap
2220388838888 3333838333 3|z 8|(mmiev) (mm)
COO0|0O0|zZ=2=Z=Z=2=2=2=2=2=2=2Z4a4a4aaa4qalx
VL CNMG 120404-VL [ J [} [ 0.05~0.25 | 0.10~1.00
) 120408-VL [ J [} [} [} [ 0.10~0.35 | 0.20~1.50
sl 120412-VL ° 0.10~0.35 | 0.20-150
[ Mild steel ]
CNMG 120404-VW 0.10~0.30 | 0.50~3.00
120408-VW [} 0.15~0.50 | 0.50~4.00
VW 120412-VW 0.20~0.55 | 1.00~4.50

[wiper]

CNMG 120404-HA ® 0.05~0.20 | 0.80~3.50

°

g 120408-HA ® oo 010040 080350

2 120412-HA ° 0.13~0.55 | 0.80~3.50
°
£
=
3
=

CNMG 090304-LP 0.07~0.30 | 0.30~1.50

> 090308-LP o o 0.10~0.30 | 0.30~1.50

= 120404-LP ° 0.10~0.35 | 0.30~2.00

-§ 120408-LP e o o 0.10~0.40 | 0.50~2.50

- 120412-LP e o o 0.13~0.45 | 0.80~3.00
%
Q
=

CNMG 120404-VC e o o 0.10~035 | 0.30~2.00

120408-VC e o o 0.15~0.40 | 0.50~3.00

120412-VC o o 0.15~0.45 | 0.50~3.00
£
=
L
£
°
E
=
el
Q
=

2 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11  2) Code system B26~B27 e : Stock item

Available tool holders

Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




CNCO

B Turning Insert (Negative)

Dimensions (mm)

Size d t di
— 09 | 9525 | 3.18 | 3.81
o 12 | 127 | 476 | 516
16 | 15875 6.35 | 6.35
@ Rhombic 80° Negatlve = 19 [ 1905 | 635 | 798
Steel 4D ez (0 0 s 8 s £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
=3 Cast iron [ 2K 2K 7 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SS8828s8888ss 88888228 fn ap
2225388388838 8833388333 3|5 8| (mmiev) (mm)
O o000 |IZZ2Z2Z2 222222000000 T I
- CNMG 120404-VP2 ° @0 000 (@ (005030010300
= 120408-VP2 @0 000 (@ (010040 050450
2 VP2 160618-VP2 0.12~0.45 | 0.80~5.00
° 190608-VP2 0.12~0.50 | 1.00~5.20
= 190612-VP2 0.15~0.50 | 1.20~5.50
g 190616-VP2 0.18~0.50 | 1.50~5.50
CNMG 090304-VQ 0.05~0.30 | 0.50~3.50
090308-VQ 0.08~0.30 | 0.80~4.00
090408-VQ ° 0.05~0.30 | 0.50~3.50
> 090412-VQ ° 0.08~0.30 | 0.80~4.00
£ 120404-VQ (@ ©® @@ @ 0.05~0.30 | 0.80~4.00
2 120408-VQ (@ © @|® © 0.08~0.40 | 0.80~4.00
° 120412-VQ 0.10~0.40 | 0.80~4.00
5
el
§ [ Cermet]
CNMG 090304-HM ° 0.12~0.40| 0.50~3.80
) 120404-HM o0 0 ° 0.05~0.30 | 0.90~5.00
£ 120408-HM X ° ° 0.10~0.50 | 1.00~5.00
£ 120412-HM ° ° 0.18~0.50 | 1.00~5.00
2 190612-HM 0.13~0.60 | 1.30~7.00
=
CNMG 120404-MK ) 0.05~0.30 | 0.90~4.00
120408-MK ) 0.10~0.50 | 1.00~5.00
120412-MK ) 0.13~0.60 | 1.30~5.00
120416-MK 0.15~0.60 | 1.30~5.00
160608-MK 0.28~0.70 | 1.80~7.00
4 MK © 160612-MK 0.28~0.72 | 2.00~8.00
3 160616-MK 0.28~0.74 2.00~8.00
E 190608-MK ° 0.33-0.78 | 2.50~9.00
g 190612-MK ° 0.35~0.78 | 2.60~9.50
190616-MK 0.35~0.80 | 2.60~10.00

2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




Turning Insert (Negative) B

C N QQ r Dimensions (mm)
S Size d t di

Td‘ 09 9.525 | 3.18 3.81
_ 12 12.7 4.76 5.16

16 | 15875 | 6.35 6.35
19.05 | 6.35 7.93

bl
©

[©] Rhombic 80° Negative

Steel O OEE IO IOEEE XX E 8 Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 25 2K 2k 2K J L 2K ® & | @ Continuous cutting
%‘ Non-ferrous metal ® % gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s s [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£E§§§§§EE§ fn ap
2225003383888 83333888 335 8|(mmrey)| (mm)
00|00 |l=Z==2=Z=Z====Z==Z4a4a4a4aad4a4aX
CNMG 090304-MM 0.08~0.35 | 0.50~5.00
090308-MM [ 2N J [ J 0.10~0.40 | 0.50~5.00
090312-MM 0.12~0.45 | 0.50~5.00
090404-MM 0.08~0.35 | 0.50~5.00
090408-MM 0.10~0.40 | 0.50~5.00
090412-MM 0.12~0.45 | 0.50~5.00
120404-MM [ BN N J [ BN I J 0.10~0.40 | 0.50~5.50
120408-MM [ B BN BN J [ 2 BN J 0.12~0.45 | 0.50~5.50
o 120412-MM 000 (N 0.15~0.60 | 0.50~5.50
E= 120416-MM X0 ° 0.20~0.65 | 0.50~5.50
£ 160608-MM oo o ° 0.12~0.45 | 0.50~7.00
'-% 160612-MM [ 2 AN J o0 0.15~0.60 | 0.50~7.00
= 160616-MM o0 o0 (K 0.18~0.65 | 0.50~7.00
190608-MM [ 2 AN J ([ 0.12~0.45 | 0.50~8.50
190612-MM [ 2 N J o 00 0.15~0.60 | 0.50~8.50
190616-MM [ 2 AN J ® 0 0.18~0.65 | 0.50~8.50
CNMG 090304-MP [ J [ J [ J [ J 0.10~0.40 | 0.40~3.80
090308-MP [ J [ J [ J [ J 0.15~0.40 | 0.50~4.00
090312-MP 0.15~0.50 | 0.80~4.20
090404-MP 0.10~0.40 | 0.40~3.80
090408-MP 0.15~0.40 | 0.50~4.00
090412-MP 0.15~0.50 | 0.80~4.20
120404-MP [ J [ J e o [ B BN J [ BN N J 0.10~0.40 | 0.40~4.00
120408-MP [ [ 3 BN BN J [ BN BN J [ 2 AN J 0.15~0.45 | 0.50~4.50
g 120412-MP e o o OO 0 0.15~0.50 | 0.80~5.00
3 120416-MP [ J [ J [ J [ B BN J 0.28~0.55 | 1.00~5.00
E 160608-MP e o o oo 0.15~0.50 | 0.50~7.00
2 160612-MP e o o eeoe 0.18~0.60 | 0.80~7.00
160616-MP [ [ [ J 0.15~0.60 | 1.00~7.00
190608-MP [ J 0.15~0.60 | 0.50~8.50
190612-MP [ J 0.10~0.40 | 0.40~3.80
190616-MP ( BN BN J 0.15~0.40 | 0.50~4.00
9 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11 &) Code system B26~B27 o Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




B Turning Insert (Negative)

C N QQ r Dimensions (mm)
= Size d t di

- 09 9.525 | 3.18 3.81
v o 12 | 127 | 476 | 516
N 16 | 15875 | 6.35 6.35
5] Rhombic 80° Negative N T B Al A
8 Stainlsgzzlsteel M .3#03033:: .:3:33 B | Machining types
2 Cast iron (2K 2% 2K 2K 2K J k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® ¥ | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s s o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation 3§§§§£§§§§§££§§§§§?—_2§ fn ap
222038838888 8333883838 3|5 3 (mmrey)| (mm)
OCOo|0O0|lz=2=2=2=2=2=22=2=2=24a4a4a4aadaadaF
CNMG 090304-VM 0.05~0.30 | 0.90~3.50
090308-VM [} ([ 0.10~0.45 | 1.00~3.50
120404-VM |©@ © © () o0 e o [ 0.05~0.30 | 0.90~5.00
120408-VM | @ ® 000 ® o [ [ 0.10~0.50 | 1.00~5.00
120412-VM [ ] ( N ] ( 3N [ ] 0.13~0.60 | 1.30~5.00
120416-VM [ ] 0.20~0.60 | 1.50~5.50
160608-VM [ 0.10~0.50 | 1.00~6.70
160612-VM 0.13~0.60 | 1.30~6.70
190608-VM [ ] 0.13~0.65 | 1.30~7.00
190612-VM [ J 0.15~0.70 | 1.50~7.00
190616-VM 0.18~0.75 | 1.80~7.00
CNMG 120404-VP3 o0 000 ® @ | 0.05~0.30 | 0.10~3.00
120408-VP3 [ 3N BN BN N J ® @ 0.10~0.40 | 0.50~4.50
120412-VP3 0000 ® @ 0.12~0.50 | 0.50~5.00
120416-VP3 0.25~0.45 | 1.00~4.00
_g VP3 160608-VP3 0.15~0.35 | 0.80~6.00
3 160612-VP3 0.20~0.40 | 1.00~6.00
5 160616-VP3 0.20~0.40 | 1.00-6.00
g 190608-VP3 0.20-050 | 1.00~7.00
190612-VP3 0.25~0.55 | 1.00~8.00
190616-VP3 0.30~0.60 | 1.00~8.00
LW CNMG 120408-LW [} [ J [ [} 0.15~0.60 | 1.00~5.00
. 46“\& i 120412-LW [} [ J [} 0.20~0.70 | 1.00~6.00
CNMG 120404-B25 © © @ [ ) [ B BN ] [ 0.17~0.45 | 1.00~5.00
120408-B25 @ @ ® o0 000 e o o [ ] 0.23~0.60 | 1.50~5.00
120412-B25 ([ [ J [ N N 0.25~0.60 | 2.00~5.00
160608-B25 [ ] 00 0.25~0.60 | 2.00~6.50
160612-B25 [ ] [ ] [ ] 0.27~0.60 | 2.00~6.50
160616-B25 [} [} [ 0.27~0.60 | 2.00~6.50
190604-B25 ( N 0.20~0.45 | 3.00~8.00
190608-B25 o0 000 0.25~0.60 | 3.00~8.00
190612-B25 o0 000 o0 [ ] 0.30~0.60 | 3.00~8.00
190616-B25 [} [ J 0.23~0.70 | 3.00~8.00
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




Turning Insert (Negative) B

Dimensions (mm)

CNCO

Size d t di
— 12 | 127 | 476 | 5.16
o 16 | 15875 635 | 6.35
19 19.05 6.35 7.93
[5] Rhombic 80° Negative ; = % |54 o% [ ot
Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s s [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation S8 2858883z 288888228 n ap
CNMG 120408-GR o0 000 0.20~0.50 | 1.00~7.00
120412-GR [ 3 B BN J 0.25~0.50 | 1.30~7.00
120416-GR 0.25~0.60 | 1.80~6.00
160608-GR [ J 0.20~0.70 | 1.00~8.00
160612-GR [ BN BN BN J 0.25~0.70 | 1.30~8.00
= 160616-GR [ J 0.25~0.75 | 1.80~8.00
'_g, 190608-GR [ ] [ 3N ] 0.20~0.70 |1.70~10.00
3 190612-GR [ 3 BN BN BN J 0.30~0.75 1.70~10.00
= 190616-GR eoo0o0 0.30~0.80 |1.80~10.00
190624-GR 0.35~0.85 2.00~12.00
250724-GR 0.40~1.00 2.30~15.00
250924-GR [ J [ BN J 0.40~1.00 2.30~15.00
CNMG 120404-RK 0.20~0.47 | 1.30~6.00
120408-RK [ 2N J 0.20~0.50 | 1.50~6.00
120412-RK [ 2N J 0.28~0.53 | 1.80~6.00
120416-RK [ J 0.28~0.63 | 2.00~6.00
160608-RK [ J 0.28~0.70 | 1.80~7.00
o RK © 160612-RK ° 028072 | 200800
£ 160616-RK o0 0.28-0.74 | 2.00~8.00
é 190612-RK [ J 0.35~0.78 | 2.60~9.50
190616-RK [ J 0.35~0.80 |2.60~10.00
CNMG 120404-RM [ 2 I J o0 0.10~0.50 | 2.00~6.00
120408-RM [ N BN BN J ® 00 0.15~0.55 | 2.00~6.00
120412-RM [ B B BN J ® 00 0.20~0.60 | 2.00~6.00
120416-RM [ BN 3N J [ J 0.25~0.70 | 2.00~6.00
160608-RM [ 2 AN J [ J 0.15~0.55 | 2.00~8.00
2 160612-RM X0 ° 0.20-0.60 | 2.00~800
® 160616-RM LK) ° 0.25~0.70 | 2.00~8.00
& 190608-RM [ BN 2N J [ J 0.15~0.55 |2.00~10.00
190612-RM [ 2 BN J [ J 0.20~0.60 |2.00~10.00
190616-RM [ 2 I J [ J 0.25~0.70 |2.00~10.00
250924-RM 0.40~1.20 |4.00~14.00
9 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11 &) Code system B26~B27 e Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




B Turning Insert (Negative)

C N QQ r Dimensions (mm)
S Size d t di

— 12 | 127 | 476 | 516
Jd‘ 16 | 15.875 | 4.76~6.35 | 6.35
19 | 1905 635 | 7.93

bl

[©] Rhombic 80° Negative

Steel D ADEEFIOEIIDE X R K £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Cast iron (2K 2% 2K 2K 2K J k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ] O 08 8 060 ¢ [ 3 7 & Int ted cutti
Hardened steel s 8 [ 2K 3 nterrupted cutling
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation EEEERS88gggge82gs8:228 n ap
2220388388883 33883838 3|z 3| (mmhev) (mm)
CoOo|0O0|z=2Z=Z=Z=Z=Z=Z=2Z=2Z=2Z4a4a40a40a4adcT T

CNMG 120408-VP4 [ ] 0.15~0.35 | 1.00~4.00

120412-VP4 [ J 0.20~0.40 | 1.00~4.00

VP4 160608-VP4 0.20~0.45 | 1.00~6.50

2 @ 160612-VP4 0.25~050 | 1.50~6.50
E) 190608-VP4 ° 0.15~0.45 | 1.00~8.00
-3 190612-VP4 ° 0.20~050 | 1.20~8.50

CNMG 120404-VR 0.20~0.50 | 1.00~6.50
120408-VR 0.25~0.55 | 1.20~7.00
120412-VR 0.30~0.60 | 1.50~7.00
120416-VR 0.35~0.65 | 1.70~7.00
120508-VR 0.25~0.55 | 1.20~7.00

VR 120512-VR 0.30~0.60 | 1.50~7.00

o 160612-VR 0.35~0.70 | 2.00~8.00

£ 160616-VR 0.35~0.75 | 2.20~8.00

é 190612-VR [ ] [ ] 0.35~0.70 |2.00~10.00

190616-VR [ J [ J 0.35~0.75 |2.20~10.00

b= HA CNMM 120408-HA 0.10~0.40 | 0.80~3.50
.:g
5
k.

CNMM 120408-GR 0.20~0.50 | 1.00~7.00
120412-GR 0.25~0.50 | 1.30~7.00
190612-GR [ ] 0.30~0.75 |1.70~10.00

GR 190616-GR 0.30~0.80 |1.80~10.00
=
<
2
<]
[
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




Turning Insert (Negative) B

Dimensions (mm)

CNCO

Size d t di
- 12 12.7 4.76 5.16
19 46 15875 476-635 635
19 19.05 6.35 7.93
@ Rhomblc 800 Negatlve 8 ! t 25 25.4 | 7.94~9.52 | 9.12
Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® % gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25’§§§§§2§ fn ap
cS8 588838888888 888883 58 mmen
COoO0|0O0|zZ=2=Z=Z=Z=2=2=2=2=2Z4aa4aaa4qaa/x I

CNMM 120408-GH [ 2 I J 0.30~0.60 | 2.50~8.00
120412-GH 0o 0.30~0.70 | 2.50~8.00
160412-GH 0.30~0.70 | 2.50~8.00
160424-GH 0.30~1.20 | 2.50~8.00
160612-GH [ 0.30~0.90 | 2.50~8.00
160616-GH 0.30~1.20 | 2.50~8.00
160624-GH 0.30~1.50 | 2.50~8.00
190608-GH [ 0.30~0.60 | 2.50~8.00
190612-GH e 0 [ 2N J 0.30~0.70 | 3.00~8.00

=y 190616-GH [ I ) [ 2N J 0.45~0.90 | 3.00~8.00
§ 190624-GH o0 [ 0.55~1.20 | 4.00~9.00
250716-GH 0.50~1.00 |4.50~10.00
250724-GH [ I J 0.55~1.20 | 5.00~12.00
250924-GH o0 [ 2N J 0.55~1.20 | 5.00~12.00
250950-GH 0.65~1.30 |6.00~12.00

CNMM 190612-VH [ J 0.50~0.90 |5.00~10.00
190616-VH [ J 0.50~1.10 |5.00~10.00
190624-VH [} 0.60~1.20 |6.00~12.00
250724-VH [} 0.70~1.40 |6.00~15.00
250924-VH [ J 0.70~1.40 |6.00~15.00

[General]

CNMM 190612-VT [ J [ 2N J 0.60~1.00 |6.00~13.00
190616-VT [} 0.60~1.10 |5.00~10.00
190624-VT [ J 0.60~1.60 |7.00~13.00
250724-VT [ ] 0.75~16.0 |7.00~17.00
250924-VT [ ] 0.75~16.0 |7.00~17.00

[ High feed cutting ]
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11  3) Code system B26~B27 e : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




B Turning Insert (Negative)

D N Q Q Dimensions (mm)
~ Size d t d

11 9.525 | 3.18~4.76 | 3.81
15 12.7 | 4.76~6.35 | 5.16

/57 Rhombic 55° Negative

Steel D ADEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
2 Cast iron (2K 2% 2K 2K 2K J k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® 8| gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s s o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§EE§’§§§§EE§ fn ap
2225003383888 833388833 3|5 3|(mmrev) (mm)
o000 |z=2=Z=Z=Z=Z=2Z=2Z=ZZ4a40a40a40a40a4alT
DNGG 150404-VP1 0.05~0.15 | 0.10~1.50
150408-VP1 0.07~0.20 | 0.10~1.50
VP1 150604-VP1 0.05~0.15 | 0.10~1.50
‘ 150608-VP1 0.07~0.20 | 0.10~1.50
DNGG 150404-VP3 ® 00 [ ] 0.05~0.30 | 0.10~3.00
150408-VP3 ® 00 ([ ] 0.10~0.45 | 0.50~5.00
150412-VP3 (N J [ ] 0.12~0.50 | 0.50~5.00
o 150604-VP3 [ 2 AN J [ 0.05~0.30 | 0.10~3.00
'-'25;, VP3 150608-VP3 [ 2 AN J [ 0.10~0.45 | 0.50~5.00
E 150612-VP3 ® 00 [ ] 0.12~0.50 | 0.50~5.00
DNMA 110408 0.17~0.45 | 0.80~3.00
150404 0.17~0.55 | 0.40~4.00
150408 0.25~0.55 | 0.80~4.00
150412 [ ] 0.25~0.65 | 0.50~4.00
i3 150604 0.17~0.55 | 0.40~4.00
E) 150608 ° 0.25~0.55 | 0.80~4.00
& ‘ 150612 ° 0.25~0.65 | 1.20~4.00
190608 0.30~0.80 |2.50~13.00
DNMG 110404-VB 0.05~0.25 | 0.30~2.00
150404-VB | @ ( AN I BN J [ 0.10~0.35 | 0.30~2.00
150408-VB | @ (K X BN [ [ J [ J 0.15~0.45 | 0.50~2.00
150412-VB [ ] [ ] [ 0.15~0.45 | 0.50~2.00
150604-VB | @ oo 0o e [ ] [ 0.10~0.35 | 0.30~2.00
150608-VB | @ [ AN B BN J [ [} [ J 0.15~0.45 | 0.50~2.00
150612-VB [ [ [ J 0.20~0.50 | 0.50~2.50
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




Turning Insert (Negative) B

D N Q Q Dimensions (mm)
- Size d t d

1 9.525 | 3.18~4.76 | 3.81
15 12.7 | 4.76~6.35 | 5.16

/57 Rhombic 55° Negative

Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SE8g 38858888z 288888228 n ap
2225363383888 E33338338883 3|5 8 (mmrev) (mm)
CO0OC|00|lzZz=2=Z=Z=Z=Z=Z=Z=Z=Zaaaa4aa0aalx X
DNMG 110402-VF 0.05~0.20 | 0.20~1.00
110404-VF [ ] 0.07~0.30 | 0.50~1.50
110408-VF 0.10~0.40 | 0.50~1.50
150404-VF 0.07~0.30 | 0.50~1.50
150408-VF 0.10~0.40 | 0.50~1.50
[ - : 150412-VF 0.15~0.50 | 0.60~1.50
— 150604-VF ° ° 0.13~030 | 0.50~1.50
150608-VF [ J [ J 0.10~0.40 | 0.50~1.50
150612-VF 0.15~0.50 | 0.60~1.50
DNMG 110408-VL 0.05~0.20 | 0.10~1.00
150404-VL ([ [ J 0.05~0.25 | 0.10~1.50
150408-VL [ J [ J [} 0.05~0.30 | 0.20~1.50
VL 150412-VL 0.10~0.30 | 0.25~1.50
%J 150604-VL [ J 0.05~0.25 | 0.10~1.50
g‘“‘“ 150608-VL | @ [ (] (] 0.05~0.30 | 0.20~1.50
[Mild steel] 150612-VL 0.10~0.30 | 0.25~1.50
DNMG 150404-VP1 [ B I J [ ] 0.05~0.15 | 0.10~1.50
150408-VP1 [ B I J [ ] 0.07~0.20 | 0.10~1.50
VP1 150604-VP1 [ 2N N J [ J 0.05~0.15 | 0.10~1.50
o 150608-VP1 00 @ 00702 010150
DNMG 150404-VW 0.10~0.35 | 0.30~3.00
vW 150408-VW 0.10~0.40 | 0.30~3.00
150604-VW 0.10~0.35 | 0.30~3.00
@ 150608-VW 0.10-040 | 0.30-3.00
[wiper]
- DNMG 150404-HA [ AN J 0.05~0.30 | 0.80~3.50
-_g 150408-HA ([ AN J 0.10~0.40 | 0.80~3.50
2 150604-HA ® ©|® 005030 080~350
° 150608-HA ® ® 010040 080350
E
E
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11  3) Code system B26~B27 o : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




B Turning Insert (Negative)

D N Q Q Dimensions (mm)
- Size d t di

11 9.525 4.76 3.81
15 12.7 |1 4.76~6.35 | 5.16

/57 Rhombic 55° Negative

Steel D ADEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
2 Cast iron (2K 2% 2K 2K 2K J L2k 2K 4 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SS8 888883z 2888888228§ n ap
DNMG 110402-LP 0.06~0.30 | 0.25~1.20
110404-LP e o 0.07~0.30 | 0.30~1.50
110408-LP 0.10~0.40 | 0.30~1.50
2 110504-LP 0.07~0.30 | 0.30~1.50
£ LP 110508-LP 0.10~0.40 | 0.30~1.50
-§ @ 150404-LP e o o 0.10~0.35 | 0.30~2.00
- 0 150408-LP o o o 010~0.40| 0.50-2.50
§ 150412-LP e o o 0.13~0.45 | 0.80~3.00
= 150604-LP e o o 0.10~0.35 | 0.30~2.00
150608-LP e o o 0.10~0.40 | 0.50~2.50
150612-LP e o o 0.13~0.45 | 0.80~3.00
DNMG 150404-VC e o 0.10~0.35 | 0.30~2.00
= 150408-VC e o o 0.15~0.40 | 0.50~3.00
= VC 150412-VC e o 0.15~0.45 | 0.50~3.00
= . 150604-VC e o 0.10~0.35 | 0.30~200
£ T 150608-VC e o o 0.15~0.40 | 0.50~3.00
2 150612-VC e o 0.15~0.45 | 0.50~3.00
=
> DNMG 150404-VP2 ©0 000 |® (00503 010300
E 150408-VP2 @0 000 (@ 010040 050450
£ VP2 150604-VP2 @0 000 (@O [005030) 010300
2 ‘ 150608-VP2 ° ©0 000 (O 010040 050450
E
2
=
DNMG 110404-VQ |®@ @ 0.05~0.30 | 0.50~3.50
110408-VQ 0.08~0.40 | 0.80~4.00
110412-VQ 0.10~0.40 | 1.00~4.00
150404-VQ (@ ® ®|® © 0.05~0.30 | 0.80~3.50
2 150408-VQ (@ @@ @ 0.08~0.40 | 0.80~4.00
5 150412-VQ 0.10~0.40 | 0.50~4.20
-§ 150604-VQ (@ ® ® @ © 0.05~0.30 | 0.80~4.00
e 150608-VQ (@ ® ®|® @ 0.08~0.40 | 0.80~4.00
2 {Cormet] 150612-VQ 0.10~0.40 | 0.50~4.20
=
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item

Available tool holders

Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




Turning Insert (Negative) B

D N Q Q Dimensions (mm)
- Size d t di

1 9.525 | 3.18~4.76 | 3.81
15 12.7 | 4.76~6.35 | 5.16

/57 Rhombic 55° Negative

R Steel D 3DEEFIOEIIDE X R ) £ Machining types
o Stainless steel M E 2K J o B TS o e —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 ® & | @ Continuous cutting

%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting

Hardened steel s 8 [ 2K 3

Cermet |Coated Coated Uncoated| Cutting Condition

Inserts Designation g§§§§£§§§§§£§é’§§§é’§£§ fn ap
DNMG 110404-HM ° ° 0.05~0.50 | 0.80~4.00
o 110408-HM ° 0.10~0.50 | 1.00~4.00
£ 150404-HM ° 0.05~0.30 | 0.90~5.00
£ 150408-HM ° 0.10~0.50 | 1.00~5.00
2 150604-HM ° ° ° 0.05~0.30 | 0.90~5.00
= 150608-HM XX ° 0.10~0.50 | 1.00~5.00
150612-HM ° 0.18~0.50 | 1.00~5.00
DNMG 150404-MK ° 0.05~0.30 | 0.90~5.00
4 MK 150408-MK ° 0.10~0.50 | 1.00~5.00
3 e 150412-MK 0.13~0.60 | 1.30-6.00
E - 150604-MK o0 0.05~0.30 | 0.90~5.00
g 150608-MK o0 0.10~0.50 | 1.00~6.00
150612-MK ° 0.13~0.60 | 1.30~5.00
DNMG 110404-MM ° 0.08~0.35 | 0.50~5.00
110408-MM o0 ° 0.10~0.40 | 0.50~5.00
110412-MM 0.12~0.45 | 0.50~5.00
110504-MM 0.08~0.35 | 0.50~5.00
110508-MM 0.10~0.40 | 0.50~5.00
g 110512-MM 0.12~0.45 | 0.50~5.00
3 150404-MM XX o0 0.10~0.40 | 0.50~6.40
E 150408-MM eooo XX 0.12~0.45 | 0.50~6.40
g 150412-MM oo oo ° 0.15~0.60 | 0.50~6.40
150416-MM 0.15~0.60 | 0.50~6.00
150604-MM XX o0 0.10~0.40 | 0.50~6.40
150608-MM XXX XX 0.12~0.45 | 0.50~6.40
150612-MM o000 0 0.15~0.60 | 0.50~6.40
150616-MM 0.18~0.65 | 0.50~8.00
DNMG 110404-MP e o o o0 0.10~040 | 0.40~3.80
110408-MP e o o o0 0.15~040 | 0.50~4.00
110412-MP 0.15~050 | 0.80~4.20
110504-MP 0.10~040 | 0.40~3.80
MP 110508-MP 0.15~040 | 0.50~4.00
g e 110512-MP 0.15~050 | 0.80~4.20
3 150404-MP ([ [ [ J ( BN BN J [ J 0.10~0.40 | 0.40~4.00
E ‘ 150408-MP e o o XX o0 0.15~045 | 0.50~4.50
8 150412-MP e o o XX o0 0.15~050 | 0.80~5.00
150416-MP 0.15~050 | 0.85~5.00
150604-MP [ [ [ 2N J [ B BN J [ BN ) 0.10~0.40 | 0.40~4.00
150608-MP e o o0 o000 o0 0.15~045 | 0.50~4.50
150612-MP e o o XX o0 0.15~050 | 0.80~5.00
150616-MP 0.15~055 | 0.85~5.00
9 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11 &) Code system B26~B27 e Stock item

Available tool holders

Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




B Turning Insert (Negative)

D N Q O Dimensions (mm)
_ Size d t d

1 9.525 4.76 3.81
15 12.7 | 4.76~6.35 | 5.16

/57 Rhombic 55° Negative

Steel D ADEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
faz_ Castiron [ 3K 2k 2K Bk 2K J k 2 @® & | @ Continuous cutting
= Non-ferrous metal i
‘;’ Heatres?stan?alﬁ)lfﬁta?ijmalloy [ ) o0 s 200 : : & General Cuﬂlng.
Hardened steel 2 = F & Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§£2§§§§§22§ fn ap
2220388338888 8333883838 3|z 3| (mmhey) (mm)
OCOO0O0O|0O0|[z=2=2Z=2Z=2Z2=2Z=2Z=2Z=2ZZ2Zao40oa40o0oa4a4alTI
DNMG 110404-VM 0.05~0.30 | 0.90~4.00
110408-VM [ ] @ 0.10~0.50 | 1.00~4.00
110412-VM 0.13~0.50 | 1.30~4.00
150404-VM | @ ([ ] [ I J 0.05~0.30 | 0.90~5.00
150408-VM | @ [ ] o0 o0 0.10~0.50 | 1.00~5.00
g 150412-VM ° °o0 013060 | 130500
3 150604-VM | @ [ J [ J [ N ) [ 3N ) [ 0.05~0.30 | 0.90~5.00
E 150608-VM | @ [ N BN BN J [ 2N J [ 0.10~0.50 | 1.00~5.00
g 150612-VM ° o0 0.13-0.60 | 1.305.00
DNMG 150404-VP3 [ N BN BN BN J ® @ | 0.05~0.30 | 0.10~3.00
150408-VP3 0 000 ® @ 0.10~045 | 0.50~5.00
150412-VP3 0000 ® ® | 0.12~0.50 | 0.50~5.00
= VP3 150604-VP3 o0 000 ® @ 0.05-0.30 | 0.10~3.00
= 150608-VP3 0 000 ® @ 0.10~045 | 0.50~5.00
E o 150612-VP3 0000 ® @ 0.12~0.50 | 0.50~5.00
2
=
DNMG 150408-LW 0.15~0.50 | 0.70~4.50
150412-LW 0.20~0.60 | 1.00~5.00
150608-LW [ J [ J 0.15~0.50 | 0.70~4.50
150612-LW [ ] [ ] 0.20~0.60 | 1.00~5.00
LW
£ _
% 4_:[‘_' S
g &
3 [wiper]
=
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




Turning Insert (Negative) B

D N Q Q Dimensions (mm)
- Size d t di

15 12.7 |1 4.76~6.35 | 5.16
19 | 15.875 6.35 7.93

/57 Rhombic 55° Negative

Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2 —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K 2 # Int ted cutti
Hardened steel E 2K.7 [ 3 7 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£E§§§§§EE§ fn ap
22200/ 88383888333388888 3|z 8|(mmrev) (mm)
COoOO0|0O0|zZz=2=Z=2Z=Z=Z=2=2=2=2=24a4a4aa4aa4a0aaxT I
DNMG 150402-B25 0.15~0.40 | 0.50~3.50
150404-B25 o [ ] [ ] [ 0.17~0.45 | 1.00~4.00
150408-B25 [ (] [ ] [ 0.17~0.55 | 1.50~4.00
150412-B25 [ [ [ J 0.25~0.55 | 1.50~4.00
150425-B25 0.35~0.65 | 2.50~5.50
150602-B25 0.15~0.40 | 0.50~3.50
B25 150604-B25 | ® e o000 0.17~055 | 1.50~4.00
e 150608-B25 | @ [ 00 [ ) 0.17~0.55 | 1.50~4.00
@ 150612-B25 e o o 025-055 | 1.50-4.00
150625-B25 0.35~0.65 | 2.50~5.50
DNMG 150408-GR [ [ J 0.20~0.50 | 1.00~7.00
150412-GR 0.25~0.90 | 1.30~7.00
150416-GR 0.30~0.75 | 1.80~7.00
150608-GR [ 2 I J 0.20~0.50 | 1.00~7.00
> 150612-GR o0 0.25~0.70 | 1.30~7.00
£ 150616-GR ° 0.20~0.75 | 1.80~7.00
3
o
DNMG 150408-RK 0.15~0.50 | 1.50~5.00
150412-RK [ J 0.20~0.60 | 1.80~5.00
150608-RK [ 2N J 0.15~0.50 | 1.50~5.00
150612-RK [ 0.20~0.60 | 1.80~5.00
RK
o @
£
o
=
S -
o
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11  3) Code system B26~B27 o : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




B Turning Insert (Negative)

D N Q Q Dimensions (mm)
i Size d t d

15 12.7 | 476~635 | 5.16

/57 Rhombic 55° Negative

R Steel D ADEEFIOEIIDE X R ) £ Machining types
o Stainless steel M s e o B TS [ BE 2 —
2 Cast iron (2K 2% 2K 2K 2K J k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ o0 8 8 00 [ 3K 3 .
Hardened steel S ® 3 # Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation S8288z88§88zz2888882¢28 fn ap
2225088383858 8333388383 3|5 8 (mmiev) (mm)
O O 00O O0|Z Z2 2 2 =2 2 2 222000000
DNMG 150404-RM oo o ) 0.10~0.50 | 2.00~6.00
150408-RM XXX °® 0.15~0.55 | 2.00~6.00
150412-RM XXX ° 0.20~0.60 | 2.00~6.00
2 150416-RM 0.25~0.70 | 2.00~6.00
® RM@ 150604-RM LX) o0 0.10~0.50 | 2.00~6.00
& A 150608-RM X0 e o 0.15~0.55 | 2.00~6.00
@ 150612-RM XX 0.20~0.60 | 2.00~6.00
150616-RM 0.25~0.70 | 2.00~6.00
VP4 DNMG 150408-VP4 0.15~0.35 | 1.00~4.00
2 Prev) 150412-VP4 0.20~0.40 | 1.00~4.00
B . 150608-VP4 ° 0.15~0.35 | 1.00-4.00
& 150612-VP4 ° 0.20~0.40 | 1.00~4.00
DNMG 150408-VR 0.25~0.55 | 1.20~7.00
- VR 150412-VR 0.30~0.60 | 1.50~7.00
% 150608-VR 0.25~0.55 | 1.20~7.00
g ‘ 150612-VR 0.30-0.60 | 1.50~7.00
DNMX 150404R-SR 0.10~0.40 | 0.70~450
150408R-SR 0.12~0.45 | 1.00~4.50
150604R-SR 0.10~0.40 | 0.70~450
SR 150608R-SR 0.12~0.45 | 1.00~450
@ 150404L-SR 0.10~040 | 0.70~4.50
‘ 150408L-SR 0.12~045 | 1.00~4.50
150604L-SR 0.10~0.40 | 0.70~450
[Shaft] 150608L-SR 0.12~0.45 | 1.00~4.50
DNMX 150404R-SH 0.15~0.30 | 1.00~4.00
150408R-SH 0.15~0.50 | 1.50~5.00
150604R-SH e o 0.15~0.30 | 1.00~4.00
o 150608R-SH [ J [ J 0.15~0.50 | 1.50~5.00
£ 150404L-SH 0.15~0.30 | 1.00~4.00
£ 150408L-SH 0.15~0.50 | 1.50~5.00
2 150604L-SH o o 0.15~0.30 | 1.00~4.00
= 150608L-SH e o 0.15~0.50 | 1.50~5.00
D) Cutting edge geometry A52~A61  3) Recommended chip breaker B04~B11 3 Code system B26~B27 e : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




KN

Turning Insert (Negative) B

Dimensions (mm)

55° Size d t
g 16 9.525 4.76
/o
55° Negati e
/" Parallelogram egative
Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2 —
2 Cast iron [ 2K 2% 2K ) k 2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 T s 060 [ 2K 2 # Int ted cutti
Hardened steel g = o 3 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
nsrts sl |8 S ESEEES8EE g8z s 0w
™ AN ANy N M M ML O W OO O O LD LH 0 O 0O N | v~ D
ZZZ 0000000000000V O0 O O O|lg 3| (mmrev)| (mm)
Coo|00|z=2=2Z=2Z=Z=Z=Z=2Z=Z=2Z4a4a4a4aa40a4a T
KNUX 160405R-11 0 000 [ [ 0.20~0.35 | 1.00~6.00
160410R-11 [ ] (LK J 0.30~0.60 | 1.50~6.00
160405L-11 o0 000 0.20~0.35 | 1.00~6.00
160410L-11 [ ] (K J 0.30~0.60 | 1.50~6.00
= 12 KNUX 160405R-12 [ ] ® 00 0.25~0.35 | 1.50~6.00
'% oy 160410R-12 o 00 0.40~0.70 | 1.50~6.00
3 % 160405L-12 0.25~0.35 | 1.50~6.00
= 160410L-12 ° 0.40~0.70 | 1.50~6.00
2 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11  2) Code system B26~B27 ®: Stock item
Available tool holders
Designation Page Designation Page
CKJNR/L B169 CKUNR/L B201
CKNNR/L B169
Dimensions (mm)
RN W e
09 9.525 3.18 3.81
11 ¢d1 12 12.7 4.76 5.16
15 15.875 6.35 6.35
T 19 19.05 6.35 7.93
H 25 254 | 6.35~9.52 | 9.12
@ Round Negatlve 31 | 3175 | 952 12.7
Steel - O 2T £ 0% 08 T E S [ 2K 3 £.3 Machining types
3 Stainless steel M s 8 O 8 8 ¢ 8 [ 3K 2 ] —
2 Castiron ' [ 3K 2k 2K J ;2 k 2 @® & | @ Continuous cutting
i‘; Non-ferrous metal [ 2K ] £ General cutting
= Heat resistant alloy, Titanium alloy [ ) O 08 8 060 ¢ [ 2 3 & Int ted cutti
Hardened steel s 8 [ 2K 3 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SSE8 2858888 zz2888882¢28 fn ap
™ AN AN|(™ N M M M LHO O W O O O LD LH 0 O 0O | v~ D
ZZZ0000 00000000800 O O g 8|(mmrey) (mm)
O o|0O0lz=2=2=2=2=2=2=2=2=24a4a4a4aa4qaaxTT
RNMG 090300-B25 0.90~4.50 | 0.09~0.90
B25 120400-B25 (] 1.20~4.80 | 0.12~1.20
i 150600-B25 (] 1.15~1.50 | 1.50~7.50
Q) 190600-B25 1.90~7.60 | 0.19~1.90
| 250600-B25 2.50~10.0 | 0.25~2.50
250900-B25 o 2.50~10.0 | 0.25~2.50
310900-B25 3.50~13.0 | 0.30~2.50
2 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11  2) Code system B26~B27 o : Stock item

Turning




B Turning Insert (Negative)

SN

(0] square 90° Negative

Dimensions (mm)

— Size d t di
09 | 9525 | 3.18 | 3.81
Tt o 12 | 127 | 476 | 5.16

15 15875 | 6.35 6.35
19 19.05 | 6.35 7.93

Steel D ADEEFIOEIIDE X R K £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Cast iron (2K 2% 2K 2K 2K J k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ o0 8 8 00 [ 2K 2 & Int ted cutti
Hardened steel z 2 P nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation EEBE8s8888s 28888828 n ap
2220388383888 8333883838 3|z 3| (mmhey) (mm)
OCOo|0O0|z2=2=2=2=2=2=2=2=2=24a40a4a4aada4ax
SNGA 090304 0.17~0.50 | 0.50~4.50
090308 0.17~0.50 | 0.50~4.50
120404 0.15~0.60 | 1.50~8.00
120408 0.15~0.60 | 1.50~8.00
= N 120412 0.20~0.80 | 1.50~8.00
c oS
= - 150608 020~0.80 | 200~10.00
3 v 150616 020-0.90 | 2.00~10.00
= 190608 0.15~0.60 |3.00~12.00
190612 0.20~0.80 |3.00~12.00
SNGG 090304R 0.12~0.35 | 1.00~3.00
090308R 0.15~0.35 | 1.00~3.00
120404R [ 0.15~0.35 | 1.00~4.00
120408R 0.15~0.35 | 1.00~4.00
120412R 0.15~0.35 | 1.00~4.00
= 090304L 0.12~0.35 | 1.00~3.00
£ 090308L 0.15~0.35 | 1.00~3.00
£ 120404L 0.15~035 | 1.00~4.00
g 120408L 0.15-035 | 1.00-4.00
= 120412L 0.15~0.35 | 1.00~4.00
SNGG 120404-VP3 [ BN BN ] [ J 0.05~0.30 | 0.10~3.00
120408-VP3 [ BN BN ] [ J 0.10~0.45 | 1.00~5.00
120412-VP3 00 [ ] 0.12~0.50 | 1.00~5.00
o VvP3
£
3
£
=
3
=
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




Turning Insert (Negative) B

S N O Q ; Dimensions (mm)
; ~ Size d t di

09 9.525 3.18 3.81
Tt 12 | 127 |3.18~476 | 5.16
: 1 T 1 1005 476605 75
@ Square 90° Negatlve ‘ ‘ 25 | 254 | 6.35-9.52 | 9.12
Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§E§§§§E£E§§§§§§E§ fn ap
SNGN 090302 0.05~0.30 | 0.50~4.00
090304 0.10~0.35 | 0.50~4.00
090308 0.10~0.40 | 1.00~4.00
120304 0.13~0.50 | 1.30~5.00
120308 0.15~0.60 | 1.50~6.00
120312 0.17~0.60 | 1.70~6.00
120402 0.10~0.45 | 1.00~5.00
120404 0.13~0.50 | 1.30~5.00
= 120408 0.15~0.60 | 1.50~6.00
'%, 120412 0.17~0.60 | 1.70~6.00
é 120424 0.20~0.65 | 2.00~6.00
150402 0.10~0.50 | 0.50~6.00
150408 0.15~0.60 | 1.50~8.00
150412 0.17~0.60 | 2.00~8.00
150416 0.20~0.65 | 2.50~8.50
190402 0.10~0.60 | 2.00~8.50
190412 0.17~0.70 |2.50~10.00
190416 0.20~0.75 | 2.50~10.00
250604 0.30~0.80 |3.00~12.00
250616 0.35~1.00 |4.00~12.00
= SNGX 120408R 0.15~0.35 | 1.00~4.00
=
£
E
SNMA 090304 0.10~0.45 | 0.50~4.50
090308 0.15~0.50 | 0.50~4.50
090312 0.20~0.50 | 0.50~4.50
120402 0.10~0.50 | 1.00~4.50
120404 0.15~0.60 | 1.00~5.00
120408 [ J 0.15~0.70 | 1.00~6.00
120412 [ J 0.20~0.80 | 1.50~6.00
2 120416 ° 0.30~1.00 | 2.00-6.00
® 120430 0.30~0.70 | 2.50~5.00
& 150612 0.20~0.80 | 2.00~8.00
150616 [ J 0.25~0.85 | 2.50~10.00
190608 0.20~0.80 |2.00~10.00
190612 [ 0.20~0.80 |2.00~10.00
190616 [ 2N J 0.25~0.85 | 2.50~10.00
190624 0.35~0.90 |3.00~10.00
250724 0.40~1.00 |3.00~13.00
250924 0.40~1.00 |3.00~13.00
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11  3) Code system B26~B27 e : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




B Turning Insert (Negative)

SN

(0] square 90° Negative

Dimensions (mm)

— Size d t d
09 | 9525 | 3.18 3.81
T e 12 | 127 | 318476  5.16

Steel D ADEEFIOEIIDE X R K £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Cast iron (2K 2% 2K 2K 2K J k 2 k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® 8| gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] O 08 8 060 ¢ [ 3 7 & Int ted cutti
Hardened steel s 8 [ 2K 3 nterrupted cutling
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25‘3§§§?—_2§ fn ap
2225003383888 833388833 3|5 3|(mmrev) (mm)
o000 |z=2=Z=Z=Z=Z=2Z=2Z=ZZ4a40a40a40a40a4alT
VB SNMG 120404-VB | @ [ 2 AN J [ 0.15~0.35 | 0.30~2.00
\ 120408-VB | @ [ AN I BN J [ J 0.15~0.40 | 0.50~2.00
VE SNMG 090304-VF 0.07~0.30 | 0.50~1.50
090308-VF 0.07~0.30 | 0.50~1.50
120404-VF 0.07~0.30 | 0.50~1.50
120408-VF [ 0.10~0.40 | 0.50~1.50
120412-VF 0.20~0.50 | 0.50~1.50
VL SNMG 120408-VL [ J 0.10~0.35 | 0.20~1.50
[ Mild steel]
=2 SNMG 120404-HA [ 2K J 0.10~0.35 | 0.80~3.50
= 120408-HA ®|® 010040 0.80~350
= 120412-HA 0.13-0.55 | 0.80~3.50
E
=
8
=
SNMG 090308-LP 0.10~0.30 | 0.30~1.50
=2 090408-LP 0.10~0.30 | 0.30~1.50
E fnew] 120404-LP [ [ [ J 0.10~0.35 | 0.30~2.00
= 120408-LP e o 0.10~0.40 | 0.50~2.50
= 120412-LP [ [ ] 0.13~0.45 | 0.80~3.00
=
8
=
= SNMG 120408-VC o [ J 0.15~0.40 | 0.50~3.50
%
E
e
£
=
-]
Q
=
=2 SNMG 120404-VP2 o0 000 [ 0.05~0.35 | 0.10~3.00
4 VP2 120408-VP2 ° 00000 (O 010045 05045
= 120412-VP2 ©0 000 (O 01005 05050
E
=
8
=
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




Turning Insert (Negative) B

S N Q Q ; Dimensions (mm)
. ~ Size d t di

09 9.525 3.18 3.81
T o 12 | 127 |318~476| 5.16
. 0 B m e
(0] Square 90° Negatlve | | 25 | 254 | 6.35-9.52 | 9.12
Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§E§§§§E£E§§§§§§E§ fn ap
22203/ 838388883333838338 3|z 8|(mmiev) (mm)
G630z =2=2=2=2=2=Z=Z=Z=Zaaaa46aax=x
=4 SNMG 090304-VvQ 0.05~0.30 | 0.50~3.50
5 vQ 090408-VQ ° 0.08~0.30 | 0.80~4.00
= 2 090412-VQ ° 0.10~0.30 | 1.00~4.00
E 120404-VQ [ J [ J 0.05~0.30 | 0.80~4.00
2 120408-VQ (@ @ 0.08~0.40 | 0.80~4.00
= [Cermet]
HM |SNMG 120404-HM ° 015042 | 0.60-4.20
£ < 120408-HM [ X ) [ J [ J [ J 0.10~0.50 | 1.00~5.00
g 120412-HM ° ° 0.18-0.50 | 1.005.00
E
SNMG 090308-MK 0.17~0.45 | 0.80~3.50
120404-MK 0.08~0.45 | 0.80~4.00
120408-MK [ 0.10~0.50 | 1.00~5.00
120412-MK [ J 0.13~0.60 | 1.30~5.00
> 120416-MK 0.15~0.63 | 1.50~6.00
£ 150608-MK 0.25~0.60 | 1.80~6.00
£ 150612-MK 0.20~0.70 | 1.80~7.00
3 150616-MK 0.23~0.70 | 2.00-7.50
= 190608-MK 0.31~0.75 | 2.30~9.50
190612-MK [ 0.33~0.78 |2.50~10.00
190616-MK 0.35~0.78 | 2.70~10.00
SNMG 090304-MM 0.08~0.35 | 0.50~5.00
090308-MM 0.10~0.40 | 0.50~5.00
090312-MM 0.12~0.45 | 0.50~5.00
090404-MM 0.08~0.35 | 0.50~5.00
090408-MM 0.10~0.40 | 0.50~5.00
120404-MM [ B BN BN J [ 2N J 0.10~0.40 | 0.50~6.40
2 120408-MM [ BN BN BN J [ 2 I J 0.12~0.45 | 0.50~6.40
£ 120412-MM [ 2N BN ] [ 2N ) 0.15~0.60 | 0.50~6.40
£ 120416-MM 0.18~0.65 | 0.50~6.40
2 150608-MM 0.12-045 | 0.50~8.00
= 150612-MM [ BN BN ] [ X ) 0.15~0.60 | 0.50~8.00
150616-MM [ N ) 0.18~0.65 | 0.50~8.00
190608-MM [ 2N 2N ] [ J 0.12~0.45 | 0.50~9.50
190612-MM [ B 2N ] [ 2N J 0.15~0.60 | 0.50~9.50
190616-MM [ N ) [} 0.18~0.65 | 0.50~9.50
250924-MM [ J 0.20~0.80 |1.00~10.00
9 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11 &) Code system B26~B27 e Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




B Turning Insert (Negative)

Dimensions (mm)

SN

— Size d t di
09 9.525 3.18 3.81
Tt 12 | 127 | 476 | 5.6
o L 15 15875 | 6.35 6.35
. t
(0] square 90° Negative | 35 [ ook [ 7os [ 1o
Steel O DI IIOEEEE XN £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
2 Cast iron (2K 2% 2K 2K 2K J L2k 2K 4 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s s o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§£2§§§§§§2§ fn ap
SNMG 090304-MP [ J [ J [} 0.10~0.40 | 0.40~3.80
090308-MP [ J [ J [ J 0.15~0.40 | 0.50~4.00
090312-MP 0.15~5.00 | 0.80~4.20
090404-MP 0.10~0.40 | 0.40~3.80
090408-MP 0.15~0.40 | 0.50~4.00
090412-MP 0.15~0.50 | 0.80~4.20
o MP 120404-MP e o o o0 0 o0 0.10~0.40 | 0.40~4.00
£ @ 120408-MP [ ] [ ] ([ ] o 0o [ 2N ) 0.15~0.45 | 0.50~4.50
£ 120412-MP o o o "X 0.15~0.50 | 0.80~5.00
2 120416-MP e o o 0.18~0.60 | 0.80~7.00
= 150608-MP 0.15~5.00 | 0.50~7.00
150612-MP 0.18~0.60 | 0.80~8.50
190608-MP 0.15~0.50 | 0.50~8.50
190612-MP 0.18~0.60 | 0.80~8.50
SNMG 090304-VM 0.05~0.30 | 0.90~3.50
090308-VM 0.10~5.00 | 1.00~3.50
120404-VM | @ [ ] [ I ) 0.05~0.30 | 0.90~5.00
.g 120408-VM | @ ([ ] [ 2N ) [ 2N ) [ ] [ ] 0.10~0.50 | 1.00~5.00
3 120412-VM [ J [ 2N J 0.13~0.60 | 1.30~5.00
g 190612-VM 0.25~0.60 | 250~7.50
g 190616-VM 0.25-0.60 | 250-7.50
SNMG 120404-VP3 o0 000 ® @ 005~0.30 | 0.10~3.00
120408-VP3 o0 000 ® @ 0.10~045 | 1.00~5.00
120412-VP3 o0 000 @ | 0.12~0.50 | 1.00~5.00
120416-VP3 0.25~0.45 | 0.50~4.00
VP3 160608-VP3 0.15~0.35 | 0.80~6.00
g 160612-VP3 020~0.40 | 1.00-6.00
3 160616-VP3 0.20~0.40 | 1.00~6.00
= 190608-VP3 0.15-0.35 | 0.80~7.00
g 190612-VP3 0.20-0.40 | 1.00~7.00
190616-VP3 0.25~0.45 | 1.00~7.00
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




Turning Insert (Negative) B

N r Dimensions (mm)
~ Size d t ds

09 9.525 | 3.18 3.81
T o 12 | 127 | 476 | 516
, man g fo | 1005 | 635 | 793
(0] Square 90° Negatlve ‘ ‘ 25 | 254 | 794 | 912
Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 25 2K 2k 2K J L2k 2K 4 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K J ’
Hardened steel S ® 3 #® Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25’§§§§§2§ fn ap
2225083383888 8333883833 3|5 3|(mmrev) (mm)
o000 |z=2=2Z=Z=Z=Z=Z=Z=Z=Z4a4a4a40aa404a4alT I
SNMG 090308-B25 0.17~0.45 | 0.80~3.50
120404-B25 | @ ([ [ [ 2 I J 0.17~0.45 | 1.00~3.50
120408-B25 | @ [ J [ [ 2 I J [ N J [ J 0.23~0.60 | 1.50~5.00
120412-B25 [ ] ® 00 0.25~0.60 | 2.00~5.00
120416-B25 [ ] ® 00 0.35~0.70 | 2.50~5.00
120420-B25 0.40~0.70 | 3.00~5.00
B25 150608-B25 [ J 0.25~0.60 | 1.50~6.00
150612-B25 0.25~0.60 | 2.00~6.00
150616-B25 [ ] 0.35~0.70 | 2.00~6.00
e 190608-B25 [ [ 2N J 0.25~0.60 | 3.00~8.00
v 190612-B25 [ [ BN N J 0.30~0.60 | 3.00~8.00
190616-B25 [ [ 2N J [ J 0.35~0.70 | 3.00~8.00
250716-B25 0.35~0.70 |4.00~12.00
250724-B25 [ [ 0.50~1.00 |5.00~12.00
250924-B25 [ 0.50~1.00 |5.00~12.00
SNMG 120404-GR 0.15~0.45 | 0.08~6.00
120408-GR [ 2N J 0.20~0.50 | 1.00~7.00
120412-GR [ ] 0.20~0.50 | 1.00~7.00
150608-GR [ 0.25~0.60 | 1.00~7.00
150612-GR [ B BN J 0.29~0.75 | 1.40~7.00
2 190608-GR [ J 0.30~0.80 | 1.70~9.00
® 190612-GR e oo 0.30~080 | 1.70~0.00
& 190616-GR [ B B BN J 0.31~0.82 |1.90~12.30
190624-GR 0.35~0.82 |2.00~12.50
250724-GR [ J 0.45~1.20 |2.60~14.00
250924-GR [ o 0.50~1.20 |2.60~14.00
SNMG 120404-RK 0.15~0.50 | 1.20~6.00
120408-RK o0 0.23~0.53 | 1.50~6.00
RK 120412-RK ( N ] 0.28~0.53 | 1.80~6.00
= ] 120416-RK [ J 0.28~0.53 | 2.00~6.00
-% 150612-RK 0.20~0.70 | 1.80~7.00
3 150616-RK 0.23~0.70 | 2.00~7.50
= 190612-RK 033078 |2.50~10.00
190616-RK 0.35~0.78 |2.70~10.00
9 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11 &) Code system B26~B27 e Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




B Turning Insert (Negative)

SN

(0] square 90° Negative

Dimensions (mm)

— Size d t di
12 | 127 476 516
Tt o 15 | 15875 | 6.35 6.35
L] 19 | 1905 | 635 7.93
i 25 | 254 | 7.94-952 | 9.12

Steel D ADEEFIOEIIDE X R oS3 £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
2 Cast iron (2K 2% 2K 2K 2K J k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§EE§’§§§§EE§ fn ap
2220088883888 333388888 3|5 8|(mmrev) (mm)
OO0 0|00z =2=2=2=2=Z=2=2==Zaaaaaaalx I
SNMG 120404-RM 000 o 0.10~0.50 | 2.00~6.00
120408-RM [ 2 B J 00 0.15~0.55 | 2.00~6.00
120412-RM [ B Y J [ J 0.20~0.60 | 2.00~6.00
120416-RM 0.25~0.70 | 2.00~6.00
150608-RM 0.20~0.60 | 0.20~6.00
> RM O 150612-RM [ N ) [ ] 0.20~0.60 | 2.00~8.00
-% ! “‘\.__\ 150616-RM 0.25~0.70 | 2.00~8.00
3 190608-RM 0o [ J 0.20~0.60 |2.00~10.00
- vg 190612-RM XX ° 0.20-0.60 | 200~10.00
190616-RM 0.27~0.70 |2.00~10.00
190624-RM 0.30~0.75 |3.00~10.00
250924-RM 0.40~1.20 |4.00~14.00
SNMG 120408-VP4 [ J 0.15~0.35 | 1.00~4.00
120412-VP4 [ J 0.20~0.40 | 1.00~4.00
150612-VP4 [ 0.20~0.45 | 1.00~5.00
= VP4 190608-VP4 ([ 0.20~0.50 | 1.00~9.00
% ‘@ 190612-VP4 ° 0.23~0.55 | 1.00~0.00
é 190616-VP4 0.27~0.60 | 1.00~9.00
SNMG 120408-VR 0.25~0.55 | 1.20~7.00
120412-VR 0.30~0.60 | 1.50~7.00
= VR 120416-VR 0.35~0.60 | 2.00~7.00
-g, ‘ 190612-VR e o 0.35~0.70 |2.00~10.00
é‘ 190616-VR [ [ 0.35~0.75 |2.20~10.00
SNMM 120408-GR 0.20~0.50 | 1.00~7.00
120412-GR [ J 0.25~0.65 | 1.30~7.00
190612-GR [} 0.25~0.65 |1.30~11.50
g’ 190616-GR 0.32~0.85 |1.80~11.50
Ef
&
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item

Available tool holders

Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




Turning Insert (Negative) B

S N Q Q ' Dimensions (mm)
/ ~ Size d t ds

12 12.7 4.76 5.16

d 11 | 15 | 15875 | 6.35 6.35
N 19 | 1905 | 635 | 793
t 25 | 254 | 7.94-952 | 912

(0] square 90° Negative

R Steel D 3DEEFIOEIIDE X R oS3 £ Machining types
o Stainless steel M E 2K J o B TS o e —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 k2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§EE?§§§§§EE§ fn ap
2225083383888 8333883833 3|5 3|(mmrev) (mm)
COooO|00(z=2=2=2Z2=2=2Z2=2=2=2=2Z4a4a4a4adaa4axI

SNMM 120408-GH [ 2N J 0.30~0.60 | 2.50~8.00
120412-GH [ 2N J 0.30~0.70 | 2.50~8.00
150612-GH [ J 0.30~0.70 | 2.50~8.00
190612-GH [ I J [ 2N J 0.30~0.70 | 3.00~8.00
190616-GH ( N o0 0.45~1.00 | 4.00~9.00
190624-GH o0 [ 2N J 0.55~1.20 | 4.00~9.00

%‘ 250724-GH [ 2N ] [ BN ) 0.55~1.20 |5.00~12.00
2 250924-GH oo oo 0.55~1.20 |5.00~12.00
250932-GH 0.55~1.20 |5.00~12.00

SNMM 190612-VH [ 0.50~0.90 |5.00~10.00
190616-VH [ 0.50~1.10 |5.00~10.00
190624-VH ([ ] 0.60~1.20 |6.00~12.00
250716-VH 0.70~1.40 |6.00~15.00
250724-VH [ J [ J 0.70~1.40 6.00~15.00

%‘ 250920-VH 0.70~1.40 |6.00~15.00
T 250924-VH [ 0.70~150 |6.00~14.00
[ General ]

SNMM 190612-VT [ [ J 0.60~1.00 |6.00~13.00
190616-VT [ [ J 0.60~1.10 |6.00~13.00
190624-VT [ 0.60~1.60 |7.00~13.00
250716-VT 0.75~1.60 |7.00~15.00
250724-VT [ J [ J 0.75~1.60 | 7.00~15.00
250920-VT 0.75~1.60 |7.00~15.00

> 250924-VT [ [ J 0.75~1.60 |7.00~17.00
$
[ High feed
cutting ]
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11  3) Code system B26~B27 o : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




B Turning Insert (Negative)

S N OQ r Dimensions (mm)
J 5 =1 ] Size d t <k

; 12 | 127 | 3.18-476 | 5.16
Tt o 15 | 15875 | 4.76 -

19 | 1905 | 476

t 25 | 254 7.94

(0] square 90° Negative

Steel O OEEIIOEIOEEEE o3 £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
=3 Castiron s 808 L2k 2K 4 @ ¥ | @ Continuous cutting
%‘ Non-ferrous metal ® T gGeneral cutting
= Heat resistant alloy, Titanium alloy [ o0 8 8 00 [ 3K 3 & Int ted cutti
Hardened steel z 2 P nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25’§§§§§£§ fn ap
2225308338388 88333883833 3|5 3 (mmhey) (mm)
COOoO0O|0O0|z=2=2=2Z=2Z=2Z2=2Z=2Z=2ZZ2Za4o0o40o40da4lTI
SNMN 120304 0.17~0.45 | 1.00~3.50
120308 0.23~0.60 | 1.50~6.00
120312 0.25~0.60 | 2.00~5.00
120404 0.17~0.45 | 1.00~3.50
> 120408 0.23~0.60 | 1.50~5.00
£ 120412 0.25~0.60 | 2.00~5.00
g 150404 0.20~050 | 1.50~6.00
° 150408 0.25~0.60 | 1.50~6.00
g 150412 0.25~0.60 | 2.00~6.00
g 190416 0.35~0.70 | 2.00~6.00
SNMX 120408R 0.15~0.35 | 1.00~4.00
g
=
3
£
=
8
=
SNUN 120408 0.23~0.60 | 1.50~5.00
120412 0.25~0.60 | 2.00~5.00
190412 0.30~1.00 |3.00~10.00
120412TN 0.25~0.60 | 2.00~5.00
250724TN 0.30~1.20 |3.00~12.00
g
=
[=2)
=]
[
e
£
=
8
=
%) Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11 ) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




TN

QO

Turning Insert (Negative) B

Dimensions (mm)

I Size d t di
1| 635 3.18 240
I g 16 9.525 | 3.18~4.76 | 3.81
- 22 12.7 4.76 5.16
& Triangular 60° Negatlve t 7 18] 6% | 6%
R Steel 4D e = =0 T TS ot £ Machining types
o Stainless steel M E 2K J o B TS o e —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 k2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§E£§§§§§EE§ fn ap
2225386338883 33388883 3|5 3|(mmiev)| (mm)
GG G|00|Z=2=2Z=2Z=Z=Z=Z=Z=ZZa46a46aa6040a4axT
TNGA 110302 0.05~0.30 | 0.20~3.00
110304 0.05~0.30 | 0.40~3.00
160304 0.10~0.35 | 0.40~4.00
160402 0.10~0.30 | 0.20~4.00
160404 0.10~0.35 | 0.40~5.00
= 160408 0.12~0.40 | 0.50~5.00
-.% 220304 0.10~0.35 | 0.50~5.00
3 220402 0.05~0.30 | 0.20~3.00
= 220404 0.10~0.35 | 0.40~5.00
220408 0.10~0.40 | 0.50~5.00
220412 0.12~0.45 | 1.00~5.50
270612 0.12~0.45 | 1.00~7.00
270624 0.20~0.55 | 2.00~7.00
TNGG 160402R-SC [ J 0.03~0.20 | 0.10~1.50
SC 160404R-SC | @ 0054025 | 030200
5 160402L-SC 0.03~020 | 0.10~1.50
160404L-SC 0.05~0.25 | 0.30~2.00
TNGG 110304R 0.05~0.30 | 0.50~2.50
160402R [ J 0.08~0.30 | 0.50~3.50
160404R [ N ] 0.12~0.30 | 1.00~3.50
160408R [ ] 0.15~0.35 | 1.30~3.50
220404R [ J 0.12~0.30 | 1.00~5.00
= 220408R [} 0.15~0.35 | 1.30~5.00
"3 220412R 0.17~0.40 | 1.50~5.00
£ 110304L 0.05~0.30 | 0.50~2.50
g 160402L 0.08~0.30 | 0.50~3.50
== 160404L L) 0.12~0.30 | 1.00~3.50
160408L [ ] 0.15~0.35 | 1.30~3.50
220404L 0.12~0.30 | 1.00~5.00
220408L 0.15~0.35 | 1.30~5.00
220412L 0.17~0.40 | 1.50~5.00
TNGG 160404-VP3 00 [ ] 0.05~0.30 | 0.10~3.00
g 160408-VP3 ®©0 0@ (@ 010045 050500
-
o
E
2
=
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11  3) Code system B26~B27 o : Stock item

Available tool holders

Designation Page Designation Page Designation Page
MTENN B175 PTFNR/L B165, 199 WTJNR/L B167
MTFNR/L B175 PTGNR/L B165 WTXNR/L B167
MTGNR/L B176 PTTNR/L B166
MTJNR/L B176 WTENN B167

Turning




B Turning Insert (Negative)

TN OO

Dimensions (mm)

I Size d t di
1 6.35 3.18 2.40
I g 16 9.525 | 3.18~4.76 | 3.81
- 22 12.7 4.76 5.16
/o\ Triangular 60° Negatlve t T s T om
Steel O DI IIOEEEE XN £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
2 Castiron O IOE XS g ss @ & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§EE?§§§§§EE§ fn ap
TNGN 110302 0.05~0.25 | 0.20~2.50
110304 0.10~0.30 | 0.50~2.50
110308 0.10~0.30 | 0.80~2.50
160302 0.05~0.30 | 0.20~3.00
160304 0.10~0.30 | 0.50~4.00
160308 0.10~0.40 | 0.80~4.00
= 160404 0.10~0.40 | 0.50~4.00
E 160408 0.10~0.40 | 1.00~4.00
£ 160412 0.10~0.50 | 1.50~4.50
3 220404 0.10~0.35 | 1.004.00
= 220408 0.15~0.40 | 1.50~5.00
220412 0.20~0.50 | 1.50~5.00
220416 0.25~0.55 | 1.50~5.00
220424 0.30~0.65 | 2.00~5.00
270630 0.35~0.70 | 2.00~5.00
TNMA 110308 0.05~0.30 | 0.50~3.00
160404 [ BN J 0.10~0.30 | 1.00~4.00
160408 [ 2N J 0.10~0.40 | 1.00~4.00
160412 [ ] 0.10~0.50 | 1.50~4.50
160416 [ ] 0.15~0.55 | 1.50~4.50
220404 0.10~0.35 | 1.00~4.00
= 220408 [ J 0.15~0.40 | 1.50~5.00
% 220412 ° 0.20~0.50 | 1.50~5.00
é 220416 [ ] 0.25~0.55 | 1.50~5.00
220420 0.30~0.65 | 2.00~5.00
220432 0.35~0.70 | 2.00~5.00
270608 0.20~0.45 | 2.00~7.00
270612 0.25~0.55 | 3.00~7.00
270616 0.30~0.65 | 3.00~7.00
330924 0.35~0.75 | 3.00~9.00
TNMG 160404-VB [ ] ( AN I BN J [ J 0.10~0.35 | 0.30~1.50
160408-VB [ ] ( AN I BN J [ J [ J 0.15~0.45 | 0.50~7.00
VB 160412-VB [ J [ J
220408-VB [ ] [ J 0.15~0.45 | 0.50~2.50
g _ 220412-VB 0.20~0.50 | 0.70~2.50
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MTENN B175 PTFNR/L B165, 199 WTJNR/L B167
MTFNR/L B175 PTGNR/L B165 WTXNR/L B167
MTGNR/L B176 PTTNR/L B166
MTJNR/L B176 WTENN B167

Turning




Turning Insert (Negative) B

Dimensions (mm)

TN OO

@ Triangular 60° Negative

— Size d t di
11 6.35 3.18 2.40
i 16 9.525 4.76 3.81
22 127 4.76 5.16

Steel D 3DEEFIOEIIDE X R oS3 £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 k2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§E£E§§§§§§E§ fn ap
SS55 8858 0EEEE558 85558 s 8 omm @
TNMG 160404-VL [ [ J 0.05~0.25 | 0.10~1.00
= 160408-VL [ [ ] [ ] [ ] 0.10~0.35 | 0.20~1.50
£ 160412-VL [ J 0.15~0.40 | 0.20~1.50
£ 220408-VL 0.10~0.35 | 0.20~1.50
220412-VL 0.10~0.35 | 0.50~2.00
TNMG 110304-VF ( N [ J 0.05~0.20 | 0.20~1.00
160404-VF | @ [ J [ (] 0.07~0.30 | 0.50~1.50
= 160408-VF L) ° 0.10~040 | 0.50~1.50
_§ 160412-VF 0.15~0.50 | 0.50~1.50
ic 220404-VF [ J [ J 0.10~0.40 | 0.50~1.50
220408-VF 0.10~0.40 | 0.50~1.50
TNMG 160404-VW 0.10~0.35 | 0.30~3.00
160408-VW 0.10~0.40 | 0.30~3.00
[wiper]
.E’ HA TNMG 160404-HA [ J oo 0.05~0.30 | 0.80~3.50
2 160408-HA ® @@ 010040 080-350
2 AN 160412-HA 0.13~0.55 | 0.80~3.50
% L2250 220408-HA ° 0.10~040 | 0.80~5.30
=
2 TNMG 110304-LP 0.07~0.30 | 0.30~1.50
= LP 110308-LP 0.10-0.30 | 030~1.50
= @ 160404-LP e o o 0.100.35 | 0.30~2.00
- 160408-LP e o o 0.10~0.40 | 0.50~2.50
-% A 160412-LP e o 0.13~0.45 | 0.80~3.00
=
> TNMG 160404-VC e o o 0.10~0.35 | 0.30~2.00
= VC 160408-VC e o o 015400 | 0.50~3.00
-% s 160412-VC e o o 0.15~4.50 | 0.50~3.00
= e 220408-VC [ ] [ ] 0.15~0.40 | 0.50~3.00
-§ ' ' 220412-VC e o 0.15~045 | 0.50~3.00
=
2 VP2 TNMG 160404-VP2 o0 000 [ 0.05~0.30 | 0.10~3.00
B 160408-VP2 o0 000 [ ] 0.10~0.45 | 0.50~5.00
= 160412-VP2 @000 O [013-05]080-330
E 220404-VP2 [ 2N J [} 0.05~0.30 | 0.80~5.00
2 220408-VP2 oo o 0.10~0.40 | 0.80~5.00
=
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MTENN B175 PTFNR/L B165, 199 WTJNR/L B167
MTFNR/L B175 PTGNR/L B165 WTXNR/L B167
MTGNR/L B176 PTTNR/L B166
MTJNR/L B176 WTENN B167

Turning




B Turning Insert (Negative)

TN OO

Dimensions (mm)

I Size d t di
1 | 635 3.18 240
I g 16 9.525 | 3.18~4.76 | 3.81
- 22 12.7 4.76 5.16
/o\ Triangular 60° Negative t 2T 15875 8% 8%
Steel D ADEEFIOEIIDE X R oS3 £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
2 Cast iron (2K 2% 2K 2K 2K J L2k 2K 4 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation S828gzs8§88z2c88888228 n ap
2220388838888 33338383383 8|z 8|(mmiev) (mm)
O0CO0|0O0|lz=2=Z=Z=Z=Z=Z=Z=Z=Zaaacaaaanclxx
= TNMG 110304-VQ 0.05~0.30 | 0.50~3.00
E’ 160404-VQ ([ 3 BN BN BN J 0.05~0.30 | 0.80~3.50
E’ 160408-VQ ([ J [ AN N J 0.08~0.40 | 0.80~3.50
% 160412-VQ 0.10~0.40 | 0.80~3.50
= 220404-VQ 0.05~0.35 | 0.80~4.00
TNMG 110308-HM [ ] 0.17~0.40 | 1.50~3.00
= 160404-HM 00 [ J [ 0.05~0.30 | 0.90~4.00
-§ 160408-HM ® 0 00 o 0.10~0.50 | 1.00~4.00
£ 160412-HM ° 0.13~0.60 | 1.30~4.00
2 220404-HM oo e 0.15-045 | 0.60~5.00
= 220408-HM ° 0.18~0.48 | 0.80~5.80
TNMG 160404-MK oo 0.05~0.30 | 0.90~3.50
160408-MK ([ J 0.10~0.50 | 1.00~4.00
160412-MK ([ 0.12~0.60 | 1.20~4.50
g 160416-MK 0.13-060 | 1.20~4.50
3 220404-MK 0.17~0.45 | 1.50~5.00
£ 220408-MK 021~050 | 1.30~5.50
g 220412-MK 023-052 | 140650
220416-MK 0.25~0.53 | 1.60~6.00
270612-MK 0.25~0.55 | 3.00~7.00
TNMG 160404-MM o000 [ BN I J 0.10~0.40 | 0.50~4.80
160408-MM o000 [ 3N N J 0.12~0.45 | 0.50~4.80
o 160412-MM [ BN 2N J [ J 0.18~0.65 | 0.50~4.80
iz 160416-MM 0.18~0.65 | 0.50~4.80
£ 220404-MM 0.10~0.40 | 0.506.50
% 220408-MM [ B 3N J [ X ) 0.12~0.45 | 0.50~6.50
= 220412-MM [ BN N J [ N J 0.15~0.60 | 0.50~6.50
220416-MM 0.18~0.65 | 0.50~6.50
TNMG 110308-MP [ J [ J 0.15~0.42 | 0.50~3.50
160404-MP ([ ] [ ] [ N o0 o0 [ ) 0.10~0.40 | 0.40~3.50
160408-MP [ ] [ ] [ J [ BN I J [ 3N ] 0.15~0.45 | 0.50~4.00
.g 160412-MP [ ] [ ] [ J ® 00 e o 0.15~0.50 | 0.80~4.50
3 160616-MP 0.18~0.50 | 1.00~4.50
E 220404-MP e o o X0 0.10~0.35 | 0.40~5.00
é 220408-MP [ ] [ ] [ ] [ BN N J 0.15~0.45 | 0.50~5.50
220412-MP [ ] [ ] [ J [ By I J 0.15~0.50 | 0.80~6.00
220416-MP (] [ ] [ ] 0.20~0.55 | 1.00~6.00
270612-MP 0.28~0.60 | 1.20~8.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MTENN B175 PTFNR/L B165, 199 WTJNR/L B167
MTFNR/L B175 PTGNR/L B165 WTXNR/L B167
MTGNR/L B176 PTTNR/L B166
MTJNR/L B176 WTENN B167

Turning




Turning Insert (Negative) B

Dimensions (mm)

TN OO

I Size d t di
1 6.35 3.18 2.40
i 16 9.525 4.76 3.81
- 22 12.7 4.76 5.16
@ Triangular 600 Negatlve t g; 11555_80755 7_9?1?5_52 sgg
Steel O DI IIOEEEE XN £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 k2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® % gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§£2§§§§§22§ fn ap
™ AN N |y AN(D M MM M LHO O O O O O LD O O O 0O | v~ O
5558822828228 28RRRRR 2 g (M
TNMG 110308-VM 0.05~0.30 | 0.80~4.00
= VM 160404-VM | @ ([ [ 2N J [ 2N J 0.05~0.30 | 0.90~5.00
E ) 160408-VM | @ [ J [ 2 BN BN BN J [ N ) [ J 0.10~0.50 | 1.00~5.00
‘é & 160412-VM | @ 0 0 0.13-0.60 | 1.30~5.00
5 N 220404-VM [ 2N 0.05~0.30 | 0.90~6.60
é — 220408-VM ([ [ [ 2N J [ J 0.10~0.50 | 1.00~6.60
220412-VM 0.13~0.60 | 1.30~6.60

TNMG 160404-VP3 o0 000 ® @ 0.05~0.30 | 0.10~3.00
160408-VP3 o0 000 ® @ 0.10~0.45 | 0.50~5.00
160412-VP3 0.20~0.40 | 0.50~3.50
220404-VP3 0.20~0.30 | 0.80~4.00

2 VP3 220408-VP3 0.25~0.35 | 0.80~5.00
E 220412-VP3 0.30~0.40 | 1.00~5.00
'g’ 220416-VP3 0.30~040 | 1.00~5.00
3
=
LW TNMG 160408-LW 0.15~0.50 | 0.70~4.50
160412-LW 0.20~0.60 | 1.00~5.00
A
LB
[wiper]

TNMG 110308-B25 0.17~0.40 | 1.50~3.00
160404-B25 | @ [ J [ J [ BN N J 0.17~0.45 | 2.00~3.50
160408-B25 | @ [ J [ J [ BN N J [ J 0.17~0.55 | 2.00~3.50
160412-B25 [ J [ [ J ([ 0.25~0.55 | 2.00~3.50
160416-B25 0.30~0.60 | 2.50~3.00
220404-B25 [ J [ BN N J 0.17~0.45 | 1.50~5.00
220408-B25 [ J [ BN N J 0.17~0.55 | 2.00~5.00
220412-B25 [ [ 2 AN J 0.25~0.55 | 2.00~5.00
220416-B25 [ ] [ ] [ ] 0.30~0.60 | 2.00~5.00
220424-B25 0.35~0.70 | 3.00~7.00
220432-B25 0.40~0.75 | 3.50~7.00
270608-B25 [ J 0.17~0.55 | 2.00~5.00
270612-B25 ® 00 0.25~0.55 | 3.00~7.00
270616-B25 0.30~0.60 | 3.00~7.00
330716-B25 [ [ J 0.35~0.70 | 3.00~9.00
330924-B25 0.40~0.80 | 3.00~9.00

%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MTENN B175 PTFNR/L B165, 199 WTJNR/L B167
MTFNR/L B175 PTGNR/L B165 WTXNR/L B167
MTGNR/L B176 PTTNR/L B166
MTJNR/L B176 WTENN B167

Turning




B Turning Insert (Negative)

TN OO

/o\ Triangular 60° Negative

Dimensions (mm)

— Size d t di
16 9.525 4.76 3.81
I g 22 12.7 4.76 5.16

27 15.875 6.35 6.35
t 33 19.05 | 7.94~0.52 | 7.93

Steel D IDEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
2 Cast iron (2K 2% 2K 2K 2K J L2k 2K 4 @® & | @ Continuous cutting
B Non-ferrous metal ® ¥ | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§£25’§§§§§2§ fn ap
2220388383888 8333338338 3|z 8|(mmhev) (mm)
O0O0|0O0|lz=2=2=2=2==2=2==Zaaaaaax I

TNMG 160408-GR [ BN ) 0.20~0.50 | 1.00~7.00
160412-GR [ ] 0.23~0.54 | 1.20~8.00
220408-GR ® 000 0.22~0.61 | 1.10~7.80
220412-GR 00 0.28~0.78 | 1.20~7.80

2 220416-GR ° 031~0.75 | 150~7.80
® 270608-GR ° 031~0.75 | 1507.80
& 270612-GR o0 0.31~0.75 | 1.50~7.80
270616-GR [ J 0.36~1.00 | 1.60~7.80
330924-GR [ J 0.40~1.00 | 2.00~9.00
TNMG 160408-RK ( 3N ] 0.23~0.53 | 1.50~5.00
160412-RK [ 2N 0.28~0.53 | 1.80~5.00
N RK 160416-RK ° 0.28~0.53 | 1.80~5.00
-% Prev) 220408-RK ° 0.23~0.53 | 1.50~6.00
DS: 220412-RK [ J 0.28~0.53 | 1.80~6.00

220416-RK [ J 0.28~0.63 | 2.00~6.00

TNMG 160404-RM 0 00 00 0.10~0.50 | 2.00~5.50
160408-RM 0 00 00 0.15~0.55 | 2.00~5.50

2 160412-RM 0 0.20~0.60 | 2.00~550

® 220408-RM oo o ° 0.10~0.50 | 2.00~7.50

& 220412-RM oo o ° 0.15~0.55 | 2.00~7.50

220416-RM 0.25~0.70 | 2.00~7.50

VP4 TNMG 160408-VP4 [ ] 0.15~0.35 | 1.00~4.00

E ) 160412-VP4 o 0.20~040 | 1.00~4.00
=
2
&

TNMG 160404-VR 0.20~0.50 | 0.80~7.00
160408-VR 0.25~0.55 | 1.20~7.00
160412-VR 0.35~0.65 | 1.70~7.00

= VR 160416-VR 0.35~0.70 | 2.00~10.0
% 220408-VR 0.35~0.70 | 2.00~10.0
3 220412-VR 0.35~0.70 | 2.00~10.0
= 220416-VR 035075 | 220-10.0
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MTENN B175 PTFNR/L B165, 199 WTJNR/L B167
MTFNR/L B175 PTGNR/L B165 WTXNR/L B167
MTGNR/L B176 PTTNR/L B166
MTJNR/L B176 WTENN B167

Turning




Turning Insert (Negative) B

Dimensions (mm)

TN OO

I Size d t di
16 9.525 4.76 3.81
I Ta 22 127 4.76 5.16
27 15.875 6.35 6.35
. o H 1] 33 | 19.05  7.94~952 | 7.93
& Triangular 60 Negatlve
Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2 —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K 2 # Int ted cutti
Hardened steel s 8 [ 3 7 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25’§§§§§E§ fn ap
22200/ 88383888333388888 3|z 8|(mmrev) (mm)
CooO|00(z=2=2=2Z2=2=2=2=2=2=2Z4a4a4aadaaa4cadxI
TNMM 220408-GR 0.22~0.61 | 1.10~7.80
= 220412-GR 0.28~0.78 | 1.20~7.80
= % 220416-GR 0.31~0.75 | 150~7.80
e 4
o« £ re = ¥

TNMM 160408-GH 0.20~0.50 | 1.00~7.00
220408-GH 0.25~0.60 | 1.30~7.00

GH 220412-GH [ ] 0.20~0.50 | 1.00~8.00
220416-GH 0.25~0.60 | 1.30~8.00

Y 270616-GH 0.32~0.70 | 1.80~8.00

Z e < 270624-GH 0.35~0.50 | 1.80~13.00
330924-GH 0.35~0.70 |2.30~13.00

2 TNMN 160408 0.10~0.30 | 1.00~4.00

g 220408 ° 0.15~0.40 | 1.50~5.00

2 220412 0.20~0.50 | 1.50~5.00

£

2

=

TNMX 160404R-SR 0.10~0.35 | 0.70~3.50
160408R-SR 0.12~0.40 | 1.00~3.50
160404L-SR 0.10~0.35 | 0.70~3.50
160408L-SR 0.12~0.40 | 1.00~3.50

[Shaft]

SH TNMX 160404R-SH [ [ J 0.15~0.30 | 0.50~4.00
160408R-SH [ J [ J 0.15~0.45 | 1.00~4.00
160404L-SH [ J [ J 0.15~0.30 | 0.50~4.00
160408L-SH [ J [ J 0.15~0.45 | 1.00~4.00

[Shaft]

TNMX 160402R o0 0.10~0.30 | 0.50~3.00
160404R [ J o000 0.12~0.30 | 1.00~3.50
160408R [ BN BN J 0.15~0.35 | 1.30~3.40
220404R 0.12~0.30 | 1.00~5.00
220408R 0.15~0.35 | 1.30~5.00
160404L [ 2N BN J 0.12~0.30 | 1.00~3.50
160408L [ J [ J 0.15~0.35 | 1.30~3.40

%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MTENN B175 PTFNR/L B165, 199 WTJNR/L B167
MTFNR/L B175 PTGNR/L B165 WTXNR/L B167
MTGNR/L B176 PTTNR/L B166
MTJNR/L B176 WTENN B167

Turning




B Turning Insert (Negative)
VN OO

~5~ Rhombic 35° Negative

Dimensions (mm)
Size d t dh
16 9.525 4.76 3.81

Steel D ADEEFIOEIIDE X R K £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Cast iron (2K 2% 2K 2K 2K J k 2 k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® 8| gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] ® 0% 8 00 ¢ [ B 2 & Int ted cutti
Hardened steel s 8 [ 2K 3 nterrupted cutling
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25’§§§§§E§ fn ap
22200/ 88838883333883888 3|5 8|(mmrev) (mm)
CooO|00(z=2=2=2=2=2=2=2=2=Z2Z4a40a4aa0adaadcd XX
=3 VNGG 160408-HA [ J 0.10~0.40 | 0.80~3.50
s HA
<
- =S
2
=
> VNGG 160404-VP3 [ BN 3N J [ J 0.05~0.30 | 0.10~3.00
£ VP3 160408-VP3 0.10~0.45 | 0.50~5.00
o
£ -
=
3
=
VNMG 160404-VB [ J [ AN N BN J [ J ([ 0.10~0.35 | 0.30~1.50
VB 160408-VB @6 ©/eee o o 0.15~0.45 | 0.50~2.00
* 160412-VB [ [ J 0.20~0.45 | 0.80~2.50
VNMG 160402-VF [ J ([ 0.06~0.20 | 0.30~1.00
VF 160404-VF [ 2N J ([ ([ [ J 0.08~0.30 | 0.50~1.50
160408-VF [ J [ BN ) [ J 0.10~0.40 | 0.50~1.50
ﬁ%*" 160412-VF 0.15~0.50 | 0.50~1.50
VNMG 160404-VL [ J [ J [ J [ J ([ 0.05~0.20 | 0.10~1.00
VL 160408-VL (@ @ e o o 0.10~0.25 | 0.20~1.50
ﬁ 160412-VL [ J 0.15~0.30 | 0.50~2.00
[Mild steel]
2 VNMG 160404-HA [ J 0.08~0.35 | 0.50~3.00
2 HA 160408-HA 0.10~0.40 | 0.80~3.50
Sg-’ _.'..=~.
2
2 VNMG 160404-LP [ J [ J 0.10~0.35 | 0.30~1.50
3 Lp 160408-LP ) 0.10~0.40 | 050~2.00
< fhew] 160412-LP e o 0.10~045 | 0.80~2.50
>
3
8
=
b= VNMG 160404-VC [ J [ J [ J [ J 0.10~0.35 | 0.30~2.00
'} VC 160408-VC | ® e o 0.15~4.00 | 0.50~3.00
:g - 160412-VC [ [} 0.15~0.40 | 0.80~3.00
._E
=
@ Cutting edge geometry A52~A61 -@ Recommended chip breaker B04~B11 @ Code system B26~B27 e Stock item
Available tool holders
Designation Page Designation Page
MVJNR/L B176 MVVNN B177
MVQNR/L B177 MVUNR/L B203

Turning




Turning Insert (Negative) B

Dimensions (mm)
Size d t di

16 9.525 | 4.76 3.81
22 12.7 4.76 5.16

VN

~5~ Rhombic 35° Negative

Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2 —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K 2 # Int ted cutti
Hardened steel g = o 3 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation S8 28858883z 288888228 n ap
2220388338888 8333883838 3|5 3| (mmrey) (mm)
COoOo|l0o0|z=2=2Z=2=2=2=2Z2=2=224aa0a4aad4aadc I
2 VNMG 160404-VQ (@ © © | ® © 0.10~0.40 | 0.50~3.50
3 VQ 160408-VQ (@ e©|® ® 0.12~045 | 0.50~350
2 160412-V 0.15~0.45 | 0.80~350
| - :
=
= [Cermet]
HM VNMG 160404-HM [ J [ J [ J 0.13~0.40 | 0.80~3.80
160408-HM [ J [ J [ J 0.20~0.45 | 0.80~4.50

i 160412-HM ° 0.10-0.60 | 1.004.00

VNMG 160404-MK ° 008045 | 050-3.00

MK @ 160408-MK °oe0 010-050 | 1.00~350
‘ 160412-MK ° 020050 | 150400
VNMG 160404-MM eo o o0 010040 | 050480

MM 160408-MM o0 o o0 0.120.45 | 0.50~4.80

160412-MM 0.15~0.60 | 0.50~4.00

Medium cutting | Medium cutting | Medium cutting | Medium cutting | Medium cutting

VNMG 160404-MP e o o oo o ) 010040 | 0.40~350

MP@ 160408-MP e © o0 o000 ) 015045 | 050400

6 160412-MP e o o 015050 | 0.80~4.50

160616-MP 018050 | 1.00~4.50

RM  |VNMG 160404-RM 010050 | 2.00-5.00

Prev) 160408-RM 015055 | 2.00~5.00

i 160412-RM 0.200.60 | 2.00-5.00

VNMG 160404-VM | @ o0 ) 008045 | 0.50~3.50

160408-VM | ® eoo0o oo o o 010050 | 1.00~4.00

.g 160412-VM 0.20~050 | 1.50~4.00

3 220404-VM 008045 | 1.00~5.00

E 220408-VM 0.10~050 | 1.50-5.00
k:

= VNMG 160404-VP3 XXX X @ | 0.05-0.30 | 0.10-3.00

El 160408-VP3 ©0 000 O @ 010045 050500

% 160412-VP3 0.20~0.40 | 050~350
=

%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27

. Stock item

Available tool holders

Designation Page Designation Page
MVJNR/L B176 MVVNN B177
MVQNR/L B177 MVUNR/L B203

Turning




B Turning Insert (Negative)

WN O

[0\ Trigon 80° Negative

Dimensions (mm)
Size d t ch

06 9.525 | 4.76 3.81
08 127 4.76 5.16

° Steel - O %T ¥ 0% 068 T EE £ £ Machining types
o Stainless steel M s e o B TS [ 2K 2K ) e
=3 Castiron s 808 E 2 @ ¥ | @ Continuous cutting
%‘ Non-ferrous metal [ B 2 & General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25’§§§§§2§ fn ap
2220388388888 3333383383 3|z 8|(mmrev) (mm)
OO0z =2=2=2=2=2=2=2=2=2Z24aa0a4aa0adaa4ad I
> VP3 WNGG 080404-VP3 0.10~0.45 | 0.50~5.00
E
3
=
WNMA 060404 0.10~0.30 | 0.50~3.00
060408 [ J 0.10~0.30 | 0.50~3.00
= 060412 0.10~0.40 | 1.00~3.00
% 080404 ° 0.15~0.60 | 1.00~5.00
:o_: 080408 [ J 0.15~0.60 | 1.00~6.00
080412 [ J 0.15~0.70 | 1.50~6.00
080416 0.15~0.70 | 1.50~6.00
VB WNMG 080404-VB [ J [ J [ J 0.10~0.35 | 0.30~1.50
080408-VB [ J [ J [ J 0.15~0.45 | 0.50~2.00
080412-VB [ J [ J 0.18~0.45 | 0.80~2.50
WNMG 060404-VF [ J [ 0.07~0.30 | 0.50~1.50
060408-VF 0.10~0.40 | 0.50~1.50
080404-VF [ [ 0.07~0.30 | 0.50~1.50
080408-VF [ 0.10~0.40 | 0.50~1.50
080412-VF 0.20~0.50 | 0.50~1.50
VL WNMG 060404-VL 0.05~0.25 | 0.20~1.50
080404-VL 0.05~0.25 | 0.10~1.00
080408-VL [ J [ J 0.10~0.35 | 0.20~1.50
VW WNMG 060404-VW 0.05~0.30 | 0.40~3.00
; 060408-VW 0.08~0.30 | 0.40~3.50
4 g N 080404-VW 0.10~0.30 | 0.50~3.00
“ 080408-VW 0.1540.50 | 0.504.00
080412-VW 0.18~0.50 | 1.00~4.00
[wiper]
2 WNMG 060404-HA [ BX J 0.05~0.30 | 0.10~3.00
= 060408-HA ® ® 010040 0.80~350
= 080404-HA ®|® 005030 080-350
= 080408-HA [ AN ] 0.10~0.40 | 0.80~3.50
g 080412-HA 0.13~055 | 0.80~3.50
=
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 @ : Stock item
Available tool holders
Designation Page Designation Page
MWLNR/L B177 WWLNR/L B168
PWLNR/L B200

Turning




Turning Insert (Negative) B

Dimensions (mm)

WN O

(0\ Trigon 80° Negative

Size d t di
06 9.525 4.76 3.81
T 1 |4 08 12.7 4.76 5.16

R Steel D 3DEEFIOEIIDE X R oS3 £ Machining types
8 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
faz_ Castiron (3K 2k 2K Bk 2K J k 2 k 2 @® & | @ Continuous cutting
5 Non-ferrous metal (2K J & General cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K J ’
Hardened steel S ® 3 #® Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£2§«3§§§§2§ fn ap
2235988338388 S33388383 3 5 8 (mmev)| (mm)
O 000 |IZZ2Z2Z2 222222000000 IT
o WNMG 06T308-LP 0.70~0.30 | 0.30~150
= LP P 060404-LP 0.07~0.30 | 0.30~1.50
-% 060408-LP e o 0.10~0.30 | 0.30~150
= 080404-LP e o o 0.10~0.35 | 0.30~2.00
§ 080408-LP e o o 0.10~0.40 | 0.50~2.50
= 080412-LP e o o 0.13~0.45 | 0.80~3.00
2 VC WNMG 080404-VC e o 0.15~0.40 | 0.15~4.00
2 080408-VC e o 0.15~0.45 | 0.15~4.50
E 080412-VC e o o 0.15~0.45 | 0.15~4.50
2
]  vp2  |WNMG 080404-VP2 e o 0.10~0.45 | 0.50~5.00
2 080408-VP2 ° eo0ee000 O 0.12~050 | 0.50~5.00
§ 080412-VP2 @0 000 (O [00503) 010300
2
o WNMG 060404-VQ 0.05~0.30 | 0.50~4.00
= VQ 060408-VQ 008~0.30 | 0.80~4.00
-% 060412-vVQ 0.10~0.30 | 1.00~4.00
t 080404-VQ (@ @ @ @ 0.05~0.30 | 0.50~4.00
% 080408-VQ (@ @ @ @ 0.08~0.40 | 0.80~4.00
= [Cermet] 080412-VQ 0.10~0.35 | 0.80~3.50
o WNMG 060404-HM ° 0.15~0.43 | 0.42~3.00
£ 060408-HM e o ) 0.10~0.50 | 1.00~4.00
£ 080404-HM o o ° 0.15~0.42 | 0.50~4.20
2 080408-HM o000 ° 0.10-050 | 1.00-5.00
= 080412-HM ® 0.10~0.50 | 1.00~5.00
2 WNMG 060408-MK ' ) 0.08~0.30 | 0.80~2.50
£ 080404-MK ° 0.10~0.45 | 1.00~3.00
§ 080408-MK ° 0.10~0.50 | 1.00~3.50
g 080412-MK ° 0.10~050 | 1.00~4.00
= 080416-MK 0.13~0.50 | 1.20~4.20
WNMG 06T304-MM 0.08~0.35 | 0.50~4.00
06T308-MM 0.10~0.40 | 0.50~4.00
o 06T312-MM 0.12~045 | 0.50~4.00
£ 060404-MM 0.08~0.35 | 0.50~4.00
£ 060408-MM o0 ° 0.10~0.40 | 0.50~4.00
2 060412-MM o0 ° 0.12-045 | 050~4.00
= 080404-MM ) L ) 0.10~0.40 | 0.50~4.00
080408-MM XXX o0 0.12~0.45 | 0.50~4.00
080412-MM XXX Y0 0.15~0.60 | 0.50~4.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MWLNR/L B177 WWLNR/L B168

PWLNR/L B200

Turning




B Turning Insert (Negative)

WN O

/0\ Trigon 80° Negative

Dimensions (mm)

Size d t di
06 9.525 4.76 3.81
08 12.7 4.76 5.16
13 19.05 6.35 7.93

R Steel D ADEEFIOEIIDE X R ) £ Machining types
o Stainless steel M s e o B TS [ 2K 2K ) e
2 Cast iron (2K 2% 2K 2K 2K J k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ o0 8 8 00 [ 3K 3 .
Hardened steel S ® 3 # Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation 8%§§§§§§§§§§§§§§§§EE§ fn ap
2220088333888 88333388383 3|5 8 (mmirev) (mm)
CooO|00(z=2=2=2=2=2=2=2=2=Z2Z4a40a4aa0adaadcd XX
WNMG 06T304-MP 0.10~0.40 | 0.40~2.80
06T308-MP 0.15~0.45 | 0.50~3.00
MP 060404-MP [ [} [ J [ J 0.10~0.40 | 0.40~2.80
fnew] 060408-MP [ [ J [ 3N J [ 0.15~0.45 | 0.50~3.00
060412-MP 0.15~0.50 | 0.80~3.20
080404-MP [ [ J ([ ([ BN BN J [ 2 I J 0.10~0.40 | 0.40~4.00
080408-MP o [} [ [ BN BN J [ BN 2N J 0.15~0.45 | 0.50~4.50
080412-MP [ [ J ([ [ BN BN J [ 2N J 0.15~0.50 | 0.80~5.00
080416-MP [ ] [ ] [ ] 0.18~0.55 | 0.10~5.00
WNMG 060404-VM ([ [ 2N J 0.10~0.45 | 1.00~3.50
060408-VM [ 2N J ([ [ 2N J 0.10~0.50 | 1.00~4.00
g 060412-VM 0.13~0.60 | 1.304.00
3 080404-VM ([ ([ [ 2N J 0.05~0.30 | 0.90~5.00
E 080408-VM [ 2 B B J [ 2N ] [ J ([ J 0.10~0.50 | 1.00~5.00
8 080412-VM ° ° o0 0.10~0.50 | 1.00-5.00
080416-VM 0.10~0.50 | 1.20~5.00
WNMG 060408-VP3 0.60~0.38 | 0.40~3.50
= 060412-VP3 0.60~0.38 | 0.40~3.50
E 080404-VP3 o0 000 ® @ 0.10~045 | 0.50~5.00
E 080408-VP3 o0 000 ® @ | 0.12~0.50 | 0.50~5.00
% 080412-VP3 [ BN BN BN N J ® @ 005~0.30 | 0.10~3.00
= 130612-VP3 0.20~0.40 | 1.00~5.00
- WNMG 060408-LW [ [ J [ J 0.15~0.60 | 0.50~3.50
£ 060412-LW 0.20~0.70 | 0.80~3.50
3 080408-LW [ [ J [ [ 0.15~0.60 | 1.00~5.00
E 080412-LW 020~0.70 | 1.00~6.00
8
=
WNMG 080404-B25 [ J [ J ([ 0.17~0.45 | 1.00~5.00
080408-B25 [ J [ 2 AN J 0.23~0.60 | 1.50~5.00
080412-B25 [ ] [ ] [ ] 0.25~0.60 | 2.00~5.00
WNMG 080404-GR 0.15~0.50 | 0.08~6.00
2 080408-GR ® 000 0.20~0.50 | 1.00~7.00
'§’ 080412-GR [ N B BN J 0.25~0.50 | 1.30~7.00
& 080416-GR 0.25~0.60 | 1.80~6.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MWLNR/L B177 WWLNR/L B168
PWLNR/L B200

Turning




Turning Insert (Negative) B

Dimensions (mm)

WN O

(0\ Trigon 80° Negative

Size d t di
06 9.525 4.76 3.81
T | 08 12.7 4.76 5.16
10 15875 | 6.35 6.35

13 19.05 | 6.35 7.93

Steel L D DI IIOEEEE XN £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 25 2K 2k 2K J L2k 2K 4 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K J ’
Hardened steel S ® 3 #® Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£2§«3§§§§2§ fn ap
2220088838388 8333388888 3|5 8|(mmrev) (mm)
COO0|0O0|lzZz=2=Z=2=2=2=2==2=2Z4aaa4aaaaadalX
WNMG 060408-RK 0.10~0.40 | 1.00~3.50
060412-RK 0.23~0.40 | 1.50~5.00
= RK D 080404-RK ° 0.23~0.50 | 1.50~6.00
® 080408-RK (X 0.23-053 | 150~6.00
& 080412-RK o0 0.28~0.53 | 1.80~6.00
080416-RK [ J 0.25~0.60 | 2.00~6.00
WNMG 060404-RM [ 2N ) 0.10~0.50 | 1.50~3.00
RM 060408-RM o0 0.15~0.55 | 1.50~3.00
2 @ 060412-RM 0 0.20~060 | 150~3.00
® @ 080404-RM LK) °0 0.10~0.50 | 2.00~4.00
] £ \ 080408-RM eo oo oo o 0.15~0.55 | 2.00~4.00
080412-RM [ B BN BN J [ J 0.20~0.60 | 2.00~4.00
I VP4 WNMG 080408-VP4 (] 0.15~0.35 | 1.00~4.00
2 Prev] 080412-VP4 ° 0.20~0.40 | 1.00~4.00
<
g
i
WNMG 060408-VR 0.20~0.40 | 1.00~6.00
o VR 080404-VR 0.20-050 | 0.80~7.00
£ ‘ 080408-VR 0.25~0.55 | 1.20~7.00
05__' 080412-VR 0.30~0.60 | 1.50~7.00
080416-VR 0.40~0.60 | 1.50~4.00
2 B25 WNMM 100608-B25 ([ ] 0.30~0.80 | 3.00~8.00
'g’ 130612-B25 0.40~0.90 |4.00~10.00
‘g //Q N
] o
WNMX 080404R-SR 0.10~0.35 | 0.70~3.00
SR 080408R-SR 0.12-040 | 100-300
@ 080404L-SR 0.10~0.35 | 0.70~3.00
a2\ 080408L-SR 0.12-0.40 | 100-3.00
[Shaft]
2 SH WNMX 080404R-SH 0.15~0.30 | 1.00~4.00
§ j 080408R-SH 0.15~0.50 | 1.50~5.00
g / Y \ 080404L-SH 0.15~0.30 | 1.00~4.00
5 i 080408L-SH 0.15~0.50 | 1.50~5.00
= %ﬂ]
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MWLNR/L B177 WWLNR/L B168
PWLNR/L B200

Turning




B Turning Insert (Positive)

CC

/5] Rhombic 80° Positive
Relief Angle: 7°

Dimensions (mm)

Size d t di
03 3.5 1.39 1.9
04 4.3 1.79 2.3
06 6.35 2.38 2.8
09 9.525 3.97 44

R Steel D ADEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
2 Cast iron (2K 2% 2K 2K 2K J k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® 2| gGenenal cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§§§§§§§§§§§§§§EE§ fn ap
2225386338888 E33338883 3|5 3|(mmrev)| (mm)
COoO0|l0o0|z=2=Z=2=2Z=2=2Z2=2=2Z224aa0a4aa0adaa X
CCET 0301005R 0.01~0.05 | 0.10~0.30
030101R 0.01~0.05 | 0.10~0.30
030102R 0.01~0.05 | 0.10~0.30
030104R 0.01~0.05 | 0.10~0.30
0401005R 0.01~0.10 | 0.10~0.50
040101R 0.01~0.10 | 0.10~0.50
040102R 0.01~0.10 | 0.10~0.50
040104R 0.01~0.10 | 0.10~0.50
0301005L 0.01~0.05 | 0.10~0.30
030101L 0.01~0.05 | 0.10~0.30
030102L [ ] [ AN ] 0.01~0.05 | 0.10~0.30
030104L 0.01~0.05 | 0.10~0.30
0401005L 0.01~0.10 | 0.10~0.50
040101L 0.01~0.10 | 0.10~0.50
040102L [ ] [ 2N ] 0.01~0.10 | 0.10~0.50
040104L [ J 0.01~0.10 | 0.10~0.50
CCET 0602005MFR-KF [ J [ J 0.01~0.06 | 0.04~1.30
060201MFR-KF [ J [ J 0.02~0.08 | 0.05~1.50
060202MFR-KF [ J [ J 0.03~0.11 | 0.06~1.70
09T3005MFR-KF [ J [} 0.02~0.08 | 0.05~1.50
KF 09T301MFR-KF ) ) 0.03~0.11 | 0.06~1.70
09T302MFR-KF [ J [ J 0.04~0.15 | 0.08~2.00
0602005MFL-KF [ J [} 0.01~0.06 | 0.04~1.30
060201MFL-KF [} [} 0.02~0.08 | 0.05~1.50
[High precision] 060202MFL-KF [ J [ J 0.03~0.11 | 0.06~1.70
09T3005MFL-KF [ J [ J 0.02~0.08 | 0.05~1.50
09T301MFL-KF [ J [ J 0.03~0.11 | 0.06~1.70
09T302MFL-KF [ J [ J 0.04~0.15 | 0.08~2.00
CCET 0602005MFR-KM [ J [ J 0.01~0.06 | 0.04~1.30
060201MFR-KM [ J [ J 0.02~0.08 | 0.05~1.50
060202MFR-KM [ J [ J 0.03~0.11 | 0.06~1.70
2 KM 09T3005MFR-KM [ J [ J 0.02~0.08 | 0.05~1.50
G 09T301MFR-KM [ J [ J 0.03~0.11 | 0.06~1.70
% ° 09T302MFR-KM [ J [ J 0.04~0.15 | 0.08~2.00
= 0602005MFL-KM [ J [ J 0.01~0.06 | 0.04~1.30
2 Il 060201MFL-KM ° ° 0.02~0.08 | 0.05~1.50
oy [Figh precision] 060202MFL-KM ° ° 003~0.11 | 0.06~1.70
09T3005MFL-KM [ J [ J 0.02~0.08 | 0.05~1.50
09T301MFL-KM [ J [ J 0.03~0.11 | 0.06~1.70
09T302MFL-KM [ J [ J 0.04~0.15 | 0.08~2.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SCACR/L B113, 178 SCLCR/L B113, 178, 204, 214

Turning




CCO

Turning Insert (Positive) B

Dimensions (mm)

Size d t di
06 6.35 2.38 2.8
09 9.525 | 3.97 44
[ Rhombic 80° Positive
Relief Angle: 7°
R Steel 4D e = =0 T TE S ) £ Machining types
o Stainless steel M E 2K J o B TS [ 2K 2K ) —
:'5:_ Castiron [ 3K 2% 2K J k 2 @® & | @ Continuous cutting
5 Non-ferrous metal (2K J & General cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s s [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§E£§§§§§§EE§ fn ap
2220083833838 88833383838338 3|5 3 (mmrey) (mm)
COoO0|l0O0|z=2=2Z=2=2Z2=2=2Z2=2=2Z2=24a40a4aa0ad4aadc X
CCGT 0602003R-KF 0.01~0.06 | 0.04~1.30
060201R-KF 0.02~0.08 | 0.05~1.50
060202R-KF 0.03~0.11 | 0.06~1.70
09T3003R-KF 0.02~0.08 | 0.05~1.50
09T301R-KF 0.03~0.11 | 0.06~1.70
09T302R-KF 0.04~0.15 | 0.08~2.00
KF 0602003L-KF 0.01~0.06 | 0.04~1.30
060201L-KF 0.02~0.08 | 0.05~1.50
060202L-KF 0.03~0.11 | 0.06~1.70
09T3003L-KF 0.02~0.08 | 0.05~1.50
09T301L-KF 0.03~0.11 | 0.06~1.70
09T302L-KF 0.04~0.15 | 0.08~2.00
CCGT 060201-VP1 [ J [ 2 N J [ J 0.05~0.06 | 0.06~1.00
060202-VP1 [ J [ 2 N J [ J 0.03~0.10 | 0.08~1.50
060204-VP1 [ J [ 2 N J [ J 0.05~0.12 | 0.10~1.50
09T301-VP1 [ ] ® 00 [ 0.03~0.13 | 0.06~1.00
09T302-VP1 [ J [ 2 AN J [ 0.04~0.15 | 0.08~1.50
09T304-VP1 [ J [ 2N N J [ J 0.06~0.20 | 0.10~1.50
CCGT 060201MFN-VP1 [ J [ ] 0.03~0.06 | 0.06~1.00
060202MFN-VP1 [ J o 0.03~0.10 | 0.08~1.50
060204MFN-VP1 [ J [ J 0.05~0.12 | 0.10~1.50
09T301MFN-VP1 [ J [ J 0.03~0.13 | 0.06~1.00
VP1 09T302MFN-VP1 ° () 0.04~0.15 | 0.08~1.50
09T304MFN-VP1 [ J [} 0.06~0.20 | 0.10~1.50
[High precision]
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item

Available tool holders

Designation

Page

Designation

Page

SCACR/L

B113, 178

SCLCR/L

B113, 178, 204, 214

Turning




B Turning Insert (Positive)

CC

5] Rhombic 80° Positive
Relief Angle: 7°

Dimensions (mm)

Size d t ch
06 6.35 2.38 2.8
09 9.525 3.97 4.4
12 12.7 4.76 55

R Steel D ADEEFIOEIIDE X R ) £ Machining types
o Stainless steel M s e o B TS [ 2K 2K ) e
2 Cast iron (2K 2% 2K 2K 2K J k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation 3§§§§£§§§§EE£§E§§§§2§ fn ap
2220388338388 88333383833838 8|5 8|(mmiev) (mm)
COoOo|l00|z=2=2Z=2=2=2=2Z2=2=22=24aa404aa40a4a4a T
CCGT 0602003R-KM 0.01~0.06 | 0.04~1.30
060201R-KM 0.02~0.08 | 0.05~1.50
060202R-KM [ J 0.03~0.11 | 0.06~1.70
09T3003R-KM 0.02~0.08 | 0.06~1.50
) 09T301R-KM 0.03~0.11 | 0.06~1.70
E KM 09T302R-KM 0.04~0.15 | 0.08~2.00
= - 0602003L-KM 0.01~0.06 | 0.04~1.30
E ] 060201L-KM 0.02~0.08 | 0.05~1.50
g ° 060202L-KM 003~0.11 | 0.06~1.70
= 09T3003L-KM 0.02-0.08 | 0.06~1.50
09T301L-KM 0.03~0.11 | 0.06~1.70
09T302L-KM 0.04~0.15 | 0.08~2.00
CCMT 060202-VF [ J [ ([ 0.05~0.20 | 0.30~1.00
060204-VF [ J [ J [ J [ ([ 0.10~0.25 | 0.30~1.00
VF 09T302-VF [ ] 0.04~0.16 | 0.80~1.50
09T304-VF [ 2 I J [ J [ [ 0.05~0.20 | 0.30~1.50
09T308-VF [ J [} [ [ J 0.10~0.25 | 0.30~1.50
120404-VF [ J 0.07~0.22 | 0.10~2.00
CCMT 060202-VL 0.04~0.18 | 0.20~1.40
060204-VL [ J [ BN BN BN J [ J [ 0000000 0.04~0.10 | 0.08~0.90
VL 060208-VL e o o ) 0.06~0.12 | 0.10~1.00
09T304-VL [ J [ BN I BN ) [} [ 0000000 ® @  0.05~0.10 | 0.10~1.00
09T308-VL [ J [ 2K 2N BN J [ J [ J 0 000000 ® @ 0.08~0.15| 0.10~1.00
120404-VL 0.06~0.12 | 0.30~1.50
120408-VL 0.08~0.15 | 0.30~1.50
120412-VL 0.08~0.15 | 0.30~1.50
CCMT 060204-VP1 0.06~0.12 | 0.10~1.50
09T304-VP1 0.06~0.20 | 0.10~1.50
VP1 09T308-VP1 0.08~0.20 | 0.50~2.00
120404-VP1 0.08~0.22 | 0.20~2.00
120408-VP1 0.10~0.25 | 0.50~2.00
120412-VP1 0.10~0.30 | 0.80~2.50
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SCACR/L B113, 178 SCLCR/L B113, 178, 204, 214

Turning




Turning Insert (Positive) B

Dimensions (mm)

Size d t di
06 6.35 2.38 2.8
08 7.94 3.18 34
09 9.525 3.97 44
12 12.7 4.76 5.5

CCO

1] Rhombic 80° Positive
Relief Angle: 7°

Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s s [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§E§§§§E£E§§§§§§E§ fn ap
CCMT 060202-HMP | @ [ ] [ ] [ 0.03~0.12 | 0.10~1.50
060204-HMP | @ [ [ J [ 2N J [ ] [ ] [ ] 0.06~0.17 | 0.20~2.40
060208-HMP ([ J [ 2N J [ J [ J [ J 0.08~0.23 | 0.40~2.40
2 09T302-HMP ([ ] [ ] o 0.07~0.22 | 0.10~2.00
1 HMP 09T304-HMP ° e o0 o ° o o 008~0.23 | 0.30~3.00
= g 09T308-HMP ° e oo ° o o 0.10~0.30 | 0.50~3.00
I € 120404-HMP ([ [ [ J [ J 0.09~0.27 | 0.30~3.60
'-% g 120408-HMP o o0 [ ] [ J 0.24~0.36 | 1.00~3.60
= 120412-HMP 0.14~0.43 | 0.70~3.60
CCMT 060202-MP | @ [ BN I BN J [ J [} 0000000 0.04~0.12 | 0.20~1.50
060204-MP | @ [ BN I BN J [ J [ J 00000000 0.05~0.15 | 0.30~1.50
060208-MP [ 0.07~0.15 | 0.50~2.00
09T302-MP | @ o e o o0 [ [ ] 00000 00 0.07~0.15 | 0.30~2.00
2 09T304-MP | @ o e oo [ 0000000000 0.08~0.25 | 0.50~2.50
S MP 09T308-MP @ © @6 0/®6 © © 00006000000 0.10~0.30 | 0.50~250
% 120404-MP [ ] [ ] [ 2N J 0.10~0.30 | 0.50~3.50
= 120408-MP [ J [ 2N J [ 2N J 0.15~0.35 | 0.80~3.50
2 120412-MP o0 0.25~0.40 | 1.00~350
=
CCMT 060202-C25 © © © ® © ©® (N ) [ 2N J [ J 0.03~0.12 | 0.40~2.00
060204-C25 © © © © © © © ®© © @0 © O [ 2N J [ J [ J 0.05~0.15 | 0.60~2.30
060208-C25 | @ oo o o0 00 [ ] o0 [ ] 0.07~0.20 | 0.80~2.30
080308-C25 0.08~0.25 | 0.80~2.30
09T302-C25 0.05~0.20 | 0.50~2.50
= 09T304-C25 © © © © © © ©6 © @ @0 0 O [ 2N J [ J [ J 0.08~0.25 | 0.80~3.00
£ 09T308-C25 © © © © © © © © © © @ © o0 o [ J 0.10~0.30 | 1.00~3.00
E 120404-C25 [ J 0000 o0 [ ] 0.10~0.32 | 0.80~3.00
= 120408-C25 |@® 000000000 [ 3N J [ ] 0.12~0.36 | 1.20~3.50
s 120412-C25 [ J ([ [ J [ 0.15~0.40 | 1.40~3.50
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SCACR/L B113, 178 SCLCR/L B113, 178, 204, 214

Turning




B Turning Insert (Positive)

CPC

5 Rhombic 80° Positive
Relief Angle: 11°

Dimensions (mm)

Size d t di
06 6.35 2.38 2.8
08 7.94 2.38 3.4
09 9.525 3.18 44

Steel - O %T ¥ 0% 068 T EE [ 3K £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 3k 2 3 —
=3 Castiron s 808 k 2 k 2 @ ¥ | @ Continuous cutting
%‘ Non-ferrous metal [ 3 7 & General cutting
= Heat resistant alloy, Titanium alloy [ o0 8 8 00 [ 3K 3 .
Hardened steel 2 8 F # Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§§§§§§§§E§§§§§EE§ fn ap
2225386338388 SES3333838883 3|5 8|(mmrev) (mm)
COooO|0o0|z=2=2=2=2Z2=2=2=2=2Z=2Za4aa40oa4aa40a4aalxT
CPGT 080202 0.06~0.20 | 0.10~2.00
080204 o0 0.08~0.20 | 0.30~2.00
080208 0.10~0.25 | 0.50~2.00
090302 0.04~0.20 | 0.30~1.50
090304 [ N J 0.06~0.25 | 0.50~2.00
090308 0.08~0.30 | 0.70~2.50
> CPGT 090308-HMP 0.05~0.20 | 0.70~2.00
_-g
L
£
2
£
=
2
=
CPMT 080204-VF 0.05~0.20 | 0.30~1.20
080208-VF 0.10~0.25 | 0.30~1.20
VE 090304-VF [ J 0.05~0.20 | 0.30~1.50
090308-VF [ J 0.10~0.25 | 0.30~1.50
.,Yw
CPMT 080204-VL 0.03~0.08 | 0.08~1.00
VL 080208-VL 0.04~0.12 | 0.10~1.00
090304-VL 0.05~0.10 | 0.10~1.00
090308-VL 0.08~0.15 | 0.10~1.00
CPMT 060204-C25 0.05~0.15 | 0.60~2.30
=
=
3
£
=
8
=
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 @ : Stock item
Available tool holders
Designation Page Designation Page
SCLPR/L B205

Turning




Turning Insert (Positive) B

Dimensions (mm)
Size d t d

07 6.35 2.38 2.8
11 9.525 | 397 4.4

DCCO

Rhombic 55° Positive
L/ Relief Angle: 7°

T
—
3

-

Steel L D DI IIOEEEE XN £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 k2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SEREE8s58§88z 288888228 fn ap
2220088888883 333883888 3|5 8|(mmrev) (mm)
COO|0O0|zZz=2=Z=2=Z=Z=Z=2=2=24a4a4aa4aa40a4alx
DCET 0702005MFR-KF [ J [} 0.01~0.06 | 0.04~1.30
070201MFR-KF [} [} 0.02~0.08 | 0.05~1.50
070202MFR-KF [} [} 0.03~0.11 | 0.06~1.70
11T3005MFR-KF [ J [ J 0.02~0.08 | 0.05~1.50
11T301MFR-KF [ ] [ ] 0.03~0.11 | 0.06~1.70
KF 11T302MFR-KF ° [ 0.04~0.15 | 0.08~2.00
0702005MFL-KF [ J [ J 0.01~0.06 | 0.04~1.30
‘ 070201 MFL-KF [ J [ J 0.02~0.08 | 0.05~1.50
[High precision] 070202MFL-KF ® (J 0.03~0.11 | 0.06~1.70
11T3005MFL-KF [ J [} 0.02~0.08 | 0.05~1.50
11T301MFL-KF [} [} 0.03~0.11 | 0.06~1.70
11T302MFL-KF [ J [ J 0.04~0.15 | 0.08~2.00
DCET 0702005MFR-KM [} [} 0.01~0.06 | 0.04~1.30
070201MFR-KM [} [} 0.02~0.08 | 0.05~1.50
070202MFR-KM [ J [ J 0.03~0.11 | 0.06~1.70
11T3005MFR-KM [ ] [ ] 0.02~0.08 | 0.05~1.50
o 11T301MFR-KM [ J [ J 0.03~0.11 | 0.06~1.70
S KM 11T302MFR-KM [ J [ J 0.04~0.15 | 0.08~2.00
= - 0702005MFL-KM ° ° 0.01~0.06 | 0.04~1.30
= @ 070201MFL-KM ° ° 0.02-0.08 | 005150
3 igh prciso] 070202MFL-KM ° ° 0.03~0.11 | 0.06~1.70
= 11T3005MFL-KM [} [} 0.02~0.08 | 0.05~1.50
11T301MFL-KM [ [ 0.03~0.11 | 0.06~1.70
11T302MFL-KM [ J [ J 0.04~0.15 | 0.08~2.00
DCGT 0702003R-KF 0.01~0.06 | 0.04~1.30
070201R-KF 0.02~0.08 | 0.05~1.50
070202R-KF 0.03~0.11 | 0.06~1.50
11T3003R-KF 0.02~0.08 | 0.05~1.50
11T301R-KF 0.03~0.11 | 0.06~1.70
KF 11T302R-KF [ J 0.04~0.15 | 0.08~2.00
0702003L-KF 0.01~0.06 | 0.04~1.30
‘ 070201LKF 0.02-0.08 | 005150
070202L-KF 0.03~0.11 | 0.06~1.50
11T3003L-KF 0.02~0.08 | 0.05~1.50
11T301L-KF 0.03~0.11 | 0.06~1.70
11T302L-KF 0.04~0.15 | 0.08~2.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SDACR/L B178 SDQCR/L B206
SDJCR/L B113, 179 SDUCR/L B207
SDNCN B114,179 SDZCR/L B208

Turning




B Turning Insert (Positive)

D C . Dimensions (mm)
- T — Size d t di

07 6.35 2.38 2.8
11 9.5625 | 3.97 4.4

&
o

i
e
~

/e Rnombic 55° Positive sy —— t
Relief Angle: 7°
Steel O DI IIOEEEE XN £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
2 Cast iron (2K 2% 2K 2K 2K J k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£2§§§§§§2§ fn ap
222008883838 8833338383888 3|5 8|(mmrev) (mm)
o000z =2=2=Z2=2=2Z2=2=2Z22=2Z4a4a4a4a4aa4axT I
DCGT 070201-VP1 [} [ 2 AN J ([ 0.03~0.06 | 0.06~1.00
070202-VP1 [ J [ 2 AN J [ J 0.03~0.10 | 0.08~1.50
VP1 070204-VP1 [ J [ BN N J [ J 0.05~0.12 | 0.10~1.50
11T301-VP1 [ J [ J 0.03~0.13 | 0.06~1.00
‘ 11T302-VP1 ® 0060 |0 004015 008150
11T304-VP1 [ J [ 2 I J ([ 0.06~0.20 | 0.10~1.50
DCGT 070201MFN-VP1 [ J [ J 0.03~0.06 | 0.06~1.00
070202MFN-VP1 [ J [ J 0.03~0.10 | 0.08~1.50
VP1 070204MFN-VP1 [ J [ J 0.05~0.12 | 0.10~1.50
11T301MFN-VP1 [ J [ J 0.03~0.13 | 0.06~1.00
‘ 11T302MFN-VP1 ° ° 0.040.15 | 0.08-150
, - 11T304MFN-VP1 [} [ J 0.06~0.20 | 0.10~1.50
[High precision]
DCGT 0702003R-KM 0.01~0.06 | 0.04~1.30
070201R-KM 0.02~0.08 | 0.05~1.50
070202R-KM 0.03~0.11 | 0.06~1.50
11T3003R-KM 0.02~0.08 | 0.05~1.50
= 11T301R-KM 0.03~0.11 | 0.06~1.70
% KM 11T302R-KM 0.04~0.15 | 0.08~2.00
= 0702003L-KM 0.01~0.06 | 0.04~1.30
2 - 070201L-KM 002~0.08 | 0.05~150
E ‘ 070202L-KM 0.03~0.11 | 0.06~1.50
8 11T3003L-KM 0.02~0.08 | 0.05~1.50

11T301L-KM 0.03~0.11 | 0.06~1.70

11T302L-KM 0.04~0.15 | 0.08~2.00

DCMT 070202-VF ([ [ [ J 0.03~0.10 | 0.06~1.00
070204-VF o0 ([ [ J [ J 0.05~0.20 | 0.30~1.20
11T302-VF [ J [ 0.04~0.15 | 0.08~1.50

= VF 11T304-VF ® 00 [ J [ J [} 0.05~0.20 | 0.30~1.50

£ . 11T308-VF (@ @ ° ) 0.10~0.25 | 0.30~1.50

2 $

('

[High precision]
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders

Designation Page Designation Page
SDACR/L B178 SDQCR/L B206
SDJCR/L B113, 179 SDUCR/L B207
SDNCN B114,179 SDZCR/L B208

Turning




Turning Insert (Positive) B

D ' Dimensions (mm)
= — — Size d t di

07 6.35 2.38 2.8
11 9.525 | 3.97 44

=t
1]

ags ‘ 7
/57 Rhombic 55° Positive sy b t
Relief Angle: 7°
Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§£§§§§§é’§2§ fn ap
2225308333888 88333883833 3|5 3 (mmhey) (mm)
o000z =2=2=Z=2=2Z2=2=2Z2=2=2Z4a4a4a4aa4aa4axT I
DCMT 070202-VL 0.02~0.10 | 0.06~0.80
070204-VL [ ] ( AN I BN J ([ [ J 00600000 ® @ 0.04~0.10 | 0.08~0.90
070208-VL [ J [ J [ J 0.06~0.12 | 0.10~1.00
11T302-VL 0.03~0.10 | 0.07~0.80
11T304-VL [ J ( AN BN BN J [ [ J 0000 [ J @ | 0.05~0.10 | 0.10~1.00
11T308-VL [ ] ( 2N I BN J [ [ J 006000 00 ® @ 0.08~0.15| 0.10~1.00
11T312-VL 0.08~0.15 | 0.30~1.50
DCMT 070204-VP1 0.05~0.12 | 0.10~1.50
VP1 11T304-VP1 0.06~0.20 | 0.10~1.50
! 11T308-VP1 0.08~0.23 | 0.10~1.50
DCMT 070202-HMP [ J [ J 0.03~0.12 | 0.10~1.50
- 070204-HMP [ J [ 2N J [ J [ J [ J 0.06~0.17 | 0.20~2.30
£ HMP 070208-HMP [ J [ J [ J [ J 0.08~0.23 | 0.40~2.30
:E 11T302-HMP [ J [ J [ J [ J 0.04~0.22 | 0.10~2.00
E 11T304-HMP [ ] ® 000 [ ] @ @ 0.08~0.23 | 0.30~3.00
= 11T308-HMP e oo ° e o 0.10~0.30 | 0.50~3.00
2
=
DCMT 070202-MP |®@ ( AN I BN J [ [ J 00600000 0.04~0.12 | 0.12~1.80
- 070204-MP | @ ( 2N B BN J [ [ J o0 000000 0.05~0.15 | 0.30~1.80
£ 070208-MP | @ ( AN B BN J [ J [ J 0000000 0.08~0.22 | 0.30~1.80
:E MP 11T302-MP | @ ( 2N BN BN J [ [ J 0000000 0.04~0.15 | 0.30~2.00
:é 11T304-MP | @ ( AN BN BN J ([ 0 000000000 0.08~0.20 | 0.50~2.30
S é 11T308-MP | @ ( AN B BN J [ o0 000000000 0.10~0.30 | 0.50~2.30
g 11T312-MP 0 0.25~0.35 | 0.80~3.00
DCMT 070202-C25 © @ © ®© ® | ©® [ [ J [ 2N J [ J 0.03~0.15 | 0.30~2.00
2 C25 D 070204-C25 © © © © © © [ 2 N J [ J [ 2N J [ J [ J 0.05~0.20 | 0.50~2.50
£ 070208-C25 | @ ( AN BN BN J [ 2 AN J [ J [ 2N J [ J 0.06~0.25 | 0.80~2.50
E N 11T302-C25 © © ©(® @ | ©® [ [ J [ 2N J [ J 0.04~0.25 | 0.50~2.50
% 11T304-C25 © © 6 © © ©6 6 © © © ©0 © [ 2N J [ J [ J 0.08~0.30 | 0.80~3.00
= 11T308-C25 |@® 000000000 [ BN ) [ J [ J 0.10~0.30 | 1.00~3.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SDACR/L B178 SDQCR/L B206
SDJCR/L B113, 179 SDUCR/L B207
SDNCN B114,179 SDZCR/L B208

Turning




B Turning Insert (Positive)

RC )

Dimensions (mm)

B Size d t di
\rjm 08 80 | 318 335
- 10 10.0 3.97 3.6
4:} 7 12 12,0 4.76 4.2
o) s t 16 16.0 6.35 5.2
@ Round R° Positive 20 | 200 | 635 | 65
. 25 25.0 7.94 7.25
Relief Angle: 7° 32 320 952 9.55
Steel D ADEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Cast iron [ 2K 2% 2K ) k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ o0 8 8 00 [ 2K 2 & Int ted cutti
Hardened steel z 2 P nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SSE8Rs8888z5¢288888228 n ap
2220088888883 3338388338 3|z 8|(mmrev) (mm)
COCoO|00|z=zZ=2=Z=2=2Z=2=2Z=2=Z4a4a4aa40ad4a4alT
= RCMT 0803M0-VM 0.05~0.30 | 0.80~2.50
= 10T3MO-VM 0.05~0.35 | 0.90~3.00
£ 1204M0-VM 0.10~050 | 1.00~3.50
3 1606M0-VM 0.13~060 | 1.30~650
=
RCMX 1003M0 0o [ J 0.25~0.50 | 1.50~4.00
o
£ 1204M0 [ B BN BN J [ J 0.30~0.60 | 2.50~5.00
3 1606 M0 [ 2 N J [ J 0.40~0.70 | 3.00~7.00
E 2006M0 ° ° 048~0.90 | 3.50~9.00
é 2507M0 [ J [ J 0.55~1.20 {4.00~12.00
3209M0 [} [ J 0.65~1.50 |5.00~15.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
PRDCN B162 PRGCR/L B162
S C Dimensions (mm)
N Size d t ch
E *I 4 09 | 9525 | 397 44
) L ,47“
5 Square 90° Positive (!
Relief Angle: 7°
Steel - O 2T £ 0% 08 %8S £ 3 £ Machining types
3 Stainless steel M E 2K 3 O 8 & [ 3k 2K ¢ ———
2 Cast iron (2K 2% 2K ) ;2 ® & | @ Continuous cutting
%‘, Non-ferrous metal [ 2E 3 & General cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T B 00 ¢ [ 2K ] £ Int ted cutti
Hardened steel E 2K.] [ 3K 3 nierrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation EEEERSE8EggzE88888228 n ap
2225083383888 8333388883 3|5 8|(mmreyv)| (mm)
Coo|00|z=2=z2=Z2=Z=Z=2Z2=2=2=24a40a4a40a40adc T
SCMT 09T304-VF [ J [ J 0.05~0.20 | 0.30~1.50
VF
- “\'q_i
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SSBCR/L B180 SSKCR/L B181, 208
SSDCN B180 SSSCR/L B181, 234

Turning




Turning Insert (Positive) B

Dimensions (mm)

SCOC

N Size d t di
,ij 06 | 635 | 238 | 28
~ 09 | 9525 | 397 | 44
° ags 7 12 | 127 | 476 | 55
Square 90° Positive !

] Relief Angle: 7°

Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2 —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K 2 # Int ted cutti
Hardened steel g = o 3 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation EEREESS588232888228 in ap
2220088388888 38333838333 3|5 3 (mmrev)| (mm)
COoO0|l0O0|z=2=2=2=2=2Z=2Z=2Z=2Z=2Z4a40aa4a40a4aa4a I
SCMT 09T304-VL [ oo o o [ ] [ J 0000000 0.05~0.10 | 0.10~1.00
09T308-VL [ oo o o [ ] [ ] 0000000 0.08~0.15 | 0.10~1.00
VL
SCMT 09T304-HMP [ J [ [ ] [ ] 0.08~0.23 | 0.30~3.00
09T308-HMP [ J [ [ ] [ ] 0.10~0.30 | 0.50~3.00
2 120404-HMP 0.09~0.27 | 0.30~3.60
& HMP 120408-HMP ° ° ° 0.12-0.36 | 0.60~3.60
E
2
£
=
8
=
SCMT 09T304-MP [ J [ J [ N BN BN BN J [ 2N J 0.05~0.25 | 0.30~2.80
- 09T308-MP [ J [ J [ J o0 000 [ 2N J 0.10~0.30 | 0.50~2.80
£ MP 120404-MP [ ] [ ] ® 000 0.10~0.30 | 0.50~2.80
:E Q@ 120408-MP [ ] [ ] 0000 o0 0.15~0.35 | 0.80~3.50
e 120412-MP 0.25~0.40 | 1.00~3.50
5
o
Q
=
SCMT 060204-C25 [ 0.08~0.25 | 0.40~2.50
09T304-C25 © © @ © ® O [ BN BN ] [ J [ 2N J ([ 0.08~0.25 | 0.60~3.00
09T308-C25 | @ 000000000 (N [ ] 0.10~0.30 | 1.00~3.00
120404-C25 (@ [ BN I BN J [ J [} [ J [ 2N J [ ] [ ] 0.10~0.30 | 0.80~3.80
= C25 120408-C25 | @ 000000000 [ BN J [ J [ 0.12~0.38 | 1.20~3.80
£
| &
3 v
Q
=
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SSBCR/L B180 SSKCR/L B181, 208
SSDCN B180 SSSCR/L B181, 234

Turning




B Turning Insert (Positive)

SP OO

Square 90° Positive

Dimensions (mm)

Size d t di
06 6.35 2.38 2.8
07 7.94 2.38 -
09 9.525 3.18 3.4
12 12.7 4.76 -

©)" Relief Angle: 11° o | eos | 476
Steel D ADEEFIOEIIDE X R oS3 £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
2 Cast iron (2K 2% 2K 2K 2K J k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§££§§§§§§2§ fn ap
2220388838888 33338383383 8|z 8|(mmiev) (mm)
COoOO0|l0O0|zZ=2Z=Z=Z=2=2=2=2=2=2Z4aaaaaalx T
o SPGA 060204 0.50~0.25 | 0.50~2.00
i 090308T [ N ) 0.10~0.25 | 0.70~3.00
= 090308T-Z ° 0.10~0.25 | 0.70~3.00
"é‘ (Z = Special Nega land)
=}
E
SPGN 070202 0.03~0.10 | 0.50~2.00
070208 0.10~0.25 | 0.70~3.00
090302 0.03~0.10 | 0.50~3.00
090304 0.08~0.20 | 0.70~3.50
090308 0.10~0.25 | 0.70~3.50
120302 0.03~0.20 | 0.50~3.00
120304 0.08~0.20 | 1.00~5.00
120308 [ J 0.10~0.25 | 1.00~5.00
120312 0.15~0.30 | 1.00~5.00
120316 0.18~0.33 | 1.00~5.00
120402 0.03~0.20 | 0.50~3.00
- 120404 0.08~0.20 | 1.00~5.00
£ 120408 0.10~0.25 | 1.00~5.00
BV N 120412 0.15~0.30 | 1.00~5.00
oK 120416 0.18~0.33 | 1.00~5.00
E \/ 120430 0.20~0.60 | 2.00~5.00
g 120440 0.25~0.70 | 3.00~5.00
150404 0.08~0.20 | 1.50~7.00
150408 0.10~0.25 | 1.50~7.00
150412 0.15~0.30 | 1.50~7.00
150416 0.18~0.33 | 1.50~7.00
150420 0.20~0.45 | 1.50~7.00
190404 0.08~0.20 | 1.50~9.00
190408 0.10~0.25 | 1.50~9.00
190412 0.15~0.45 | 1.50~9.00
190416 0.18~0.60 | 1.50~9.00
190424 0.25~0.70 | 2.50~9.00
SPGR 090304-F 0.05~0.20 | 0.30~2.00
F 120304-F 0.10~0.25 | 0.50~2.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
CSDPN B169 SSKPR/L B208
CSKPR/L B170

Turning




Turning Insert (Positive) B

Dimensions (mm)

SP OO

Size d t di
wa 09 9.525 3.18 |34~44
] 12 | 127 | 318 -
0o ngn 11° 15 15.875 | 4.76 -
& Square 90° Positive | t] 19 | 1905 | 476 | -
Relief Angle: 11° 25 | 64 [ 8% | -
Steel O IOEEIOEIOE XXX T = Machining types
8 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2 —
=3 Castiron s 808 E 2 @ & | @ Continuous cutting
%‘ Non-ferrous metal [ 2 3 € General cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K 2 # Int ted cutti
Hardened steel g = o 3 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§E§§§§§£E§§§§§EE§ fn ap
2220088838888 333383833838 3|5 8|(mmiev) (mm)
00|00 |l=Z======Z=Z=Z=Z=Z4aaaaadaadax
o SPGR 090308-M 0.10~0.40 | 1.00~3.50
B 120308-M 0.20~0.40 | 1.50~4.00
(3]
£
=
3
=
> SPGT 090304R 0.08~0.23 | 0.30~3.00
:E 090308R 0.10~0.30 | 0.50~3.00
2 090304L ° 0.08~0.23 | 0.30~3.00
2 090308L 0.10~0.30 | 0.50~3.00
5
©
[}
=
SPMR 090304-F 0.05~0.20 | 0.30~2.00
120304-F [ N ) 0.10~0.25 | 0.50~2.00
SPMT 09T304-VL 0.04~0.18 | 0.20~1.40
09T308-VL 0.08~0.22 | 0.20~1.40
SPMT 090304-VF 0.05~0.20 | 0.30~1.50
090308-VF 0.10~0.25 | 0.30~1.50
= SPMR 090308-M [ N ) 0.10~0.40 | 1.00~3.50
'3% 120308-M [ 2N J 0.10~0.40 | 1.50~4.00
3 120312-M ([ J 0.20~0.40 | 1.50~4.00
5
8
=
SPUN 120304 0.10~0.30 | 1.00~5.00
2 120308 0.15~0.40 | 1.00~5.00
G 120308SN 0.15~0.40 | 1.00~5.00
= 150412 0.20~0.50 | 1.00~5.00
E 190412 ([ J 0.20~0.50 | 1.50~7.00
g 190416 0.25~0.60 | 2.00~7.00
= 250620 0.30~0.80 | 3.00~10.0
%) Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11 %) Code system B26~B27 e : Stock item
Available tool holders
Designation Page Designation Page
CSDPN B169 SSKPR/L B208

CSKPR/L B170

Turning




B Turning Insert (Positive)

TB 0

& Triangular 60° Positive
Relief Angle: 5°

Dimensions (mm)
— Size d t ch
06 3.97 1.59 2.16

di

1

Steel D ADEEFIOEIIDE X R K £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Cast iron (2K 2% 2K 2K 2K J k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ o0 8 8 00 [ 2K 2 & Int ted cutti
Hardened steel z 2 P nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SSE8Rs8§88z5¢28¢8888228 n ap
2225008383888 83333838333 3|5 3|(mmrev) (mm)
CO0O0|0O0|z=2Z=2Z=2=Z=Z=Z=2=2=24a40a4a4a4ad4 I
TBGT 060102L [ ( 2K J 0.05~0.20 | 0.10~1.30
060104L @ 0.08~0.20 | 0.10~1.30
TBMT 060102-VL 0.03~0.06 | 0.05~0.60
VL
%) Cutting edge geometry A52~A61  2) Recommended chip breaker B04~B11  2) Code system B26~B27 e Stock item
Available tool holders
Designation Page Designation Page
STUBR/L B214

Turning




TC

OO

Turning Insert (Positive) B

Dimensions (mm)

Size d t di
08 4.76 2.38 23
09 5.56 2.38 25
ags 11 6.35 2.38 2.8
. o
C Triangular 60° Positive 16| 9523 397 | 44
Relief Angle: 7°
Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 2% 2K ) k 2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K J ’
Hardened steel S ® 3 #® Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SSE 2858888z z288888228 in ap
™ AN AN ™ AN M M M LHO O O O O LD LH O O O D | v~ O
ZZZ|0000 00000000800 O O 0| 8|(mmrey) (mm)
OCo|0O0|lz=2=2=2=2=2=2=2=2=24a4a4aa4aad4aaa T
TCGT 0802003R-KF 0.01~0.06 | 0.04~1.30
080201R-KF 0.02~0.08 | 0.05~1.50
080202R-KF 0.03~0.11 | 0.06~1.70
0802003L-KF 0.01~0.06 | 0.04~1.30
080201L-KF 0.02~0.08 | 0.05~1.50
080202L-KF 0.03~0.11 | 0.06~1.70
TCGT 090204-VP1 0.04~0.18 | 0.10~1.00
16T304-VP1 0.06~0.20 | 0.10~1.50
16T308-VP1 0.08~0.23 | 0.10~1.50
TCMT 110202-VF 0.03~0.13 | 0.06~0.70
110204-VF [ ] [ 0.05~0.20 | 0.30~1.20
110208-VF [ J 0.10~0.25 | 0.30~1.20
16T302-VF 0.05~0.15 | 0.10~1.30
16T304-VF [ ] [ ] [ 0.05~0.20 | 0.30~1.50
TCMT 090208-VL 0.08~0.20 | 0.10~1.20
110204-VL 0.05~0.15 | 0.10~1.30
110208-VL 0.08~0.20 | 0.10~1.30
16T304-VL | @ oo oo [ ] 00000 00 0.05~0.20 | 0.30~1.50
16T308-VL | @ oo 0o e [ ] [ ] 00000 00 0.05~0.20 | 0.30~1.50
TCMT 16T304-VP1 0.06~0.20 | 0.10~1.50
16T308-VP1 0.08~0.23 | 0.10~1.50
TCMT 090204-HMP [ ] [ 0.06~0.17 | 0.20~2.30
2 090208-HMP 0.08~0.23 | 0.40~2.30
5 110202-HMP 0.03~0.15 | 0.10~1.50
=§ 110204-HMP [ [ 2N B A J [ [ [ 0.06~0.19 | 0.20~2.50
= 110208-HMP o ® [ 0.09~0.26 | 0.40~2.50
% 16T304-HMP ([ ] [ ] o [ [ 0.08~0.23 | 0.30~3.00
= 16T308-HMP [ ] o0 o [ 0.10~0.30 | 0.50~3.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item

Available tool holders

Designation Page Designation Page
STACR/L B114, 181 STTCR/L B182, 235
STFCR/L B182, 234 STWCR/L B235
STGCR/L B182

Turning




B Turning Insert (Positive)

TC OO

Dimensions (mm)

Size d t di
09 5.56 2.38 25
1 6.35 2.38 2.8
ags 16 9.523 3.97 44
@ Triangular 60° Positive
Relief Angle: 7°
Steel 4D e = =0 T T E S ) £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
2 Cast iron [ 2K 2% 2K ) k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) 0T 8 00¢°T [ 2K # Interrupted cutting
Hardened steel s s o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SE2825858832288888228 n ap
2220088383888 88333383333 3|z 8|(mmiev) (mm)
O0CO0|00|lz=Zz=Z=z=Z=z=Z=Z=Z=ZaaaaaalTx
TCMT 090204-MP [ B I J 0.05~0.18 | 0.10~1.00
090208-MP [ 2N I J 0.08~0.20 | 0.10~1.20
o 110202-MP (] (] (] o0 o [ N ) 0.03~0.12 | 0.20~1.50
G 110204-MP [ ] [ ] [ J ® 00 o0 0.05~0.15 | 0.20~15.0
'-E 110208-MP [ ] [ J [ J [ B B BN J [ N ) 0.10~0.28 | 0.25~2.00
E 16T302-MP 0.08~0.25 | 0.20~1.50
% 16T304-MP | @ [ X 3K} (] (] 0 0000000 0.08~0.20 | 0.30~2.50
= 16T308-MP | @ [ AN 3N BN J [ ] 0 000000 00O 0.10~0.30 | 0.50~2.50
16T312-MP [ ] [ ] [ J ( B N J [ BN BN ] 0.20~0.40 | 0.50~2.50
220408-MP 0.20~0.40 | 0.50~3.50
TCMT 090204-C25 |@ [ AN 3N BN J [ B I J [ ] [ 2N ) ([ 0.06~0.18 | 0.40~2.50
o 090208-C25 |® [ AN 3N BN J [ ] [ J [ ] ( N ] [ J 0.08~0.25 | 0.80~2.50
'g 110202-C25 | @ [ 2K 2N BN J [ J [ J [ 3N ) [ J 0.04~0.12 | 0.40~2.00
£ 110204-C25 @ @ @0 006 ©00 O oo o 0.06~0.20 | 0.60~2.50
% 110208-C25 |@® [ X 3K} o0 o0 [ ] oo (] (] 0.08~0.25 | 0.80~2.50
= 16T304-C25 (@ 0000000 [ ] e o [ J [ J 0.08~0.28 | 0.80~3.00
16T308-C25 (@ o000 00 090 [ ] ( N ] [ J [ J 0.10~0.30 | 1.00~3.00
%) Cutting edge geometry A52~A61  2) Recommended chip breaker B04~B11 ) Code system B26~B27 e Stock item
Q Q 60° Dimensions (mm)
TO X Size d t di
06 3.97 1.59 2.15
di 09 5.56 2.38 2.8
A Triangular 60° Positive A ] It i’ 14 82 L 30 98
Relief Angle: 8°
Steel - O 2T 8 0% 08 3T E S [ 2K 3 £ Machining types
3 Stainless steel M E 2K ] O 8 ¢ [ 3K 2K ; —
é_ Castiron ’ oz R O k J k @® & | @ Continuous cutting
5 Non-ferrous metal [ 2E 3 & General cutting
= Heat resistant alloy, Titanium alloy [ ] o0 T 8 00 [ BK 7 .
Herdened steel " H s s ° 3 # Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
dgeion  |ZEEEEESgEsczesssssees | o
2225083383888 83333888383 3|5 8|(mmrev)| (mm)
00|00z =2=2Z=2=2=2=2==2=ZaaaaaafTI
TOEH 060102L 0.05~0.17 | 0.10~1.50
£ 090204L 005~020 | 0.30~2550
£ 140304L () 0.05~0.25 | 0.30~2.50
£
E
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item

Turning




Turning Insert (Positive) B

Dimensions (mm)

Size d t ch
08 4.76 2.38 2.3
09 5.56 2.38 -
1 6.35 | 2.38~3.18 3.4
16 9.525 | 3.18~4.76 44
22 12.7 4.76 -

TP (0

A Triangular 60° Positive

Relief Angle: 11° 27 | 15875 | 476635 | -
Steel D 3DEEFIOEIIDE X R oS3 £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 25 2K 2k 2K J k 2 k2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§E£E§§§§§EE§ fn ap
ZE55805002EEEE50 8555 58 mmm wm
TPGH 080202L [ ] 0.01~0.12 | 0.06~1.70
= 080204L [ 2N ] 0.01~0.15 | 0.08~1.70
£ 110202L 0.01~0.12 | 0.06~2.00
i% 110204L 001~0.15 | 0.08~2.00
TPGN 090204 0.07~0.20 | 0.70~2.00
110302 0.05~0.15 | 0.50~2.00
110304 [ J [ J 0.07~0.20 | 0.70~3.00
110308 [ J [ J 0.10~0.25 | 1.00~3.00
160302 0.05~0.18 | 1.00~5.00
160304 [ N ) [ J 0.07~0.20 | 1.00~5.00
160308 [ 3N ] [ ] 0.10~0.25 | 1.00~5.00
160310 0.10~0.25 | 1.00~5.00
2 160312 0.15~0.30 | 1.00~5.00
5 160316 0.15~0.30 | 1.00~5.00
= 160404 0.07~0.20 | 1.00~5.00
E 220404 [ J 0.07~0.20 | 1.50~7.00
2 220408 ° 0.10~0.25 | 150~7.00
= 220412 ([ 0.15~0.30 | 1.50~7.00
220430 0.30~0.45 | 1.50~7.00
220440 0.30~0.50 | 1.50~7.00
270408 0.15~0.25 | 3.00~8.00
270608 0.15~0.25 | 3.00~8.00
TPGR 110302-F 0.05~0.15 | 0.10~1.50
110304-F 0.05~0.20 | 0.30~1.50
160304-F 0.08~0.25 | 0.50~2.00
TPGR 110308-M 0.13~0.30 | 1.00~3.00
g 160308-M 013030 | 1.00~5.00
=3
o
E
E
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
STFPR/L B210 STUPR/L B215
CTFPR/L B170 CTGPR/L B170

Turning




B Turning Insert (Positive)

TP (0

Dimensions (mm)

Size d t dh
08 4.76 2.38 2.3
9 9 e ats a4
& Triangular 600 POSItIVE \t\ﬁfﬂ 16 9.525 | 3.18~4.76 | 4.4
. ' 22 12.7 4.76 -
Relief Angle: 11°
Steel D ADEEFIOEIIDE X R oS3 £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
2 Cast iron (2K 2% 2K 2K 2K J k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation 8§§§§£§§§§§££§§§§§?—_2§ fn ap
£3850858508855588558 38 mm o
TPGT 080202R 0.05~0.20 | 0.30~1.50
110302R 0.05~0.20 | 0.30~1.50
110304R [ J 0.05~0.20 | 0.50~2.00
110308R 0.07~0.25 | 0.50~2.00
> 160404R [ J 0.05~0.20 | 0.70~3.00
-_g 160408R 0.05~0.20 | 0.70~3.00
2 080202L ° ®® 005020 030~150
° 110302L 0.05~0.20 | 0.30~1.50
= 110304L o0 0.05~0.20 | 0.50~2.00
g 110308L 0.07~0.25 | 0.50~2.00
160404L [ ] 0.05~0.20 | 0.70~3.00
160408L 0.05~0.20 | 0.70~3.00
TPGX 090202L 0.10~0.20 | 0.30~1.00
2 090204L [ J 0.10~0.25 | 0.50~1.00
5 090208L 0.10~0.30 | 1.00~1.00
= 110304L 0.10~0.25 | 050~1.20
E
TPMR 090202-F 0.05~0.15 | 0.10~1.00
090204-F 0.05~0.15 | 0.10~1.00
110302-F 0.05~0.15 | 0.10~1.50
110304-F [ B I J [ J 0.05~0.20 | 0.30~1.50
110308-F 0.05~0.25 | 0.30~1.50
160304-F [ BN BN BN J [ J [ J 0.08~0.25 | 0.50~2.00
160308-F 0.08~0.25 | 0.50~3.00
TPMR 110304-M 0.10~0.25 | 0.70~3.00
110308-M ([ J [ J 0.13~0.30 | 1.00~3.00
= 160304-M ([ J [ J 0.10~0.25 | 1.00~5.00
-§ 160308-M [ B M J ([ J 0.13~0.30 | 1.00~5.00
£ 160312-M ° 0.15~0.35 | 1.00~5.00
2 220408-M ° 0.13~030 | 150-7.00
=
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
STFPR/L B210 STUPR/L B215
CTFPR/L B170 CTGPR/L B170

Turning




Turning Insert (Positive) B

Dimensions (mm)

TP (0

Size d t di
09 5.56 3.18 -
;dw 16 oo [aisams! o4
A Triangular 60° Positive | N 22 | 27 | 476 | -
Relief Angle: 11° T
. Steel D 3DEEFIOEIIDE X R oS3 £ Machining types
o Stainless steel M E 2K J o B TS o e —
faz_ Castiron (3K 2k 2K Bk 2K J k 2 k 2 @® & | @ Continuous cutting
5 Non-ferrous metal (2K J & General cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£2§§§§§§2§ fn ap
2220088883888 333388888 3|z 8|(mmrev) (mm)
O OO0 000222222222 2000000 T
TPMT 110304-VF [ [ J [ [ [ ) 0.05~0.20 | 0.30~1.50
110308-VF ([ [ J [ J 0.10~0.25 | 0.30~1.50
160404-VF 0.05~0.20 | 0.30~2.00
160408-VF 0.10~0.25 | 0.30~2.00
TPMT 090204-VL 0.04~0.10 | 0.10~0.90
090208-VL 0.06~0.12 | 0.10~1.00
VL 110304VL © e/ee®e o o ee0o00000 005-0.15 | 0.10~1.30
110308-VL ([ [ I J 0.08~0.20 | 0.10~1.30
160404-VL 0.05~0.20 | 0.30~1.50
160408-VL 0.05~0.20 | 0.30~1.50
TPMT 090202-MP 0.03~0.15 | 0.10~1.00
090204-MP 0.05~0.18 | 0.10~1.00
=2 110302-MP 0.03~0.12 | 0.20~1.50
E 110304-MP | @ [ 2N X AN J [ J 0 00 0.05~0.20 | 0.20~1.50
= 110308-MP e o 0 0.10~0.28 | 0.30~2.00
E 160402-MP 0.06~0.20 | 0.30~2.50
2 160404-MP e o 0.08~0.20 | 0.30~2550
= 160408-MP ([ ([ 0.10~0.30 | 0.50~2.50
TPUN 090308 0.10~0.30 | 0.50~2.00
110208 0.15~0.40 | 1.00~3.00
110304 0.10~0.30 | 1.00~3.00
110308 0.15~0.40 | 1.00~3.00
160304 [ J 0.10~0.30 | 1.00~5.00
= 160308 [ ) [ 0.15~0.40 | 1.00~5.00
5 160308TN 0.15~040 | 1.00~5.00
= & 160312 0.20~050 | 1.50~5.00
E y / 160312TN 0.20~0.50 | 1.50~5.00
3 220404 0.10~0.30 | 1.50~7.00
= 220408 [ J 0.15~0.40 | 1.50~7.00
220412 0.20~0.50 | 1.50~7.00
220412TN 0.20~0.50 | 1.50~7.00
330620 0.30~0.70 |3.00~10.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
STFPR/L B210 STUPR/L B215
CTFPR/L B170 CTGPR/L B170

Turning




B Turning Insert (Positive)

V B ; Dimensions (mm)
/@f Size d t dh

Y. 16 9.525 | 4.76 4.4

4 \T/
Rhombic 35° Positive Y NI 1
Relief Angle: 5°

Steel D ADEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
2 Cast iron (2K 2% 2K 2K 2K J k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§E§§§§§EE§§§§§§2§ fn ap
VBGT 1103003R-KF 0.01~0.06 | 0.04~1.30
110301R-KF 0.02~0.08 | 0.05~1.50
KF 110302R-KF ) 0.03~0.13 | 0.06~1.70
‘ 1103003L-KF 0.01~0.06 | 0.04~1.30
110301L-KF 0.02~0.08 | 0.05~1.50
110302L-KF 0.03~0.13 | 0.06~1.70
VBGT 110302-VP1 0.03~0.10 | 0.08~1.50
160402-VP1 0.04~0.20 | 0.16~1.50
VP1 160404-VP1 0.05~0.20 | 0.18~1.80
=
= VBGT 160404 0.07~0.20 | 0.50~1.50
S 160408 0.15~0.25 | 0.70~2.00
=
° ;
E B
VBGT 1103003R-KM 0.01~0.06 | 0.04~1.30
110301R-KM 0.02~0.08 | 0.05~1.50
2 110302R-KM 0.03~0.13 | 0.06~1.70
S 160404R-KM 0.05~0.15 | 0.50~2.00
& KM 1103003L-KM 0.01~0.06 | 0.04~1.30
= o 110301L-KM 0.02~0.08 | 0.05~1.50
3 110302L-KM 0.03-0.13 | 0.06~1.70
= 160404L-KM 0.05~0.15 | 0.50~2.00
VBMT 110302-VB 0.05~0.15 | 0.20~1.20
110304-VB 0.06~0.18 | 0.20~1.20
VB 110308-VB 0.08~0.20 | 0.60~1.20
‘ 160402-VB 0.06~0.20 | 0.05~1.00
160404-VB [ J [ J [ J 0.08~0.20 | 0.20~1.50
160408-VB [} [} [} 0.10~0.23 | 0.50~1.50
160412-VB 0.12~0.25 | 0.80~1.50
160404-VF [ 2N I J [ J [ [ ([ 0.05~0.20 | 0.30~1.00
VE 160408-VF [ 2N I J [ 0.10~0.25 | 0.30~1.00
—
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SVABR/L B183 SVVBN B184
SVHBR/L B183 SVQBR/L B211
SVJBR/L B115, 183 SVUBR/L B212

Turning




Turning Insert (Positive) B

Dimensions (mm)

VB

r
= a Size d t di
/@, @jdw 1 6.35 | 2.38~3.18 | 2.8~3.4
{ T 5 16 9.525 4.76 4.4
- - 35° T
Rhombic 35° Positive A NI s
Relief Angle: 5°
R Steel L D DI IIOEEEE XN £ Machining types
o Stainless steel M E 2K J o B TS [ 2K 2K ) —
faz_ Castiron [ 3K 2% 2K J 2 $TSE @® & | @ Continuous cutting
5 Non-ferrous metal (2K J & General cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s s [ 3K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25’§§§§§2§ fn ap
2225083383888 833388388 3|5 8|(mmiev)| (mm)
CoOo|00|z=2=Z=Z=Z=Z=Z=Z=Z=Z4a4a4aa40aa4adc4 T
VBMT 110302-VL 0.03~0.20 | 0.20~1.20
110304-VL 0.04~0.20 | 0.20~1.20
110308-VL 0.08~0.20 | 0.20~1.20
VL 160402-VL 0.03~0.20 | 0.30~1.50
160404-VL o oo 0o e [ ] [ ] 0000000 0.05~0.20 | 0.30~1.50
@ 160408-VL [ [ AN I BN J [ J ([ 00600000 0.10~0.20 | 0.30~1.50
[Mild steel] 160412-VL [ 2N N ] 00 0.10~0.25 | 0.30~1.50
VBMT 160402-VP1 0.04~0.20 | 0.16~1.50
160404-VP1 0.05~0.20 | 0.18~1.80
VP1 160408-VP1 0.06~0.20 | 0.20~1.80
- VBMT 160404 [ J ([ [} o o 0.07~0.20 | 0.50~1.50
£ 160408 0o [ J o 0.15~0.25 | 0.70~2.00
2
e
5
3
=
- VBMT 110304-HMP [ ] [ ] 0.03~0.20 | 0.15~2.70
£ 110308-HMP [ ] 0.05~0.25 | 0.40~2.70
£ 160404-HMP e o0 o ° ° 0.07~0.20 | 0.20~2.70
:é 160408-HMP o000 [ J [ [ J 0.09~0.27 | 0.50~2.70
E 160412-HMP 0.11~0.32 | 0.50~2.70
8
=
VBMT 110302-MP 0.04~0.14 | 0.20~1.50
110304-MP ([ ] [ ] [ 2N J 0.05~0.15 | 0.20~1.50
=2 110308-MP [ ] [ ] 0.10~0.28 | 0.30~2.00
= 160402-MP 0.06~0.16 | 0.25~2.00
=§ 160404-MP | @ oo 0o e [} [ BN ) o0 0006000 0.08~0.20 | 0.30~2.00
= 160408-MP | @ oo 0o [ J o0 000000000 0.10~0.25 | 0.50~2.30
% 160412-MP | @ [ ] [ ] [ ] [ ] 0000000 0.10~0.35 | 0.50~2.30
=
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SVABR/L B183 SVVBN B184
SVHBR/L B183 SVQBR/L B211
SVJBR/L B115, 183 SVUBR/L B212

Turning




B Turning Insert (Positive)

VC OQ r Dimensions (mm)
;\ a Size d t di
4}\ T4, 1 635 | 3.18 |2.8-34
i AT ¢ Jde 16 | 9525 | 476 | 44
Rhombic 35° Positive | !
Relief Angle: 7°

. Steel O OEEIIOEIOEEEE ) Machining types
o Stainless steel M s e o B TS [ BE 2 —
2 Cast iron (2K 2% 2K 2K 2K J k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 3K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation 3§§§§£§§§§§££§§§§§§2§ fn ap
2220388838888 33338383383 8|z 8|(mmiev) (mm)
00|00z =2=Z=2=2==Z=2=Z=Zaaaadaalx I
VCET  1103005MFR-KF [ 0.01~0.06 | 0.04~1.30
KE 110301MFR-KF [ J [ 0.02~0.08 | 0.05~1.50
110302MFR-KF [ J o 0.03~0.11 | 0.06~1.70
‘ 1103005MFL-KF [ J 0.01~0.06 | 0.04~1.30
{High precision] 110301MFL-KF 0.02~0.08 | 0.05~1.50
110302MFL-KF [ [ ) 0.03~0.11 | 0.06~1.70
VCET  1103005MFR-KM 0.02~0.08 | 0.05~1.50
= 110301MFR-KM [ [ J 0.03~0.11 | 0.06~1.70
E. KM 110302MFR-KM ° 0.04~0.15 | 0.08~2.00
'-g 1103005MFL-KM [ J 0.02~0.08 | 0.05~1.50
= - 110301MFL-KM 0.03~0.11 | 0.06~1.70
% [High precision] 110302MFL-KM 0.04~0.15 | 0.08~2.00
=
VCGT 1103003R-KF 0.01~0.06 | 0.04~1.30
110301R-KF 0.02~0.08 | 0.05~1.50
KF 110302R-KF [ J 0.03~0.13 | 0.06~1.70
1103003L-KF 0.01~0.06 | 0.04~1.30
‘ 110301L-KF 0.02~0.08 | 0.05~1.50
110302L-KF 0.03~0.13 | 0.06~1.70
VCGT 110301-VP1 [ J [ BN BN ] [ ] 0.02~0.15 | 0.05~0.50
VP1 110302-VP1 [ J [ BN BN ] [ ] 0.02~0.18 | 0.10~1.00
110304-VP1 (] [ 3 X ] [ 0.03~0.18 | 0.15~1.20
‘ 160404-VP1 ° 0.05~0.20 | 0.18~1.80
160408-VP1 [ J 0.06~0.20 | 0.20~1.80
VCGT  110301MFN-VP1 [ [ J 0.02~0.15 | 0.05~0.50
110302MFN-VP1 [ [ ) 0.02~0.18 | 0.10~1.00
VP1 110304MFN-VP1 ° ° 0.03-0.18 | 0.15~1.20
e 1203008FN-VP1 0.03~0.12 | 0.06~1.20
120301FN-VP1 0.04~0.13 | 0.08~1.20
[High precision] 120302FN-VP1 0.04~0.15 | 0.08~1.20
120304FN-VP1 0.06~0.20 | 0.10~1.50
- VCGT 1103003R-KM 0.01~0.06 | 0.04~1.30
:% 110301R-KM 0.02~0.08 | 0.05~1.50
g KM 110302R-KM ° 0.03~0.13 | 0.06~1.70
] 1103003L-KM 0.01~0.06 | 0.04~1.30
E ‘ 110301L-KM 0.02~0.08 | 0.05~1.50
g 110302L-KM 0.03~0.13| 0.06~1.70
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SVJCR/L B115, 184, 211 SVQCR/L B212
SVVCN B184 SVUCR/L B212

Turning




Turning Insert (Positive) B

Dimensions (mm)

r
VC OQ —~— size | d ¢ o
. Q) \ d T 08 4.76 2.38 2.3
L \ 1 - 11 6.35 3.18 |28~34
. o HH 35° \ [ ‘\ t] ! 12 75 | 318 | 28
Rhombic 35° Positive Lt Sy
Relief Angle: 7°
Steel D 3DEEFIOEIIDE X R ot £ Machining types
24 Stainless steel M E 2K 3 o B ¢ [ 2K 2K ) —
2 Cast iron [ 2K 2% 2K ) k 2 k2 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] O 08 8 060 ¢ [ 3 7 # Int ted cutti
Hardened steel s 8 [ 2K 3 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§E§§§§EEE§§§§§?—_2§ fn ap
2220388383888 8333383833838 38|z 8|(mmiev) (mm)
OCo|0O0|lz=2=2=2=2=2=2=2=2=24a4a4a4adaaTF
VCGX  120300MFR-VP1 [ ] [ ] 0.02~0.10 | 0.05~0.50
120301MFR-VP1 [ ] [ ] 0.02~0.15 | 0.05~0.50
VP1 120302MFR-VP1 [ ] [ 0.02~0.18 | 0.10~1.00
120304MFR-VP1 [ 0.03~0.20 | 0.12~1.20
LG 120308MFR-VP1 ° ° 005020 | 015-1.20
[High precision]
VCMT 080202-VF 0.05~0.20 | 0.30~1.00
080204-VF [ ] 0.10~0.25 | 0.30~1.00
VF 110304-VF ° 0.03-018 | 0.15~1.20
v 160404-VF ® ® e 0.04~0.20 | 0.15~1.50
VCMT 080202-VL [} [} [} [ ] 0.03~0.08 | 0.10~0.80
080204-VL [} [} [} [ 0.04~0.10 | 0.10~0.90
VL 160404-VL [ J [ J [ 2N BN J [ 2 ) 0.05~0.20 | 0.30~1.50
@ 160408-VL [ ] [ ] ® 00 o0 0.05~0.20 | 0.30~1.50
160412-VL 0.10~0.25 | 0.30~1.50
[Mild steel]
VCMT 160404-VP1 0.05~0.20 | 0.18~1.80
160408-VP1 0.06~0.20 | 0.20~1.80
VP1
= VCMT 160404-HMP [ [ [ ] [ [ ) 0.10~0.25 | 0.30~2.60
5 160408-HMP e o ° e o 0.13~0.33 | 0.60~2.60
= HMP
3
=
VCMT 080202-MP [ J [ J 0.03~0.15 | 0.10~1.00
= 080204-MP [ J [ J 0.05~0.18 | 0.10~1.00
£ 110302-MP 0.06~0.18 | 0.20~1.80
2 MP O 110304-MP 0.06~0.18 | 0.20~1.80
i=) 160404-MP [ ] ® [ B BN BN J [ 2N J 0.08~0.18 | 0.30~2.00
B - 160408-MP o o eecee oo 010023 | 050230
g 160412-MP X0 o0 0.10~0.33 | 050~2.30
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SVJCR/L B115, 184, 211 SVQCR/L B212
SVVCN B184 SVUCR/L B212

Turning




B Turning Insert (Positive)

V P . Dimensions (mm)
. N Size d t di

o) M 08 | 635 | 238 | 23
%4 L R 1 6.35 3.18 2.8
i o agm 35° ‘ | ‘ ‘ t ‘ i
Rhombic 35° Positive | ‘ —
Relief Angle: 11°
Steel D ADEEFIOEIIDE X R K £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ 2K 2K ) e
2 Cast iron (2K 2% 2K 2K 2K J k 2 k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® 2| gGenenal cutting
= Heat resistant alloy, Titanium alloy [ o0 8 8 00 [ 2K 2 8 .
Hardened steel g 8 FYE nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25‘3§§§?—_2§ fn ap
2225003383888 833388833 3|5 3|(mmrev) (mm)
CCoOo|00|z=2=2=2=22=2=2=2=2=2Z4Aa404aa40d4aa4ax

VPET 0802005MFR-KF [ J [ J 0.01~0.12 | 0.05~0.50
080201MFR-KF [ J [ J 0.02~0.15 | 0.05~0.50
080202MFR-KF [ J [} 0.02~0.18 | 0.10~1.00
0802005MFL-KF [ ] [ 0.01~0.12 | 0.05~0.50
080201MFL-KF [ [ 0.02~0.15 | 0.05~0.50

KF 080202MFL-KF ° ° 0.02-0.18 | 0.10-1.00
[High precision]

VPET  0802005MFR-KM [ J [ J 0.01~0.12 | 0.05~0.50
080201MFR-KM [ J [ J 0.02~0.15 | 0.05~0.50
080202MFR-KM [} [ J 0.02~0.18 | 0.10~1.00

2 0802005MFL-KM [ J [ J 0.01~0.12 | 0.05~0.50
% KM 080201MFL-KM [ [ 0.02~0.15 | 0.05~0.50
= 080202MFL-KM [ J [ J 0.02~0.18 | 0.10~1.00
S

§ [High precision]

=

VPGT 110301-VP1 [ J [ 2 I J [ 0.02~0.15 | 0.05~0.50

110302-VP1 [ J [ 2 I J [ 0.02~0.18 | 0.10~1.00
> 110304-VP1 [ J [ BN 3N J [ J 0.03~0.18 | 0.15~1.20
£ IV
2

VPGT 110301MFN-VP1 [ J [ 0.02~0.15 | 0.05~0.50
110302MFN-VP1 [ [ 0.02~0.18 | 0.10~1.00
110304MFN-VP1 [ J [ J 0.03~0.18 | 0.15~1.20

VP11
[High precision]
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SVABR/L B183 SVVBN B184
SVJBR/L B115, 183

Turning




Turning Insert (Positive) B

W B Dimensions (mm)
Size d t di

02 3.97 1.59 2.2
i S3 4.76 2.38 2.4

-7

@ Trigon 80° Positive
Relief Angle: 5°

R Stee ) ez 200338 s003 8 Machining types
8 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2 —
2 Cast iron [ 2K 25 2K 2k 2K J L2k 2K 4 ® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K 2 # Int ted cutti
Hardened steel g = o 3 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SSE88s8§88z5¢288888228 n ap
™ AN AN ™ AN (M M M M LH © O O O LD LH 0 W O N | v~ O
ZZZ(000000000O0O0O00OO O O O|lS 8(mmrey) (mm
o000z =2=2=Z=2=Z=2=2Z=2=Za4a4a40a4ad4a4a T I
WBGT 020102R 0.01~0.05 | 0.10~0.30
S30204R 0.01~0.10 | 0.10~0.50
020102L [ J ( AN J 0.01~0.08 | 0.10~0.40
S$30202L 0.01~0.08 | 0.10~0.40
S$30204L 0.01~0.10 | 0.10~0.50
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11 2 Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page

SWUBR/L B216

Turning




B Technical Information for Aluminum

Technical Information for Aluminum

D AK special chip breaker for aluminum

¢ Unique and 3-dimensional rake angle controls chip breaking and chip flow ensuring longer tool life and reducing cutting load
e High rake angle at cutting edge part reduces cutting load to increase tool life
e Buffed finish on top face controls chip flow reducing built-up edge

@ High rake angle & tabby pattern chip pocket - Low cutting load

@ Unique rake angle design - Effective chip breaking and good chip flow

® Unique and 3-dimensional top face - Longer tool life & Excellent surface roughness
@ Tabby pattern & Sharp cutting edge - Distributing cutting load, long tool life

© Buffed on top face - Excellent machining, Reducing built-up edge, Excellent chip flow

D AR special chip breaker for aluminum

e AR chip breaker ensures reliability and good cutting performance at high feed, speed and interrupted machining

© Flat corner cutting edge improved productivity at high feed machining and ensures good
surface roughness and reliability owing to strong cutting edge

@ Specially buffed on top face controls chip flow reducing built-up edge

© KORLOY’s own technology applied for cutting edge and corner shape controlling chip
flow ensures longer tool life

@ KORLOY special chip breaker design controls chip flow at high speed machining

D AK and AR chip breaker specially developed for aluminum

Depth of cut per time, ap (mm) 7
= A y @ RCGT
€ os00f Z//~p/
B 160 N :
g 2000f AR ¢ RCGT
& ol CCGT w
= 14.0
5
3 1000F \
12.0
500F 5
. @ DCGT

. L. Q4
0 0.1 0.2 0.3 0.4 0.5 0.6 ~
feed, fn (mm/rev) scGT

h w VCGT, VBGT
| Recommendation range | Grades /
HO1 (Uncoated cemented

AK | 2PE 0.1~5.0 mn carbides K10~K20) ”
fn=0.03~0.5 mn/rev | ND1000 (Diamond coating) RCGT
PD1000 (DLC coating) TCGT
HO1 (Uncoated cemented /
AR ap=0.5~6.0 m carbides K10~K20) <

fn=0.05~0.6 m/rev | ND1000 (Diamond coating) T~ RCGT

PD1000 (DLC coating)

D Features of HO1 and cutting conditions

- Good for aluminum and alloy steel machining - Surface treatment reduces built-up edge
- 3-dimensional design reduces cutting resistance and ensures high machinability in high feed and speed machining

Workpiece Hardness (HB) ke (MPa) vc (m/min) fn (mm/rev)
Aluminum alloy before heat treatment 50~70 500~600 1000~2500 0.1~0.6
(forged) after heat treatment 90~110 700~900 300~1000 0.1~0.5
Aluminum alloy before heat treatment 70~80 700~800 300~1000 0.1~0.6
(cast) after heat treatment 80~100 800~950 200~600 0.1~0.4
Copper alloy - 90~110 700 250~600 0.1~0.5
Non-ferrous metal, etc - 100 1700 150~300 0.1~0.6

Turning




Aluminum Insert (Positive) B

Dimensions (mm)
CC TR

- 06 6.35 2.38 2.8
S T2 a7 am | ss
[G Rhombic 80° Positive " i
Relief Angle: 7° ‘
° Steel P Machining types
o Stainless steel M
fa:_ Castiron @ Continuous cutting
s Non-ferrous metal s [ ) £.3 k 2 £ 8 General cutting
= Heat resistant alloy, Titanium alloy # Interrupted cutting
Hardened steel
Coated Uncoated Cutting Condition
Inserts Designation § § g fn ap
§ é é % § (mm/rev) (mm)

CCGT 060202-AK ([ ] [ ] ([ ] 0.01~0.12 0.05~3.00
060204-AK ([ ] [ [ ] [ ] 0.02~0.15 0.10~3.00
060208-AK [ ] ([ ] 0.02~0.20 0.10~4.00
09T302-AK ([ ] [ J [ ] ([ ] 0.02~0.20 0.05~3.00
09T304-AK [ ] [ [ ] ([ ] 0.02~0.30 0.10~5.00
09T308-AK ([ ] [ ] [ ] 0.03~0.50 0.10~5.00
120402-AK [ ] [ ] 0.02~0.30 0.05~4.00

AK 120404-AK ([ ] [ [ ] ([ ] 0.03~0.50 0.10~5.00
120408-AK [ ] ([ ] 0.04~0.80 0.10~5.50
i \;J\::;»,,._

CCGT 060202-AR [ [ ] 0.02~0.30 0.30~4.00
060204-AR 0.03~0.35 0.50~4.50
060208-AR 0.04~0.50 0.50~4.50
09T302-AR [ ] [ 0.03~0.45 0.30~4.00
09T304-AR [ ] [ 0.04~0.50 0.50~4.50
09T308-AR [ ] ([ ] 0.05~0.60 0.50~6.00
120402-AR 0.04~0.50 0.30~5.00
120404-AR [ ] [ 0.05~0.60 0.50~6.00

AR 120408-AR [ ] [ 0.06~0.65 0.50~6.00
120412-AR 0.08~0.70 0.50~6.50
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11 2 Code system B26~B27 e : Stock item
Available tool holders
Designation Page Designation Page
SCACR/L B113, 178 SCLCR/L B113, 178, 204

Turning




B Aluminum Insert (Positive)

; Dimensions (mm)
D ( : 1 Size d t di

K | 07 635 238 28
d di 11| 9505 | 397 | 44
Y
A

5] Rhombic 55° Positive
Relief Angle: 7°

° Steel a4 Machining types
o Stainless steel M
2 Cast iron @ Continuous cutting
E ot Ty B ® General cting
Har dene& stoel # Interrupted cutting
Coated Uncoated Cutting Condition
Inserts Designation § § g fn ap
§ é é é § (mm/rev) (mm)
DCGT 070202-AK [ J [ J [ ] 0.01~0.20 0.05~3.00
070204-AK [ ] [ ] [ J [ ] 0.02~0.30 0.10~4.00
070208-AK [ J (] [ ] 0.03~0.40 0.10~4.00
11T302-AK [ J ([ ] (] [ ] 0.02~0.30 0.05~4.00
11T304-AK (] [ ] ([ ] (] ([ ] 0.03~0.50 0.10~5.00
11T308-AK ([ ] [ ] [ J [ ] 0.03~0.50 0.10~5.00
11T312-AK ([ ] ([ ] 0.04~0.60 0.15~5.00
AK
DCGT 070202-AR [} ([ ] 0.02~0.30 0.30~4.00
070204-AR [ J [ ] 0.03~0.40 0.50~5.00
070208-AR (] [ ] 0.04~0.50 0.50~5.00
11T302-AR 0.03~0.45 0.30~6.00
11T304-AR (] [ ] 0.04~0.50 0.50~6.00
11T308-AR [ J [ ] 0.05~0.60 0.50~6.00
11T312-AR (] [ ] 0.08~0.65 0.50~6.50
AR
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11 2 Code system B26~B27 e : Stock item

Available tool holders

Designation Page Designation Page
SDACR/L B178 SDQCR/L B206
SDJCR/L B113, 179 SDUCR/L B207
SDNCN B114,179 SDZCR/L B208

Turning




Aluminum Insert (Positive)

Dimensions (mm)

RC () L
T 06 6.0 2.38 2.8
] i‘“ 08 8.0 3.18 3.35
agn 7 10 10.0 | 3.18~3.97 44
@ Round Positive i 12 | 120 | 476 | 44
Relief Angle: 7°
Steel P Machining types
Stainless steel M
Cast iron @ Continuous cutting

Workpiece

. Non'fe"uousrme‘al ” ® L ® L2 ® & General cutting
leat resistant alloy, Titanium alloy .
Hardened stee! ¥ Interrupted cutting
Coated Uncoated Cutting Condition
. . [=] o o
Inserts Designation S = S fn ap
D - - — v
[&] (=] =] o =] (mm/rev) (mm)
a a a I =
RCGT 0602M0-AK [ ([ ] 0.05~0.20 0.50~2.00
0803MO0-AK [ ([ ] 0.05~0.25 0.50~2.50
1003MO0-AK [ J [ 0.10~0.30 1.00~3.00
10T3M0-AK 0.10~0.30 1.00~3.00
1204M0-AK [ ([ ] 0.10~0.35 1.00~3.50
AK
RCGT 0602M0-AR 0.05~0.20 0.50~2.00
0803M0-AR 0.05~0.25 0.50~2.50
1003M0-AR [ [ ) 0.10~0.30 1.00~3.00
10T3MO-AR 0.10~0.30 1.00~3.00
1204M0-AR 0.10~0.35 1.00~3.50
AR
_ —

2 Cutting edge geometry A52~A61

2 Recommended chip breaker B04~B11

Available tool holders

Designation Page

Designation

Page

SRDCN B179

SRGCR/L

B180

2 Code system B26~B27

o : Stock item

Turning




B Aluminum Insert (Positive)

Dimensions (mm)

SC () e
— 09 9.525 | 3.97 4.4
1 idw 12 | 127 | 476 | 55
o - L] T o
(O] Sauare 90° Positive C
Relief Angle: 7° ‘
° Steel - Machining types
o Stainless steel M
2 Cast iron @ Continuous cutting
‘;5 e Nf’?'fT"”OUSTTe“al . L. L L. s ® & General cutting
ieat resistant alioy, litanium alioy .
Hardened stee! # Interrupted cutting
Coated Uncoated Cutting Condition
N =) = =)
Inserts Designation S = S fn ap
§ E E é § (mm/rev) (mm)
SCGT 09T302-AK [ ] [ J 0.02~0.30 0.10~4.00
09T304-AK [ ] [ ] [ J 0.04~0.40 0.10~5.00
09T308-AK [ (] 0.03~0.40 0.10~5.00
120404-AK [ ] [ ] 0.03~0.50 0.10~5.00
120408-AK [ ] (] 0.04~0.60 0.15~5.50
120416-AK 0.04~0.60 0.15~5.50
AK
ésﬁ_{i
SCGT 09T302-AR 0.03~0.40 0.50~5.00
09T304-AR [ ] [ J 0.04~0.50 0.50~6.00
09T308-AR 0.04~0.50 0.50~6.50
120404-AR [ ] [ ] 0.05~0.60 0.50~6.50
120408-AR 0.05~0.60 0.50~7.00
120416-AR 0.05~0.60 0.50~7.00
AR
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11 2 Code system B26~B27 e : Stock item

Available tool holders

Designation Page Designation Page
SSBCR/L B180 SSKCR/L B181
SSDCN B180 SSSCR/L B181

Turning




Aluminum Insert (Positive) B

60° Dimensions (mm)

TC e
3 E 09 5.56 2.38 2.5
e 16 os5  sar 44
& Triangular 60° Positive | - =
Relief Angle: 7° | |
° Steel P Machining types
o Stainless steel M
:‘5"_ Cast iron @ Continuous cutting
§ Heat re,\:)s?a:rar\ltz;,sT:::tiirln alloy 8 e = ¢ B & General cuttlng.
Hardened steel ¥ Interrupted cutting
Coated Uncoated Cutting Condition
Inserts Designation § § fn ap
8 a S 8 (mm/rev) (mm)
a a I I
TCGT 090202-AK [ [ ] 0.01~0.12 0.05~3.00
090204-AK [ ] (] 0.02~0.15 0.10~4.00
110202-AK [ ] [ ] [ ] 0.02~0.20 0.05~4.00
110204-AK ([ ] [ ] ( J 0.03~0.30 0.10~4.00
110208-AK [ () 0.03~0.40 0.10~5.00
16T302-AK [ ] (] 0.02~0.30 0.05~5.00
16T304-AK [ [} 0.03~0.40 0.10~5.50
16T308-AK [ [ ] 0.03~0.50 0.10~5.50
AK 16T312-AK e o 0.04~0.60 0.15~5.50
16T316-AK [ ] (] 0.05~0.80 0.15~5.50
ﬁd} 16T325-AK 0.06~0.90 0.20~7.00
TCGT 090202-AR 0.02~0.18 0.30~3.00
090204-AR [ ] [ ] 0.02~0.25 0.30~5.00
110202-AR 0.02~0.30 0.30~4.00
110204-AR [ [ ] 0.03~0.40 0.30~5.00
110208-AR 0.04~0.45 0.50~6.00
16T302-AR [ [ ] 0.03~0.45 0.30~5.00
16T304-AR [ (] 0.04~0.50 0.50~6.00
16T308-AR [ ® 0.05~0.60 0.50~6.00
AR 16T312-AR 0.06~0.65 0.50~6.00
16T316-AR 0.08~0.70 0.50~6.50
16T325-AR 0.10~0.10 0.80~7.00

2 Cutting edge geometry A52~A61

2 Recommended chip breaker B04~B11

Available tool holders

Designation Page Designation Page
STACR/L B114,181 STTCR/L B182, 235
STFCR/L B182, 234 STWCR/L B235
STGCR/L B182

2 Code system B26~B27

o : Stock item

Turning




B Aluminum Insert (Positive)

1 6.35 3.18 2.8

16 9.525 | 4.76 4.4

Dimensions (mm)
VB (0 >R, T E

Rhombic 35° Positive
Relief Angle: 5°

° Steel a4 Machining types
o Stainless steel M
2 Cast iron @ Continuous cutting
‘;5 e Nf’?'fT"”OUSTTe“al . L. L L. s ® & General cutting
ieat resistant alioy, litanium alioy .
Hardened stee! # Interrupted cutting
Coated Uncoated Cutting Condition
" =) =) =)
Inserts Designation S = = fn ap
0 - - — w0
(8] [=] (=] o [=] (mm/rev) (mm)
o o o I X
VBGT 110302-AK [ J [ ] 0.02~0.15 0.05~3.00
110304-AK [ J [ ] 0.02~0.15 0.10~4.00
110308-AK [ ] 0.03~0.18 0.10~5.00
160402-AK 0.03~0.30 0.05~4.00
160404-AK [ ] [ 0.03~0.40 0.10~5.00
160408-AK [ J [ ] 0.03~0.50 0.10~5.00
160412-AK [ ] 0.05~0.60 0.10~5.50
AK
VBGT 110302-AR 0.02~0.35 0.30~3.00
110304-AR 0.03~0.45 0.30~4.00
110308-AR 0.03~0.50 0.50~6.00
160402-AR 0.04~0.45 0.30~5.00
160404-AR (] [ 0.04~0.50 0.50~6.00
160408-AR [ J [ ] 0.05~0.60 0.50~6.00
160412-AR 0.05~0.70 0.50~6.50
AR
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11 2 Code system B26~B27 e : Stock item

Available tool holders

Designation Page Designation Page
SVABR/L B183 SVVBN B184
SVHBR/L B183 SVQBR/L B211
SVJBR/L B115, 183 SVUBR/L B212

Turning




Aluminum Insert (Positive) B

Dimensions (mm)
VC 0 - =l el Ts
2N . . X
%}7 d[ ET& 13 | 794 | 318 | 34
e N :}7" 16 | 9525 | 476 | 44
. ) ; :
_ 5> Rhombic 35° Positive sk T NN

22 12.7 5.56 5.6
Relief Angle: 7°

° Steel P Machining types
S Stainless steel M
-E_ Cast iron @ Continuous cutting
s Non-ferrous metal s [ ) £.3 k 2 £ 8 General cutting
= Heat resistant alloy, Titanium alloy # Interrupted cutting
Hardened steel
Coated Uncoated Cutting Condition
Inserts Designation § § g fn ap
§ é é é § (mm/rev) (mm)
VCGT 110301-AK [ ] 0.02~0.15 0.05~3.00
110302-AK [ [ J ([ ] 0.02~0.20 0.05~3.00
110304-AK [ ] [ ] [ ([ ] 0.02~0.25 0.10~4.00
110308-AK [ [ ] 0.03~0.30 0.10~5.00
130302-AK [ [ ([ ] 0.02~0.35 0.10~5.00
130304-AK [ ] [ ] ([ ] 0.03~0.35 0.10~5.00
130308-AK 0.04~0.40 0.10~5.00
160402-AK [ [ ] 0.02~0.30 0.05~5.00
AK 160404-AK [ ] [ ] [ ([ ] 0.03~0.40 0.10~5.00
160408-AK [ ] [ ] ([ ] 0.03~0.50 0.10~5.00
w 160412-AK o o 0.03~0.50 0.10~5.00
220516-AK [ ] [ ] 0.03~0.60 0.10~7.00
220525-AK ([ ] 0.05~0.70 0.10~7.00
220530-AK [ ] ([ ] 0.08~1.00 0.10~7.00
VCGT 110301-AR 0.02~0.20 0.10~3.00
110302-AR [ ] ([ ] 0.02~0.25 0.30~3.00
110304-AR [ ([ ] 0.03~0.35 0.30~4.00
110308-AR 0.04~0.45 0.50~6.00
130302-AR ([ ] 0.02~0.40 0.50~3.00
130304-AR [ ] ([ ] 0.03~0.45 0.50~4.00
130308-AR 0.04~0.50 0.50~5.00
160402-AR [ [ ] 0.03~0.40 0.30~5.00
160404-AR [ ] ([ ] 0.04~0.50 0.50~6.00
AR 160408-AR e o 0.05~0.60 0.50~6.00
P _0. 160412-AR 0.06~0.65 0.50~6.50
— 220516-AR 0.10~0.65 0.80~6.50
220525-AR 0.10~0.70 0.80~7.00
220530-AR [ ([ ] 0.12~0.75 1.00~7.00
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11 2 Code system B26~B27 e : Stock item
Available tool holders
Designation Page Designation Page
SVJCR/L B115, 184, 211 SVQCR/L B212
SVVCN B184 SVUCR/L B212

Turning




B cBN Insert

Dimensions (mm)

CBN Size d t di
12 | 127 476 516
Multi-Corner Type (Negative) 16 | ass 4m o8l
_ Uncoated Available tool holders
Inserts Designation § § § § § § § § § § i i
O OOl 22225 = Designation Page
5353888883832
2NU-CNGA 120404 ) ) ° DCBNRL DCLNRL Bi54 B154
120404F | @ ° MCKNR/ MCLNRL B171 B171
120404T | @ ) MCMNN PCBNRL B171 B159
120404W | @ PCLNRIL B160
120404WF | @
120408 ) ) °
120408F | @ °
120408T | @ )
120408W |@ @ ) °
120408WF | ® °
CNOO Q 120408WT [ )
80° v 120412 °o o
Nega 120412F | ®
120412T | @
120412W | @ ) °
120412WF | @ °
120412WT )
T-2NU-CNGA 120408 °
2NU-CNMA 120404 °
120408 °
2NS-CNGA 120408 ° °
2NU-DNGA 150404 ) ) ° ° DDJNRL MDIJNRL Bi55 B172
150404F | @ ° MDNNN MDQNRL B172 B173
150404T | @ ) MDUNRL PDJNRL  B202 B160
150408 ) ) ° ° PDNNRL PDSNRL Bi61 B197
150408F |® ° PDUNRIL B198
DNOO ( 150408T | ® oo
550 v 150412 )
Nega 150412F o
150412T | @
150608 °
T-2NU-DNGA 150412 °
2NS-DNGA 150408 ° °
ANU-SNGA 120404 ° ) ° DSBNRL MSBNRL B155 B173
120404F ° MSDNN MSKNRL B173 Bi74
120404T ) MSRNRL MSSNRL Bi74 B175
SN OO P 120408 ° oo ® |PSBNRL PSDNN  B163 B163
90° v 120408F ° PSKNRIL B164
Nega 120408T e o
120412 °
2NS-SNGA 120408 ° °
3NU-TNGA 160404 ) ) ° ° MTENN MTFNRL B175 B175
160404F | @ ° MTGNR/ MTINRL B176 B176
_ 160404T | @ ) PTFNRL PTGNRL B165 B165
TNOO (@ 160408 (@ ® (@ @ ® |PTTNRL WTENN  Bi66 B167
60° i 160408F |® ° WTINRL WTXNRL B167 Bi67
Nega 160408T () e o
160412 °
2NS-TNGA 160408 ° °
2NU-VNGA 160404 ) ) ° ° MVJNRIL B176
160404F | @ ° MVQNRIL B177
VNOO 160404T | @ ) MVUNRIL B203
350 160408 ) ) ° ° MVVNN B177
27 Neua 160408F | ® °
160408T |® )
2NS-VNGA 160408 ° °
o : Stock item

Turning




CBN

Multi-Corner Type (Positive)

cBN Insert

Dimensions (mm)

Size d t di
06 6.35 2.38 2.8
07 6.35 2.38 2.8
09 9.525 | 397 4.4
11 9.525 | 3.97 4.4

Uncoated

Available tool holders

Inserts Designation E § § § § § § >8< ) )
(8] - N =z =25 = Designation Page
a8 8888888
2NU-CCGW 060202 [ ] SCACR/L B178
060202F [ ] SCLCR/L B178
060202T [
060204 [ o o
060204F [ [
060204T [ o o
060208 o o
060208F [
060208T o o
097304 o o [ J [ ([ ]
) 09T304F [ ] [
CCcOO 09T304T | @ ° 0
80° o 09T308 L) ) ° °
Posi 09T308F [ [
09T308T [ o o
09T308W [
09T308WF | @
2NU-DCGW 070204 o o SDACR/L B178
070204F [ ] SDJCR/L B179
070204T o o SDNCN B179
070208 o o SDQCR/L B206
070208F [ ] SDUCRI/L B207
070208T o o SDZCR/L B208
117304 o o o O [ ] [ ]
11T304F [ [
11T304T [ o o
DCOO 17308 @ e e e e o
55° . 11T308F [ [
Posi 11T308T [ o o
T-2NU-DCGW 11T304 [ ]
3NU-TCGW 090204 [ STACR/L B181
090204F [ STFCRIL B182
090204T [ ] STGCR/L B182
STTCRIL B182
TCOO ¢ -/
Aw V

® : Stock item

Turning




B cBN Insert

CBN

Multi-Corner Type (Positive)

Dimensions (mm)

Size d t di
11 6.35 3.18 24
16 9.525 4.76 3.81

_ Uncoated Available tool holders
Inserts Designation § § § § § § § § § § ) i
O OOl 22225 = Designation Page
8558888888
3NU-TPGB 110304 ([ ] [ ] CTFPRIL B170
110304F ([ ] CTGPR/L B170
110304T ([ ]
\/ 110308 ° °
110308F [ ]
110308T [ ]
3NU-TPGN 110304 o O CTFPR/L B170 B201
110304F [ CTGPR/L B170
110304T [ N
110308 [
TPOO \/ 110308F °
60° 110308T o O
Posi 160304 [ N ]
160308 o o
3NU-TPGW 110304 o o o O [ ]
110304F [ ] [
110304T [ ] [ N}
. y 110308 (N J o o [ ]
- 110308F | ® °
v 110308T o L )
2NU-VBGW 160404 o o [ J [ ] [ ] SVABR/L B183
160404F ([ ] [ SVHBR/L B183
160404T ([ ] o O SVJBR/L B183
160408 (B ] [ N J ([ ] [ ] SVQBR/L B211
160408F ([ ] [ SVUBR/L B212
160408T ([ ] o o
VB OO
5> 35° w
Posi
2NU-VCGW 160404 o o [ N (]
160404F ([ ] [
160404T ([ ] [ N}
160408 (B ] [ N J [ ]
160408F ([ ] [
160408T ([ ] [ N}
VC OO
o~ 35° o
Posi
@ : Stock item

Turning




cBN Insert B

Dimensions (mm)

Dimensions (mm)

CBN Size d t di Size d t di
09 9.525 3.97 44 15 | 127 476 516
.y . . 11 |6.35-0.525| 3.8~3.97 | 3.4~4.4 16 | 9525 | 476 | 38144
Regrinding Type (Negative/Positive) 12 | 127 | 476 | 516
_ Uncoated Available tool holders
— 2238888
Inserts Designation ,8- § = 2 2 E >z< Designation Page
M MOOmMDOmMMDM©zp @
(= === = ==
CNMA 120404 ° DCBNR/L MCKNRL Bi54 B171
CNOO 120408 ° ® |DCLNRL MCLNRL Bi54 B171
80° T-CNMA 120408 ° PCBNRL MCMNN  B159 B171
Nega PCLNRIL B160
DNMA 150404 ° DDINRL MDJNRL Bi55 B172
150408 o0 MDNNN MDQNRL Bi72 B173
DNOO MDUNR/L PDJNRL B202 B160
55° PDNNRL PDSNRL B161 B197
Nega PDUNRIL B198
SNMA 120404 ° DSBNRIL MSBNRL Bi55 B173
120408 ° MSDNN MSKNRL B173 B174
SNOO MSRNRL MSSNRL B174 B175
90° PSBNR/L PSDNN B163 B163
Nega PSKNRIL B164
TNMA 160404 ° MTENNS MTFNRL Bi75 B175
160408 ° MTGNRL MTINRL Bi176 B176
TNOO PTFNRL PTGNRL Bi65 B165
60° PTTNRL WTENN  B166 B167
Nega WTINRL WTXNRL B167 B167
VNMA 160404 ° MVJNRIL B176
160408 ° MVQNRIL B177
VNOO T-VNMA 160404 ° MVUNRI/L B203
35° ‘ MVVNN B177
P Nega
CCMW 09T304 ° SCACRIL B178
: SCLCRIL B178
CCc OO =
cP OO '\/
o
80° oo
DCGW 11T308 ° SDACRIL B178
T-DCGW 11T308 ° SDJCRIL B179
DC OO SDNCN B179
500 .
Posi
TPGB 110304 ) CTFPRIL B170 B201
110308 ° CTGPRIL B170
TP OO
60°
Posi
VBMW 160404 ° SVABRIL B183
160408 ° SVHBRIL B183
VB SVJBRIL B183
C%g o SVQBR/L B211
87 b SVUBRIL B212
@ : Stock item

Turning




B PCD Insert

Dimensions (mm) Dimensions (mm)
PCD Size d t di Size d t di
06 6.35 2.38 2.8 11 | 9525 3.97 4.4
. . 07 6.35 2.38 2.8 12 127 4.76 5.16
Insert (Negative/Positive) 08 | 794 238 | 34 15 | 127 | 476 | 516
09 | 9525 3.18 4.4 16 | 9525 4.76 3.81
PCD Available tool holders
Inserts Designation g g § Designation Page
CNMM 120404 ° DCBNR/L DCLNR/L B154 B154
120408 ° MCKNR/L MCLNRL B171 B171
CNOO 120412 MCMNN  PCBNR/L B171 B159
80° @ CNMX 120404 PCLNRIL B160
Nega 120408
(CNMX) 120412
DNMM 150404 ° DDJNRL MDJINRL B155 B172
150408 ° MDNNN  MDQNRL B172 B173
DNOO 150412 MDUNR/L PDJNRL B202 B160
55° DNMX 150404 PDNNR/L PDSNRL B161 B197
Nega o 150408 PDUNR/L B198
150412
TNMX 160404 MTENN  MTFNRL B175 B175
160408 MTGNRL MTJNR/L B176 B176
160412 PTFNRLL PTGNR/L B165 B165
PTTNRL WTENN B166 B167
WTJINRL WTXNRL B167 B167
VNMX 160404 MVJINR/L B176
160408 MVQNR/L B177
160412 MVUNRIL B203
MVVNN B177
CCMT 060202 ° SCACRIL B178
060204 ° SCLCRIL B178
060208
09T304 °
09T308 °
09T312
CPMT 080204
080208
080212
090304
090308
090312
DCMT 070202 ° SDACRIL B178
070204 ° SDJCRIL B179
070208 SDNCN B179
DCOO) 117302 SDQCR/L B206
550 ° 117304 ° SDUCRIL B207
Posi 117308 ° SDZCRIL B208
SCMT 09T304 SSBCRIL B180
09T308 SSDCN B180
09T312 SSKCRIL B181
SC OO SPGW 090302 SSSCRIL B181
SP OO 090304
90° 090308
Posi (scvm)
@ : Stock item

Turning




PCD Insert B

Dimensions (mm) Dimensions (mm)
P C D Size d t di Size d t d
06 3.97 1.59 28 1 9525 | 397 44
o 08 4.76 2.38 24 12 6.35 |2.38~3.18] 2.8~3.4
Insert (Positive) 09 |556~9.5252.38~3.18] 2.55 16 | 127 | 318 44
PCD Available tool holders
Inserts Designation o 1 S . X
e T I Designation Page
(=] [=] (=]
TBGW 060102 STUBRIL B214
060104
TCMT 090201 STACRI/L B181
090202 STFCRIL B182
090204 STFPRIL B210
110201 STGCRIL B182
110202 STTCRIL B182
110204
TPGB 080204
080208
TBOO _ 090204 °
090208 °
TCOO ™ G
TP OO 110308
60° TPGW 080202
Posl 080204
090204
090208
110302
110304 °
110308 °
160404
160408
TPGT 110302 STFPRIL B210
110304 STUPRIL B215
VBMT 110302 SVABR/L B183
110304 ° SVHBRI/L B183
110308 ° SVJBRIL B183
160402 SVQBRIL B211
160404 ° SVUBRI/L B212
VBOO 160408 °
vC OO ‘ 160412 °
o7 35° VCMT 110302 SVJCR B184
Posi 110304 ° SVVCN B184
110308 °
160404 °
160408 °
160412
TPGN 090204 CTFPRIL B170
090208 CTGPRIL B170
110302
110304 °
T OO 110308 °
o 160302
- A 160304
160308
SPGN 090304 ° CSDPN B169
090308 CSKPRIL B170
sp OO 120304
90° 120308
Posi

® : Stock item

Turning




B Technical Information for Save Turn

Economical small insert with powerful cutting performance

SAVE TURN

® Strongly recommended turning insert for machining smaller diameter than @100
® Small but powerful and economical insert which performs the same like standard-sized
inserts under the depth of cut of 3.0 mm

D Features

Comparison of insert sizes Comparison of cutting performance
: A
T [SAVE TURN]
12.1 mm 9.525 mm L
’, The same
I - Down Siz i A cutting
¥ =Y v LA SaAES performance
4.76 mm I I 4.76 mm I I [Standard type]
[Standard type] [SAVE TURN] S e
*‘—‘* Depth of cut,ap = 3.0 mm
« Optimized size of the same performance like the standard type « Performs the same like standard type inserts
under the depth of cut of 3.0 mm
D Features of chip breaker D Application area of chip breaker
Insert shape | Cutting edge Features . M
« For finishing steel = = ‘
« Efficient chip breaking and low cutting 50 S50
resistance &> &
r\/_ « Various application available at 340 340
low depth of cut H 30 2 30
+ Recommended depth of cut: 0.5~2.5 mm g g
20 20
+ For medium cutting of steel 1.0 1.0
+ 4 dots for improved chip control in medium _ _
cutting to finishing 02 03 04 02 03 04
’\-f « Stable chip evacuation at high depth of cut o1 feed.in (mmirev) 01 feed 1n (mmirev)

« Stable tool life due to lower cutting loads at
high feed

+ Recommended depth of cut: 0.5~4.0mm  yq : Depth of cut, ap = 0.5~2.5 mm / feed, fn = 0.05~0.30 mm/rev
+ For medium cutting of stainless steel MP : Depth of cut, ap = 0.5~4.0 mm /feed, fn = 0.15~0.40 mm/rev
MM - Limits plastic deformation caused by heat MM : Depth of cut, ap = 0.5~5.0 mm / feed, fn = 0.10~0.40 mm/rev
~—— - Stable tool life thanks to the balanced
K ? |—\—/_ cutting performance and toughness
k. « Stable chip flow at high speeds and feeds
+ Recommended depth of cut: 0.5~5.0 mm

D Application example

Alloy steel (SCM440) Alloy steel (SCM440)
= Cutting vc (m/min) = 250, fn (mm/rev) = 0.25 = Cutting vc (m/min) = 250, fn (mm/rev) = 0.25
conditions ap (mm) = 2.0~3.0, continuous cutting, wet conditions ap (mm) = 2.0~3.0, interrupted cutting, wet
= Cutting = Cutting
Result Result
CNMG090408-HM CNMG120408-HM CNMG090408-HM CNMG120408-HM
SAVE TURN Standard type SAVE TURN Standard type

Turning




SAVE TURN Insert B

D Insert
Coated Dimensions (mm) cutting conditions Available
(]
. . . - . |
S Picture Designation g § g’ § g g g . L g ap fn Configuration h;:;rs
1
OOOO0OO0Oo (mm) | (mm/rev) page
2 2 222 0
CNMG-VQ | CNMG 090408-VQ ° 9525 476 08 381 |050~2.50 | 0.08~0.30
090412-VQ ° 9525 476 12 381 |050~2.50 | 0.10~0.30 B106
B109
CNMG-MP | CNMG 090404-MP 9525 476 04 381 | 050~4.00 | 0.10~0.40
% 090408-MP 9525 476 08 381 | 0.50~4.00 | 0.15~0.40 B106
o 090412-MP 9525 476 12 381 | 050~4.00 | 0.15~0.45 B109
CNMG-MM | CNMG  090404-MM 9525 476 04 381 |050~5.00 | 0.08~0.35
090408-MM 9525 476 08 381 |050~5.00 | 0.10~0.40 B106
090412-MM 9525 476 12 381 |050~5.00 | 0.12~0.45 B109
DNMG-VQ | DNMG 110508-VQ ° 9525 556 04 381 | 0.50~2.50 | 0.08~0.30 5
106
110512-vQ ° 9525 556 08 381 | 0.50~2.50 | 0.10~0.30 B107
= B109
~ B110
DNMG-MP | DNMG 110504-MP 9525 556 04 381 | 0.50~4.00 | 0.10~0.40 s 5
106
é’ 110508-MP 9525 556 08 3.81 | 0.50~4.00 | 0.15~0.40 T B107
a 110512-MP 9525 556 12 381 |0.50~4.00 015045 ¢ i [B10g
55;% E B110
DNMG 110504-MM 9525 556 04 381 | 0.50~5.00 | 0.08~0.35 e 5
_ 106
110508-MM 9525 556 08 3.81 |0.50~5.00 | 0.10~0.40 ) B107
di
110512-MM 9525 556 12 381 | 050~5.00 | 0.12~0.45 S}?{’,
t
SNMG-VQ | SNMG 090408-VQ [ 9525 476 0.4 3.81 |0.50~2.50 | 0.08~0.30
- . 090412-vQ ° 9525 476 08 381 [0.50~250 | 0.10~0.30 . g}gg
B110
]
SNMG-MP | SNMG 090404-MP 9525 476 04 381 | 050~4.00 | 0.10~0.40 S
§ 090408-MP 9525 476 08 3.81 |0.50~4.00 | 0.15~0.40 & - glg;
di
b 090412-MP 9525 476 12 381 | 050~4.00 | 0.15~0.45 A B110
90 . d . <t
SNMG-MM | SNMG  090404-MM 9525 476 04 381 |0.50~5.00 | 0.08~0.35
090408-MM 9525 476 0.8 3.81 | 0.50~5.00 | 0.10~0.40 o S}gg
090412-MM 9525 476 12 381 | 0.50~5.00 | 0.12~0.45 B110
<t
WNMG-VQ | WNMG 060404-VQ 9525 476 04 381 |0.30~2.00 | 0.06~0.30
) 060408-VQ 9525 476 08 381 |0.50~2.00 | 0.08~0.30 " |B109
060412-VvQ 9525 476 1.2 3.81 | 0.50~2.00 | 0.10~0.30 i | B110
| <t
WNMG-MP | WNMG 060404-MP (@ © o o 9525 476 04 381 |050~3.50 | 0.10~0.40
[}]
2 060408-MP (@ © © © 9525 476 08 381 |050~3.50 | 0.15~0.40 _ |B109
2 o
= 060412-MP 9525 476 12 381 |0.50~350 | 0.15~0.45 B110
t
WNMG-MM | WNMG 060404-MM 9525 476 04 381 |050~4.00 | 0.08~0.35
060408-MM ® @ @955 476 08 3.81 | 0.50~4.00 | 0.10~0.40 B109
060412-MM ® @ @955 476 12 381 |0.50~4.00 | 0.12~0.45 | 10
t

Turning




B SAVE TURN Holder

PCLNR/L

S w
[ E— @ 2 - O
95°
I L
— 95°
h H
CNDD T * R type insert
(mm)
Lever Shim Shim pin Wrench  Shim Pin Punch
Designation H w L S h 0 Insert & @ /A %
¥
PCLNR/L 1616-H09-4N 16 16 100 20 16 20
2020-K09-4N 20 20 125 25 20 25 | CNLJJ 0904101 LV3BN  VHX0617N SC32N SP3 HW25L LSP3
2525-M09-4N 25 25 150 32 25 27
23 Applicable inserts B105
PCBNR/L S
g e B
‘/7‘50 — (O
.
— Fi’q 75°
h H
CNDD T * R type insert
(mm)
Lever Screw Shim Shim pin Wrench  Shim Pin Punch
Designation H w L S h 0 Insert & S) @ /A
PCBNR/L 2020-K09-4N 20 20 125 17 20 27
2525-M09-4N 25 25 150 2 25 29 CNOJCJ09041] LV3N  VHX0617N SC32N SP3 HW25L LSP3
9 Applicable inserts B105
L@ﬁ ) ’
L o - -
L
I 930
h H
DNDD * R type insert
(mm)
Lever Screw Shim Shim pin Wrench  Shim Pin Punch
Designation H w L S h 0 Insert & N @ /A
- - 2| 2 12 2 2 2
PDJNRL 2020-K11-5N 0 0 ° ° 0 ° DNLCICI110500C]1 | LVBAN  VHX0617N  SD32N SP3 HW25L  LSPS3
2525-M11-5N 25 25 150 32 25 30

2 Applicable inserts B105

Turning




SAVE TURN Holder B

o]

- -
L
63°
|
DNDD * R type insert
(mm)
Lever Shim Shim pin Wrench Shim%mh
Designation Insert & @ Vs
S~
PDNNR/L 2020-K11-5N
2525 M11-5N DNOJCI11050JC] | LVBAN  VHX0617N  SD32N SP3 HW25L  LSPS3
2 Applicable inserts B105
U e
l 107.5°
H
DN DD —1 * R type insert
(mm)
Lever Shim Shim pin Wrench  Shim Pin Punch
Designation Insert @ P
PDQNR/L 2020-K11-5N
DNCJJ1105 LV3AN VHX0617N  SD32N SP3 HW25L  LSPS3
2525-M11-5N - -
2 Applicable inserts B105
PSBNR/L )
— (O
_ 750
H
SN DD | * R type insert
- (mm)
Lever Shim Shim pin Wrench  Shim Pin Punch
Designation Insert & @ %
> 7
PSBNRL  2020-K09-4N SNLIJ0904L10) | LVBAN VHX0617N SS32N  SP3  HW2s5L  LSP3

2525-M09-4N

2 Applicable inserts B105

Turning




B SAVE TURN Holder

PSDNN S J

2\ KO
o

=

il b
h H
SNDD J * R type insert

(mm)
Lever Screw Shim Shim pin Wrench  Shim Pin Punch

0

SNLI[J09040][]| LV3AN  VHX0617N  SS32N SP3 HW25L  LSP3

=

Designation H w L S h Insert

PSDNN 2020-K09-4N 20 20 125 17 20 25
2525-M09-4N 25 25 150 22 25 25

2 Applicable inserts B105

PSKNR/L = 6 ) +

T 75°
h H
SNDD * R type insert
(mm)
Lever Screw Shim Shim pin Wrench  Shim Pin Punch
Designation H w L S h 0 Insert )

e 0 ~

SNLCI[J0904[J[]| LV3AN  VHX0617N  SS32N SP3 HW25L  LSP3

PSKNR/L 2020-K09-4N 20 20 125 17 20 25
2525-M09-4N 25 25 150 22 25 25

9 Applicable inserts B105

PSSNR/L ﬁ : W] +

N
o

=] - 45°
h H
SNDD * R type insert
o (mm)
Lever Screw Shim Shimpin ~ Wrench  Shim Pin Punch
Designation H w L S h 0 Insert )

S 0 -

SNUJJo904l][]| LV3AN  VHX0617N  SS32N SP3 HW25L  LSP3

PSSNR/L 2020-K09-4N 20 20 125 17 20 25
2525-M09-4N 25 25 150 22 25 25

2 Applicable inserts B105

Turning




SAVE TURN Holder/Boring Bar B

i s ® W +
1 o
-+
95°
1 L l
? 95°
hT H * R type insert
(mm)
Lever Screw Shim Shim pin Wrench  Shim Pin Punch
Designation H w L S h 0 Insert & @ /\
PWLNR/L 1616-H06 16 16 100 20 16 20
2020-K06 20 20 125 25 20 20 |[WNCII0604[JC]| LVBAN VHX0617N SS32N SP3 HW25L  LSP3
2525-M06 25 25 150 32 25 20
2 Applicable inserts B105
@D Min. machining Dia. od i\ § ]E: §|
<] ——
e = gE
a (o]
i s |
0 L H (3 ‘
g -
——————— -
CNDD * R type insert
(mm)
Lever Screw Shim Shim pin Wrench  Shim Pin Punch
Designation oD @d H L S 0 Insert W fB e
S20Q-PCLNR/L-09-4N 25 20 18 180 13 50 LV3B  VHX0512B - - HW20L -
S25R-PCLNR/L-09-4N 32 25 23 200 17 50 | CNLJJogo4[ ][] LV3B VHX0512B SC32N SP3 HW20L -
S32S-PCLNR/L-09-4N 40 32 30 250 22 50 LV3N  VHX0617N SC32N SP3 HW25L -
2 Applicable inserts B105
@D Min. machining Dia. ad
,,,,,,,,,,, % ,
]
L ‘ H
93°
=1 +
DNDD * R type insert
(mm)
Lever Screw Shim Shim pin Wrench  Shim Pin Punch
Designation oD @d H L S 0 Insert ) @ P %
S32S-PDUNR/L-11-5N 40 32 30 250 22 30
DN 1105 -
S40T-PDUNR/L-11-5N 50 40 38 300 27 50 ad [JCJ| LV3AN VHX0617N SD32N SP3 HW25L

%) Applicable inserts B105

Turning




B SAVE TURN Boring Bar

PDZNR/L

@D Min. machining Dia. od
|
A—s— = »
Q E)ng
L H
e
ﬁ__ 7
I
DNDD * R type insert
(mm)
. . Lever Shim Shim pin Wrench  Shim Pin Punch
Designation oD @d H L S [ Insert & @ o~ %
S32S-PDZNR/L-11-5N 40 32 30 250 22 30
DN -
S40T-PDZNR/L-11-5N 50 40 38 300 27 50 [J011050J0 | LV3AN  VHX0617N  SD32N SP3 HW25L
9 Applicable inserts B105
@D Min. machining Dia. od
|
£ J |
] L LA
g — 750
Fe—
* Rtype insert
(mm)
Lever Shim Shim pin Wrench  Shim Pin Punch
ignati D H L I
Designation (%] ad S 0 nsert @ EB P
S25R-PSKNR/L-09-4N 32 25 23 200 17 32 SNOIC1090401] LV3B - - HW20L -
S32S-PSKNR/L-09-4N 40 32 30 250 22 32 LV3BN  VHX0617N SS32N - HW25L -
2 Applicable inserts B105
PW L N R/L @D Min. machining Dia. ad @M
AN
B N — | =
\ / s[ 2@ \
N T
] L H 1
95°
WN |:| D * R type insert
(mm)
Lever Screw Shim Shim pin Wrench  Shim Pin Punch
Designati oD @ad H L S 0 Insert \)
signation sel @ @ e
S20S-PWLNR/L-06 25 20 18 250 13 40
Lv3 - - - -
S25R-PWLNR/L-06 32 25 23 200 17 40 |WNODosoar ]| WP VX091
S32S-PWLNR/L-06 44 32 30 250 22 45 LV3B VHX0617B SW317  SW317  HW25L  LSPS3

2 Applicable inserts B105

Turning




Technical Information for Auto Tools B

Excellent for precision machining

Auto Tools

® High precision machining of small parts and complex forms, etc.
® High quality products through stable machining
® Exclusive insert for automatic lathes

- 4

D Type

ISO Blade Multi utility MGT MSB tools
. . @ Parting @ Back turning @ Grooving © Threading
D Application
example
@ Parting @ Back turning @ Grooving @@ External @ Threading
turning
D Index
Specification @ Parting and Grooving @ Back turning Specification © Threading
Holder | SXGNR/L | SXGNR/L | SBHR/L SBHR/L | MGEHR/L | KGEHR/L | SXGNR/L | SXGNR/L | SBHR/L Holder | SXGNR/L | SBHR/L
Insert SG SC SBG SBC MGMN KGMN SB SGB SBB Insert ST SBT
Holder size | 10~20mm | 10~20mm | 10~16mm | 10~16mm | 10~16mm | 10~16mm | 10~20mm | 10~20mm | 10~16mm Shank diameter | 10~20mm | 10~16mm
Insert Insert
shape shape
Cutting width | 1~3mm 1~3mm [0.7~2.0mm |0.7~2.0mm| 1.5~2.5mm|1.5~2.5mm| 2~4mm 2~3mm 3.18mm i Pitch ranges | Pitch ranges
@Dmin | 05~15/ | 02~15/
@Dmax 218 218 @16 216 @32 @32 Tmax 8.0 | Tmax 8.5 | Tmax 8.0 1.5~3.0 1.0~2.0
Page B125 B125 B122 B122 B129 B129 B125 B125 B122 Page B125 B122
Specification) @ External turning and Copy machining | @ External turning and Facing  Specification @ Internal turning (Boring)
Holder | SDUCR/L | SDNCN | SVJBR/L | SVJCR/L | SCACR/L | SCLCR/L | STACR/L Holder | SCLCR/L | STUBR/L | STUPR/L | SWUBR/L MSB
Insert DCLIT DCLIT VBT VCT ccor ccor TCOT Insert ccur TBLIT TPOIT WBLIT
Holder size | 8~16mm | 8~16mm | 10~16mm | 10~16mm | 8~16mm | 8~16mm | 8~10mm Shank diameter | @4~@10 @8 @8 @5~08 | @4~D06
< |
Insert - Insert
shape shape
Feature Offset “0” Offset “0” @Dmin @5 8 @10 5.5 3.2
Page B113 B114 B115 B115 B113 B113 B114 Page B214 B214 B215 B216 |B132~B136

Turning




B Auto Tools (ISO type)

Auto Tools (ISO type)

¢ ISO inserts for automatic lathes ’

e Precise R shape with the use of minus tolerance of nose R

e Tolerance class precise enough in no need for adjusting tools with & _
the use of accurate cutting edge height 0 ’

e Sharp blade for excellent chip control and surface roughness
with low cutting force

e High precision tools for electrical/ electronics instruments and
medical instruments

D Code system (ISO type)

R: Right
L: Left
M: Minus N: Neutral
Relief angle Cross section type Height of cutting edge Tolerance of nose R Hand

V C E T 110301 M F R-KM

Insert shape Tolerance Cutting edge length, Noseradius  Condition of cutting edge Chip breaker
diameter of inscribed circle F: Sh
: Sharpe
E: Honed
D KF/KM chip breaker, ground type for grooving ;5 LHa”d o
: Honed lan
e Ground chip breaker with sharp cutting edge
e High precision insert of E-class tolerance with accurate nose radius
KF KM
- For finishing - For medium cutting to
+ Low cutting loads with sharp finishing
cutting edges - Better chip flow due to wide

« Longer tool life due to lower chip pockets

chip evacuation resistance at - Longer tool life and better
high speed cutting action due to
- Excellent surface roughness improved chip evacuation
- Excellent surface roughness

D VP1/MS chip breaker

e Exclusive chip breaker for hard-to-cut materials such as titanium alloy, Inconel, stainless steel, etc.
¢ Minimized cutting heat by reducing contact area between chips and rake surface with the use of high positive blade

VP1 MS

+ Hard cutting edge for medium » Good surface finish for medium
cutting cutting

+ Optimal width of chip breaker by
each depth of cuts realizes wide
workpiece machining.

» Preventing welding in Titanium
machining

» Increasing chip evacuation in
high feed machining

+ Protecting cutting edge due to
structure for good chip
evacuation

Turning




Auto Tools (ISO Type) B

2y
SCACR/L IG5 +
N |l -
® .
90° ) |
] % Only SCACR/L1010-X09A
L is designed as above
picture.
I [e]
CCDT * Rtype insert
(mm)
L Screw Wrench
Designation H w L S h 0 Insert y
SCACR/L  0808-X06A 8 8 120 8 8 10
1010-X06A 10 10 120 10 10 10 CccliTo602[][] FTKA02565 TWO7P
1010-X09A 10 10 120 12 10 13
1212-X09A 12 12 120 12 12 16 ccTooT3I] FTKA0410 TW15P
1616-X09A 16 16 120 16 16 16
2 Applicable inserts B66~B69, B91
SC LC R/L . %@ ., T S %L
B (@]
- 95°
0 % Only SCLCR/L1010-X09A
L is designed as above
picture.
]_‘l* 95°
h H
CCDT * Rtype insert
(mm)
= g Screw Wrench
Designation H w L S h 0 Insert
SCLCRL 0808-X06A 8 8 120 8 8 10
1010-X06A 10 10 120 10 10 10 CclIT0602[][] FTKA02565 TWO7P
1010-X09A 10 10 120 12 10 13
1212-X09A 12 12 120 12 12 16 ccTooT3] FTKA0410 TW15P
1616-X09A 16 16 120 16 16 16
2 Applicable inserts B66~B69, B91
SDJCR/L ] \
S w )
B :
03° - - S
% Only SDJCR/L0808-X07A, =
‘ : L 1010X11A, 1212:X 1A TS o
designed as above picture.
o
DCDT * Rtype insert
(mm)
. . Screw Wrench
Designation H w L S h K (] Insert y
SDJCR/L 0808-X07A 8 8 120 10 8 2 18
1010-X07A 10 10 120 10 10 : 15 DC[ITo702[][] FTKA02565 TWO7P
1010-X11A 10 10 120 14 10 4 18
1212-X11A 12 12 120 14 12 2 18 DCT1T3[IC] FTKA0410 TW15P
1616-X11A 16 16 120 16 16 - 22

2 Applicable inserts B71~B73, B92

Turning




B Auto Tools (ISO Type)

SDNCN s W I - ‘
u i be

L % Only SDNCN1010-X11A
is designed as above
picture. 62 50
@ h

DCDT * R type insert
(mm)
) ) Screw Wrench
Designation H w L S h Insert y
SDNCN 0808-X07A 8 8 120 4 8
1010-X07A 10 10 120 5 10 DCITo702[][] FTKA02565 TW 07P
1010-X11A 10 10 120 7 10
1212-X11A 12 12 120 6 12 DCLTM T3 FTKA0410 TW 15P
1616-X11A 16 16 120 8 16

%) Applicable inserts B71~B73, B92

STACR/L B

A h ]_f L 90°

TCDT * R type insert
(mm)
Designati H W L s h K 0 Insert %&% vj’iﬁ
signation nse
STACR/L 0808-X08A 8 8 120 8 8 1 12
1010-X08A 10 10 120 10 10 3 12 TCIT0802[11] FTNA 0206 TW 06P

9 Applicable inserts B79~B80

SVACR/L

VCDD * R type insert
(mm)
Designati H w L s h 0 Insert - e
signation nser @ y
SVACR/L 0808-X12A 8 8 120 8.5 8 26
1010-X12A 10 10 120 10.5 10 26
1212-X12A 12 12 120 125 12 26 VP[IT1203[0[] FTKA 02565 TW 07P
1616-X12A 16 16 120 16.5 16 26
SVACR/L 0808-X12C 8 8 120 8.5 8 26
1010-X12C 10 10 120 10.5 10 26
1212-X12C 12 12 120 125 12 26 VC[IX1203[][JR/L FTKA 02565 TW 07P
1616-X12C 16 16 120 16.5 16 26

2 Applicable inserts B86~B87, B97

Turning




Auto Tools (ISO Type) B

SVAPR/L

S @/ w
\ o
Jgf‘
0
A~ L
91 °
H * Rtype insert
VPLIT
(mm)
Desi ti H w L S h ) I + Screw Wrench
esignation nser _\\\\\\\ §y
SVAPR/L 0808-X11A 8 8 120 8 8 22
1010-X11A 10 10 120 10 10 22
1212-X11A 12 12 120 12 12 2 VPLCT1103 FTKA 02565 TW 07P
1616-X11A 16 16 120 16 16 24
2 Applicable inserts B88
SVJBR/L < : L \
93° . N
— )
93°
h H
VBDT * R type insert
(mm)
Designati H w L s h ) Insert S P
esignation nser (@ y
%)
SVJBR/L 1010-X11A 10 10 120 10 10 22
1212-X11A 12 12 120 12 12 22 VBLIT1103J[J FTKA 02565 TW 07P
1616-X11A 16 16 120 16 16 24
2 Applicable inserts B84~B85, B96
SVJCR/L - :
S;/93°
— : :
=
h H
VCDT * Rtype insert
(mm)
Designati H w L s h ) Insert e e
esignation nsel @ g
SVJCR/L 1010-X11A 10 10 120 10 10 22 -
1212-X11A 12 12 120 12 12 22 vCT1103] FTKA 02565 TW 07P
1616-X11A 16 16 120 16 16 24
0810-X12A 8 10 120 10 8 26
1010-X12A 10 10 120 10 10 26
1212-X12A 12 12 120 12 12 %6 VP[IT1203][] FTKA 02565 TW 07P
1616-X12A 16 16 120 16 16 26
SVJCR/L 0810-X12C 8 10 120 10 8 26
1010-X12C 10 10 120 10 10 26
1212-X12C 12 12 120 12 12 %6 VC[IX1203[J[JR/L | FTKA 02565 TW 07P
1616-X12C 16 16 120 16 16 26

2 Applicable inserts B86~B87, B97

Turning




B Auto Tools (ISO Type)

SVJPR/L Pl

- o

VPDT * R type insert
(mm)
Designati H w L s h 0 Insert %ﬁ% e
signation nser y
SVJPR/L  0810-X11A 8 10 120 8 10 22
1010-X11A 10 10 120 10 10 22
1212-X11A 12 12 120 12 12 o0 VPLIT1103] FTKA 02565 TW 07P
1616-X11A 16 16 120 16 16 24

9 Applicable inserts B88

SVVPN

I
.
N

725 -
[} L |V
‘ 72.5°
h

VPDT * R type insert
(mm)
Designati H w L s h 0 Insert e e
signation nse @ %
SVVPN 0808-X11A 8 8 120 4 8 24
1010-X11A 10 10 120 5 10 24
1212-X11A 12 12 120 6 12 o4 VPLIT1103] FTKA 02565 TW 07P
1616-X11A 16 16 120 8 16 28

%) Applicable inserts B88

Turning




Auto Tools (KHP) B

Auto Tools (KHP)

* KORLOY Coolant holder for high productivity of automatic lathe

« Injecting coolant through two holes to the main cutting edge and nose R concentrically improves cooling and chip control.
« Two holes with different injection angles each other increase chip control

« Easy clamping system of quick hose adapter and quick hose provides convenient using

D Structure of coolant

Injection on
the nose R

Quick hose adapter -
(HPAQS/16UNF)
‘I‘rljection on the-main cutting edge 2

Quick hose

(HPHZ3/8UNF5/16UNF-500)
Plug screw 1

(KHA5/16UNF-NYLOCK)

Quick clamping
system of adapter

and%/.

Plug screw 2
(KHA5/16UNF-NYLOCK)

D Parts
Shape Configuration Length Q clam|_3|ng S clam'plng
dimensions | dimensionss
HPHZ5/16UNF3/8UNF 3/8 UNF s l
500 1 .
Straight , \ ‘ M 500mm | 5A6UNF |  3/8UNF
quick hose = R | %t 500 ‘
@O o Pl —<0
£l
HPAQ5/16UNF SABUNF - _ 12
. Y
Quick hose m 1) H 185 mm 5/16 UNF
adapter . 1\ H
‘ 18.5

Turning




B Auto Tools (KHP)

SCLCR/L

H e & g >

4
N

[

CCLT A é * R type insert
(mm)
Screw Screw plug Wrench
Designation H W L S h 0 a b Insert @
5
SCLCR/L 1212-X09A-KHP 12 12 120 12 155 21 40 70 CccTooT3I] FTKA0410  KHA0404-NYLOCK TW15P
2 Applicable inserts B66~69, B91
s y
, . LIS
~>- e 8
]
o o
T ® @ {- %3
DCDT b : * R type insert
(mm)
Screw Screw plug Wrench
Designation H W L S h 0 a b Insert @
>
SCLCR/L 1212-X07A-KHP 12 12 120 14 155 21 40 70 DCLIT0702[][] FTKA02565 KHA0404-NYLOCK TWO7P
1212-X11A-KHP 12 12 120 14 155 298 40 70 DCLT11T3[I] FTKA0410  KHA0404-NYLOCK TW15P
%) Applicable inserts B71~73, B92
SVJCR/L =Y ]
e, ‘ ] o e} %
= ' 0 & & - 93°
o a
VCLOIT ‘_b—,‘ * R type insert
(mm)
Screw Screw plug Wrench
Designation H W L S h 0 a b

Insert @ y

165 26 40 70 VCLIT11030][] FTKA02565 KHAO404-NYLOCK ~ TWO7P
165 26 40 70 VCLIT12030][] FTKA02565 KHA0404-NYLOCK

SVJCR/L 1212-X11A-KHP 12 12 120 12
1212-X12A-KHP 12 12 120 12
%) Applicable inserts B86~87, B97

TWO7P

Turning




Auto Tools (ISO Type)
D Insert
Coated Uncoated Dimensions (mm)
Picture Designation g 8 g @2 Configuration
7] o o o = | d t r d1
O © © o |5
o o o o I
0602005MFR-KF [ ] ) 66 635 238 <005 28
060201 MFR-KF ° ° 6.4 635 238 <01 28
060202MFR-KF [ ] ® 62 635 238 <02 2.8
CCET-KF | 09T3005MFR-KF ° ° 9.8 9525 397 <005 44
09T301MFR-KF ° ° 96 9525 397 <01 4.4
09T302MFR-KF ° ° 92 9525 397 <02 44
0602005MFL-KF ° ° 66 635 238 <005 28
Fiishing 060201 MFL-KF ° ° 6.4 635 238 <01 28
(High precision) 060202MFL'KF [ ] [ ] 6.2 6.35 238 <0.2 2.8
09T3005MFL-KF ° ° 9.8 9525 397 <005 4.4
09T301MFL-KF ° ° 96 9525 397 <01 4.4
09T302MFL-KF ° ° 92 9525 397 <02 44
0602005MFR-KM ° ° 66 635 238 <005 2.8
060201 MFR-KM ° ° 6.4 635 238 <01 28
060202MFR-KM [ ® 62 635 238 <02 2.8
CCET-KM | 09T3005MFR-KM ° ° 9.8 9525 397 <005 44
. 09T301MFR-KM ° ° 96 9525 397 <01 44
; 09T302MFR-KM ° ° 92 9525 397 <02 44
0602005MFL-KM ° ° 66 635 238 <005 2.8
Vecium t fishing 060201 MFL-KM ° ° 6.4 635 238 <01 28
(High precision) 060202MFL'KM [ ] [ ] 6.2 6.35 238 <0.2 2.8
09T3005MFL-KM ° ° 9.8 9525 397 <0.05 44
09T301MFL-KM ° ° 96 9525 397 <01 44
09T302MFL-KM ° ° 92 9525 397 <02 44
CCGT-VP1 | 060201MFN-VP1 ° ° 66 635 238 <01 28
060202MFN-VP1 ° ° 6.4 635 238 <02 28
060204MFN-VP1 [ ] ® 62 635 238 <04 2.8
097301 MFN-VP1 [ ° 9.8 9525 3.97 <0.1 4.4
Finaing 09T302MFN-VP1 ° ° 96 9525 397 <02 44
(High precision) 09T304MFN'VP1 [ ] [ ] 9.2 9.525 397 <04 4.4
0702005MFR-KF ° ° 78 635 238 <005 28
070201MFR-KF ° ° 78 635 238 <01 28
070202MFR-KF ° ° 78 635 238 <02 28
DCET-KF | 11T3005MFR-KF ° ° 116 9525 397 <005 4.4
11T301MFR-KF ° ° 116 9525 397 <01 44
11T302MFR-KF ° ° 116 9525 397 <02 44
‘ 0702005MFL-KF o ° 78 635 238 <005 28
Fiishing 070201 MFL-KF ° ° 78 635 238 <01 28
(High precision) 070202MFL'KF [ ] [ ] 7.8 6.35 2.38 <0.2 2.8
11T3005MFL-KF ° ° 116 9525 397 <005 4.4
11T301MFL-KF ° ° 116 9525 397 <01 44
11T302MFL-KF 0 ° 116 9525 397 <02 44
0702005MFR-KM ° ° 78 635 238 <005 28
070201MFR-KM ° ° 78 635 238 <01 28
070202MFR-KM ° ° 78 635 238 <02 28
DCET-KM | 11T3005MFR-KM ° 11.6 9525 3.97 <005 4.4 .
11T301MFR-KM ° ° 116 9525 397 <01 44 . .
11T302MFR-KM ° ° 116 9525 397 <02 44 ya {}\ / s @i .
0702005MFL-KM ° ° 78 635 238 <005 28 i N /
| 070201MFL-KM ° ° 78 635 238 <01 28 | N 7
e oteon | 070202MFL-KM ° ° 78 635 238 <02 28 | A !
11T3005MFL-KM ° ° 116 9525 397 <005 4.4
11T301MFL-KM ° ° 116 9525 397 <01 44
11T302MFL-KM 0 ° 116 9525 397 <02 44
DCGT-MS | 11T301MFN-MS o ° 116 9525 397 <01 44
11T302MFN-MS ° ° 116 9525 397 <02 4.4
11T304MFN-MS ° ° 116 9525 397 <04 44
Medium
(High precision)
070202MFN-VP1 ° ° 78 635 238 <02 28 e
070204MFN-VP1 ° ° 78 635 238 <04 28 =
- 11T301MFN-VP1 ° ° 1.6 9525 397 <01 4.4 i{} 7 14 e
11T302MFN-VP1 ° ° 116 9525 397 <02 44 | S e
Finishing 11T304MFN-VP1 ° ° 116 9525 397 <04 44 |55X—— =
(High precision)
® : Stock item

Turning




B Auto Tools (ISO)

D Insert
Coated Uncoated Dimensions (mm)
Picture Designation § g g © Configuration
io o ) ) = | d t r d1
[&] (8] [&] [&] [=]
o o o o I
1103005MFR-KF [ ] [} 11.0 6.35 3.18 <005 28
VCET.KE | 110301MFR-KF ° ° 110 635 318 <01 28
110302MFR-KF ° ° 110 635 318 <02 28
‘ 1103005MFL-KF ° ° 11.0 635 3.18 <0.05 28 {}} o
110301 MFL-KF ° ° 1.0 635 318 <01 28 a4 -
Finishing 110302MFL-KF ° ° 1.0 635 318 <02 28 | -
(High precision)
1103005MFR-KM ° [ 11.0 6.35 3.18 <005 28
VCET-KM | 110301MFR-KM ° ° 110 635 318 <01 28
110302MFR-KM ([ ] [ 11.0 6.35 3.18 <0.2 2.8 r
6 1103005MFL-KM ° ° 11.0 635 318 <005 28 e
110301MFL-KM ® [ 1.0 635 318 <01 28 | ‘\{} ¢ 7‘{‘
Medium to finishing | 110302MFL-KM [ ] [ 11.0 635 3.18 <0.2 2.8 35%'—|'
(High precision)
VCGT-MS 1203008FN-MS 11.0 750 3.00 <008 28
120301FN-MS 11.0 750 3.00 <O0.1 2.8 r
0 120302FN-MS 1.0 750 300 <02 28 C ld .
120304FN-MS 110 750 3.00 <04 28 ~ -
o 3N T
Medium to finishing
(High precision)
110301 MFN-VP1 (] [ 11.0 6.35 3.18 <0.1 2.8
VCGT-VP1 | 110302MFN-VP1 ° ° 110 635 318 <02 28
110304MFN-VP1 ° ° 11.0 635 318 <04 28 !
Finishing 35° i =
(High precision)
120300MFR-VP1 ® [ 11.0 750 3.18 <0.0 2.8
\éfG?('\t/Pl 120301MFR-VP1 ) ® 11.0 750 3.18 <O0.1 2.8
(Chamier type) |~ 20302MFR-VP1 ° ° 10 750 318 <02 28
@ 120304MFR-VP1 ° ° 1.0 750 318 <04 28 ,\{}\%d n
120308MFR-VP1 ° ° 1.0 750 318 <08 28 |,.% : 7
Finishing
(High precision)
0802005MFR-KF ° ° 80 635 238 <01 23
VPET.KE | 080201MFR-KF ° ™ 80 635 238 <01 23
080202MFR-KF ° ° 80 635 238 <02 23
‘ 0802005MFL-KF ° ° 80 635 238 <01 23 4{}\ o
080201 MFL-KF ° ° 80 635 238 <01 23 i N / 1
Finishing 080202MFL-KF ° ° 80 635 238 <02 23 |® i
(High precision)
0802005MFR-KM ° ° 80 635 238 <01 23
VPET-KM | 080201MFR-KM ° ° 80 635 238 <01 23
080202MFR-KM ° ° 80 635 238 <02 23
6 0802005MFL-KM ° ° 80 635 238 <01 23 e
080201MFL-KM ° ° 80 635 238 <01 23 . ‘{}* d%ﬂ
Medium to finishing | 080202MFL-KM ° ° 80 635 238 <02 23 |&%—— T
(High precision)
VPGT-vp1 | 110301MFN-VP1 ° ° 11.0 635 318 <01 28
110302MFN-VP1 ° ° 11.0 635 318 <02 28
110304MFN-VP1 ° ° 110 635 318 <04 28

¢

Finishing
(High precision)

35°

Turning

e : Stock item



Auto Tools (Blade Type) B

Auto tools (Blade type) neW

¢ Blade insert for automatic lathes

¢ For external machining of precise small parts

e 4 types - SSB(for back turning), SGB(for grooving), SBT(for threading), SBC(for parting off)
o Convenient use of one holder to all blade inserts

¢ Exclusive holder for close cutting action to the sub spindle

D Code system of Auto Tools insert (Blade type)

Turning ( S B B R 2 5 1 O

(Back turning)
Small blade Back turning Hand Length of insert Nose radius
R: Right L: Left
Grooving ( S G 5 O
Small blade Grooving Hand Length of insert Width of cutting
R: Right L: Left __edge
8 sSB T R 25 60 - N-010
Threading
Small blade Threading Hand Length of insert  Angleofthread ~ Hand of thread ~ Nose radius
R: Right L: Left R: Right L: Left
N: Neutral
(SB C R 25 20 16- N
Parting
Small blade Cut off / Parting Hand Length of insert ~ Width of Max. Hand of thread
R: Right L: Left _cuttingedge  machining g 0y
diameter .
———  L:Left
N: None

D Code system of Auto Tools holder (Blade type)

[ SB H R 10 10 = K25 = X

Small blade Holder Hand Height of shank Width of shank Length of insert  Sub spindle
R: Right L: Left

D Types of blade insert

Possible to apply various types of blade inserts to one holder

A A

SBB: For back turning SBG: For grooving SBT: For threading SBC: For cut off/Parting
+ Approach angle: 59° - Width: 0.5~2.5 mm -V profile: 60° - Cutting width: 0.7~2.0
+ Max. cutting depth: 4 mm +Nose R: 0.05 mm + Pitch: 0.2~1.0 mm +D Max.: 16 mm

+Nose R: 0.05, 0.1, 0.2 mm - Nose R: 0.05 mm - Nose R: 0.05 mm

Turning




B Auto Tools (Blade Type)

SBHR/L -

SBBR SBGR @ h ® ] H
SBTR SBCR

(mm)
Designatio H w L s h ) Insert § e
nation nse ~
SBHR/L 1010-K25 10 10 125 10 10 27
1212-K25 12 12 125 12 12 27 SBLIR/L25 FTKA0409S T9
1616-K25 16 16 125 16 16 27
SBH R/L'X (Sub spindle)
Si SZI w
'
L
SBBR SBGR @ " © H
SBTR SBCR
(mm)
Designation H w L S1 S2 h 0 | t § rench
i nser
7
SBHR/L 1010-K25-X 10 10 125 10 7.5 10 27 SBOIR/L2S FTKA0407S To
1212-K25-X 12 12 125 12 7.5 12 27
D Insert
f: Coated Dimensions (mm)
8| Picture Designation PC8110PC5300 Pitchrange| Configuration | Feed direction
o l | o | t r ([La|ar f Dwma
& R LR L Min. | Max.
SBBR/L 25005 ® 6 @ @ 25 59 318 0.05
25010 ® 6 @ O 25 59 318 0.10
e 60 o

N

1| SBBR/L

b

25020 25 59 3.18 0.20: L |||
, a !v

SBGR/L 2505 ® /@ @25 - - 005 05 135
2510 ® @ ®@ 25 - - 005 10 275 L
5 2515 ® ¢ ® /25 - - 00515375 - - - - e
H , 2520 ® ©/® /25 - - 0052037 - - - - i
] 2525 ® ¢ ®@ @/ 5 - - 00525375 - - - - [
| SBGRI/L I
SBTR/L 2560-N-005 |®@ © ® @ |25 - - 005 - - 159 - 02 20
2560-N-010 |[®© @ ® @ 25 - - 010 - - 159 - 10 20 (.
2 2560-R-005 | © @/ ® ® |25 - - 005 - - 06 - 02 15 o
3 , 2560-R010 |[®@ @ ® @25 - - 010 - - 06 - 10 15 @ ‘I
£ 2560-L-005 © ©  ® ® |25 - - 005 - - 06 - 02 15
= SBTR/L 2560-L-010 |®© @ ® @ 25 - - 010 - - 06 - 10 15 /1
L NR

e : Stock item

Turning




Auto Tools (Blade Type) B

D Insert
_5 Coated Dimensions (mm)
8| Picture Designation PC8110/PC5300 Pitchrange| Configuration Feed direction
-y | a r La ar | f |Dwmax
2‘ R LIR L Min. | Max.
SBCR/L250708-N |® @ (@ @ 25 0 0.05 0.70 4.3 8 -
251012-N (@ @ |® @ |25 0 0.05 1.00 6.3 12 - L
251512-N |®@ @ | ® @ |25 0 0.05 1.50 6.3 12 - ' H
252016-N |®@ @|® @ |25 0 0.05 2.00 8.3 16 - AT 4
P
./
N
250708-R |® ®|® @ |25 15 0.05 0.70 4.3 8 -
251012-R |®@ @ |® @ |25 15 0.05 1.00 6.3 12 -
25i1512-R |® @ |® @ |25 15 0.05 1.50 6.3 12 - B
252016-R ® 06/® O 25 15 0.05 2.00 8.3 16 - 4
SBCRIL 250708-L |© @/ ® @ |25 15 0.05 0.70 4.3 8 -
251012-L |®@ @|® @ |25 15 0.05 1.00 6.3 12 - L
251512L (@ @ |® @ |25 15 0.05 150 6.3 12 - L 5 H
252016-L |®@ ©|® @25 15 0.05 2.00 8.3 16 - a AN 4
©
Y/
L
251012-T (@ @|® @ |25 0 0.05 1.00 6.3 12 -
251512-T (@ @|® @ |25 0 0.05 1.50 6.3 12 -
252016-T |®@ @ ®@ @ |25 0 0.05 2.00 8.3 16 - H I
*
T

@ : Stock item

Turning




B Auto Tools (For multi utility)

Auto Tools (For multi utility)

e Multifunctional insert for automatic lathes

e For external machining of precise small parts

e 5 types - SB(for back turning), SG(for grooving), ST(for threading), SC(for parting off), SGB(for grooving and back turning)
e Convenient use of one holder to all inserts

e Offset "0" to all ISO type holders

D Insert code system (Multi utility type)

B: Back turning  G: Grooving
C: Parting off T: Threading
GB : Grooving and back turning

Application Height of cutting edge Width of cutting edge

Initial cutting width of back turning insert

'S G R 06 06 10 (15-10)-R05

Small Auto Tool Hand Cutting depth Pitch of thread insert Nose radius
R: Right L: Left
D Application example  Grooving

@ Parting off

@® Back turning

@ Threading

D Types of multifunctional insert

Possible to apply various types of blade inserts to one holder (Ex: All designations of 06 size inserts can be applied to one 06 size holder.)

45 5P

ST: Threading

SG: Grooving SB: Back turning SGB: Grooving and back turning SC: Parting off

D Recommended cutting conditions

Turning Grooving Parting off Back turning
Workpiece Cutting speed, Feed, Cutting speed, Feed, Cutting speed, Feed, Cutting speed, Feed,
ve (m/min) fn (mm/rev) ve (m/min) fn (mm/rev) ve (m/min) fn (mm/rev) vc (m/min) fn (mm/rev)
Stainless steel 50~120 0.02~0.20 30~120 0.02~0.05 30~120 0.02~0.05 30~120 0.02~0.20
Carbon steel 50~150 0.01~0.25 50~150 0.02~0.08 50~150 0.01~0.08 50~150 0.01~0.25
Free cutting steel 30~150 0.02~0.25 30~150 0.02~0.08 30~150 0.01~0.08 30~150 0.01~0.25
Non-ferrous metal 70~200 0.03~0.25 70~200 0.03~0.10 70~200 0.03~0.10 70~200 0.03~0.30

Turning




Auto Tools (For multi utility) B

SXGNRL . ~ T

L I

IS

- SXGNR/L1212-X08A follows

the configuration above.
SBR, SGBR h| ht H ’
SCR, STR, SGR * Rtype insert

(mm)
Designation H w L S h h1 Insert e
>
SXGNR/L 1010-X06A 10 10 125 10 10 6
1212-X06A 12 12 125 12 12 6 SCIR/L 06 FTNA 0408 TW 15P
1616-X06A 16 16 125 16 16 6
2020-X06A 20 20 125 20 20 6
1212-X08A 12 12 130 12 12 8
1616-X08A 16 16 130 16 16 8 SCIR/L 08 FTNA 0411 TW 15P
2020-X08A 20 20 130 20 20 8
D Insert
s Coated Dimensions (mm)
S Picture Designation PC9030 Configuration Hices
S bt | b W L r | h Tw @D direction
< R L
SBR/L  060520-10-R00 i 2 8 22 0 6 55 -
060520-10-R05 i1 2 8 22 005 6 55 -
060520-10-R10 i 2 8 22 01 6 55 -
060630-20-R00 2 3 8 24 0 6 65 - | |
. SBRI/L 060630-20-R05 2 3 8 24005 6 65 - | j@ |
060630-20-R10 2 3 8 24 01 6 65 - ! T-MAX =I=
080630-20-R00 2 3 8 28 0 8 65 - LI
3 080630-20-R05 2 3 8 230058 65 - 1 . U
080630-20-R10 2 3 8 23 01 8 65 - |
080840-20-R00 2 4 8 27 0 8 85 - prd
080840-20-R05 2 4 8 27 005 8 85 -
080840-20-R10 2 4 8 27 01 8 85 -
SCR/L  060610-R00 -1 8 24 0 6 11
060610-R05 | ® - 1 8 24005 6 11
060610-R10 | ® - 1 8 24 01 6 11
060615-R00 - 15 8 24 0 6 11
060615-R05 | ® - 15 8 24 005 6 11
060615-R10 | ® - 15 8 24 01 6 11
060620-R00 - 2 8 24 0 6 11
060620-R05 | ® - 2 8 24005 6 11 15
W SCRL 060620-R10 | ® - 2 8 24 01 6 11 Wﬁ%ﬁb oo
; 081015-R00 - 15 8 31 0 8 18 | T Sameter
5 081015-R05 - 15 8 31 005 8 18
g 081015-R10 - 15 8 31 01 8 18
081020-R00 - 2 8 3 0 8 18
081020-R05 - 2 8 31 005 8 18
081020-R10 (] - 2 8 31 01 8 18
081025-R00 - 25 8 3 0 8 18
081025-R05 | ® - 25 8 31 005 8 18
081025-R10 | ® - 25 8 31 01 8 18
081030-R00 - 3 8 3 0 8 18
081030-R05 | ® - 3 8 31 005 8 18
081030-R10 - 3 8 3 01 8 18

@ : Stock item

Turning




B Auto Tools (For multi utility)

9D Insert
S Coated Dimensions (mm)
§ Picture Designation PC9030 Configuration _Feec_‘i
2 b W L | r | h Tm @D)|Pich direction
< R L
SGR/L  060610-R00 i 8 24 0 6 - 11 -
060610-R05 | ® 1 8 24005 6 - 11 -
060610-R10 | ® 1 8 24 01 6 - 11 -
060615-R00 15 8 24 0 6 - 11 -
060615-R05 | ® 15 8 24 005 6 - 11 -
060615-R10 | ® 15 8 24 01 6 - 1 -
060620-R00 2 8 24 0 6 - 11 -
060620-R05 [ ] 2 8 24005 6 - 11 - r "
060620-R10 | ® 2 8 24 01 6 - 11 - ,%E@b machining
: SGRIL 081015-R00 15 8 3 0 8 - 18 - Wtui o dameter
0 081015-R05 15 8 31 005 8 - 18 - | _ )
081015-R10 15 8 31 01 8 - 18 - hf T !
081020-R00 2 8 3 0 8 - 18 - | % i
081020-R05 | ® 2 8 31005 8 - 18 -
081020-R10 2 8 3 01 8 - 18 -
081025-R00 25 8 31 0 8 - 18 -
081025-R05 25 8 31 005 8 - 18 -
081025-R10 25 8 3 01 8 - 18 -
081030-R00 3 8 3 0 8 - 18 -
081030-R05 3 8 31005 8 - 18 -
081030-R10 3 8 3 01 8 - 18 -
SGBR/L 0604520-R00 2 8 22 0 6 45 - -
0604520-R05 2 8 22005 6 45 - -
0604520-R10 2 8 22 01 6 45 - -
o 0604525-R00 25 8 2 0 6 45 - - T-MAX
€ 0604525-R05 25 8 22 005 6 45 - - ]
2 0604525-R10 25 8 22 01 6 45 - - b
gy SCBRL 0605530-R00 3 8 24 0 6 55 - - | " V—'/@ ] ===
E 0605530-R05 3 8 24 005 6 55 - - o ]
s 0605530-R10 3 8 24 01 6 55 - - ‘ =
£ 0805525-R00 25 8 24 0 8 55 - - \T i n Y
8 0805525-R05 25 8 24 005 8 55 - - <
o 0805525-R10 25 8 24 01 8 55 - -
0806530-R00 3 8 26 0 8 65 - -
0806530-R05 3 8 26 005 8 65 - -
0806530-R10 3 8 26 01 8 65 - -
STRL 06073215 32 8 25 006 6 7 - 0515
06073230 32 8 25 019 6 7 - 1530
08103215 32 8 31 006 8 105 - 0515
08103230 32 8 31 019 8 105 - 1530
T?
@ STRI/L 50?%(‘]_'/_(3 %T
E ‘ L T-MAX
g _
= N I gj]
8

@ : Stock item

Turning




Auto Tools (KGT/MGT type) B

AutoTools (KGT/MGT type)

e Grooving insert for automatic lathes

e Exclusive holder for automatic lathes

e Economic double sided insert

e Strong clamping system secures stable machining and precision.

® A wide selection of chip breakers according to various cutting conditions such as low/high feed,
continuous/interrupted machining, etc.

D Insert code system (KGT/MGT type)

| KG

M N

300

04

System code Tolerance Hand Width of cutting edge Corner nose radius of insert Chip breaker
KG SYSTEM M: Pressed class N: Neutral 2.0~8.0 mm 0.2 mm L/R/T/C
(KORLOY Grooving) G: Ground class R: Right 0.3mm LP/RP

(Multi Grooving)

D Holder code system (KGT/MGT type)

e

| : Internal

=

H R/L

1212

- 3

System code Application Holder type Hand Shank size Cutting width Max. cutting diameter
KG SYSTEM E: External H: Horizontal R: Right Height 12 mm, width 12 mm 2.0~3.0 mm @15~032 mm
(KORLOY Grooving) machining type L: Light (For internal machining: Min.
MG SYSTEM l: Intern_all V: Vertical machining diameter)
(Multi Grooving) machining type
U: Undercut
type

D Chip breaker line-up

KGT Type

KGMN-L

+ Sharp cutting edge
« For low feed

Reinforced cutting
edge

KGMN-T

« Sharp cutting edge
- Stronger chip control

machining + For high feed - For turning and
« For small diameter machining grooving
parts - For interrupted cutting
KGMR/L-LP KGMR/L-RP KRMN-C
- Sharp cutting edge Strong cutting edge - Improved chip control

- For low feed machining
+ Small diameter component
+ Right/Left handed
« Low carbon steel

g

For high feed machining
For ilnterrupted cutting
Right/Left handed

- Copying
- Relief

MGT Type

- Easier chip control by narrowing chip

width with the use of chip breaker on rake
surface center

+ Smooth chip flow by small dots in external

machining

+ Available for both external machining and

grooving

- Specially designed chip breaker allows
narrower chips to promote better chip flow
with the use of center dots

- Exclusive chip breaker for grooving

Turning




B Auto Tools (KGT/MGT type)

KGEHR/L-DO0OA Grooving, turning, parting off

-
Compact type ° ‘@ ] "

/ @D Max ! L ! |_|

h H
KGGN KGMN KGMR/L S WA
KRGN KRMN * R type insert
H1F (mm)
P Dimensions (mm) o Screw Wrench
esignation nse
g H w L1 L s ht  @D_MAX @ 7
KGEHR/L 1010-2-D20A 10 10 19 125 10.2 2 20 KGMN200-0-01
1212-2-D25A 12 12 19 125 12.2 2 25 KGMR/L200-[-[]
1414-2-D25A 14 14 19 125 14.2 - 25 KRMN200-C
1616-2-D32A 16 16 24 125 16.2 - 32 KRGN200-L3-1J ETNAO412  TW15L
2 KGMN300-[J-J
1212-3-D25A 12 12 19 130 12.4 2 25 KGMRAL300-L-0]
KRMG300-C
1616-3-D32A 16 16 24 130 16.4 - 32 KRGN300-[ 1]

KG EH R/L'DOOB Grooving, turning, palrlilng off
High rigidity type _ @ S \H - = i
/ @D Max Py
/ N

/ L 4—* -
A -
n| ﬂ H]
KGGN KGMN KGMR/L N e S
KRGN  KRMN il ()
Designati Dimensions (mm) | . Screw Wrench
esignhation nser
d H w L s ht @D_MAX @ 7
KGEHR/L 1010-2-D30B 10 10 125 10.2 6.6 30 KGMN200-0-01
1212-2-D25B 12 12 125 12.5 35 25 KGMR/L200-[-[]
1212-2-D30B 12 12 125 12.2 35 30 KRMN200-C
1616-2-D32B 16 16 125 162 ; 3 | KGGN200-L:-L] MHAO512  HWA4OL
1212-3-D25B 12 12 125 12.4 35 25 KGMN300-[-[]
- KGMR/L300-[J-[]
1212-3-D32B 12 12 125 12.4 35 32 KAVING00.0
1616-3-D32B 16 16 125 16.4 - 32 KGGN300-[1-[]
D KGT Insert
s Coated Dimensions (mm)
S Picture Designation § ﬁ § E § § Configuration
= ™ MW O 15 o b r | d a-°
o O O O O O O
< Z2 2 2 Z2 o o
o KGMN-L KGMN  200-02-L [ I ] ® O 20 0.2 20 1.7 - . d| 1 i
? 300-02-L o o ®e /30 02 20 23 - R
7% KGMN-R |KGMN 200-02-R 0 ® o[ 20 02 20 17 - T —
£o 300-02-R ° o ® 30 02 20 23 - Nr
8E
68
& KGMN-T KGMN  200-02-T ® 6 6 & o 20 0.2 20 1.7 -
£2 - 300-02-T e e 00 30 02 2 23 -
S5 300-04-T ® @ 0 @ 030 04 20 23 -
(&)
=3 KGMR-LP KGMR 200-6D-LP [ ] [ ] 2.0 0.2 20 - 6
o5 200-15D-LP ° ° 20 02 20 - 15
5% ’ 300-6D-LP ° ° 30 02 20 - 6
€ 300-15D-LP ° ° 30 02 20 - 15

@ : Stock item

Turning




Auto Tools (KGT/MGT type)

D KGT Insert
s Coated Dimensions (mm)
® . . . o 1 © 1
= Picture Designation Sl § §
:: gsgggsg > r o4
< Z2 2 Z2 2 a o
2 KGMR-RP | KGMR 200-6D-RP [ [ 2.0 0.2 20 6 b
= 200-15D-RP ° ° 20 02 20 15 N o
= y 300-6D-RP (] (] 3.0 0.2 20 6 Q
300-15D-RP ) ) 30 02 20 15
=T KGML  200-6D-LP 2.0 0.2 20 1.7 6
()
Y 200-15D-LP 20 02 20 17 15
Bz 300-6D-LP 30 02 20 23 6
= 300-15D-LP 30 02 20 23 15
=5 KGML  200-6D-RP 2.0 0.2 20 1.7 6
Y- 200-15D-RP 20 02 20 17 15
Es 300-6D-RP 30 02 20 23 6
[+ %
= 300-15D-RP 30 02 20 23 15
KRMI 200-C 2.0 1.0 20 1.7 -
300-C 30 15 20 22 -
400-C 40 20 20 32 -
KRMN  200-C e 6 o o 2.0 1.0 20 1.7 - d| o
300-C e o ) 30 15 20 22 - 1 N
@ : Stock item
MGEHR/L g "
Y -
@D max.machining i 0
diameter
/K\\
h\, / H
MGMN = < s * R type insert
(mm)
Desi ti oD H=h w L 0 t I rt Screw Wrench
sighation = nse S
[¢] Ve
MGEHR/L  1010-X15A 20 10 10 125 18 1.5
1212-X15A 25 12 12 125 195 15 MGMN150-G ETNAO412 — TW15L
1010-X20A 20 10 10 125 18 2
1212-X20A 25 12 12 125 19.5 2 mgmggg:g ETNA 0412 TW 15L
1616-X20A 32 16 16 125 25 2
1010-X25A 20 10 10 125 20 25 MGMN250-M
1212-X25A 25 12 12 125 20 25 oo ETNAO412  TW 15L
1616-X25A 32 16 16 125 25 25
9D MGT Insert
] Coated Uncoated Dimensions (mm)
§ Picture Designation ,8_ gN“’ § E § § § = Configuration
g 8888883z P r 1 d it
< 2222200 0on
MGMN-G | MGMN 150-G ® e o 00 15 015 160 1.2 35 d -
o 200-G [ I ) o0 20 02 160 16 35 | Ib
3 250-G ° o0 0 25 02 185 20 385 s
- ==
7?’
MGMN-M | MGMN 200-M o0 e o000 20 02 160 16 35 d
250-M ° ) 25 02 185 20 385 @E@ §b
| r
=m =
i

e : Stock item

Turning




B Auto Tool (MSB tool)

Auto Tool (MSB tool)

e High hardness grade guarantees longer tool life

e Various kinds of machining (Fitting, Valve, Medical parts, Automobile component,
and Semiconductor equipment) are available

e Various types of MSB tools (Boring, Grooving, Threading)

D Code system
B Borlng Boring No Code
BC : Copying : :
BB :Back Boring Copying Width of Groove
BF :Chamfering 03:3.0 Threading 60° 55°
G :Square Grooning 04: 4.0 Pitch tpi
GR : Round Grooving 06: 6.0 F ] 025~1.0 | 72~24
GF :Face Grooving 08:8.0 o | A | 05~15 | 48~16
T :Threading 10:10.0 AG 0.5~3.0 48~8

Application Shank Dia. Machining size

Type Hand Max. aspect ratio Cutting edge
M: Micro R: Right 10:10.0 1: Single ended
L: Left 15:15.0 None: Double ended
20:20.0
25:25.0
35:35.0
D MSB tool code system
Types Application Designation
01 Boring MBR/LOO % *
02 Copying MBCR/LOO ¥ %
— Boring
03 Back Boring MBBR/LOO# %
04 Chamfering MBFR/LOO* %
05 Square Grooning MGR/LOO» ¥—[[]
06 Grooving Round Grooving MGRR/LOO» %~
07 Face Grooving MGFR/LOO00-]
60° MTR/LOO # #—< 60
08 Threading Partial
55° MTR/LOO% %—¢55
D Details
©0) Shank Dia.
igid Max. depth of boring
0o Width of groove
Marks
0.25~1.0 72~24
& Pitch / tpi A 05-15 48~16
AG 0.5~3.0 48~8

Turning




Auto Tool (MSB tool) B

D Grades

Grades Coating Application and features

. Ultra fine grain substrate ensures superior wear resistance and toughness
Z12m Carbide - . . o
Application: Cast iron, Aluminum alloy and Non-ferrous metals machining
) . TiN coated ultra fine grain substrate ensures long tool life
PC30M
TiN coating Application: Stainless steel, heat resisting alloy and hard-to-cut material machining

D Machining types

D Types

Boring
|

i
|

Boring
Min. dia. of machining: @3.2

Copying Back Boring Chamfering
Min. dia. of machining: @4.2 Min. dia. of machining: @3.2 Min. dia. of machining: ©4.2

Round Grooving Face Grooving
Min. dia. of machining: @3.2 Min. dia. of machining: @6.0

o
£
>
(=}
o
0 -
Square Grooving
Min. dia. of machining: @3.2
o
£ ]
g ) |
o
= o
Threading

Min. dia. of machining: @3.3

Turning




B Auto Tool (MSB tool)

Boring

Twin Edge Single Edge Min.dia. Overall length Detailed cutting edge
L Coated |Uncoated L Coated Uncoated) @d | ofma- 0 L
Designation PC30M| Z12M Designation PC30M| Z12M chining Doubleended Sngeended| S
MBR 0310 o MBR  0310-1 30 a0 10 40 35 05 14

0315 [ 0315-1 ' ' 15 50 45 ' '

0410 [ ] 0410-1 10 40 35

0415 [ ] 0415-1 4.0 4.2 15 50 45 0.6 1.9

0420 [ ] 0420-1 20 60 50

0610 0610-1 10 45 40

0615 [ ] 0615-1 6.0 6.2 15 55 45 0.75 2.9

0620 [ ] 0620-1 20 65 50

0810 0810-1 10 50 45

0820 [ 0820-1 8.0 8.2 20 70 60 0.8 3.9

0830 0830-1 30 80 70

1015 1015-1 15 60 60

1025 [ J 1025-1 10.0 10.2 25 80 70 1.0 4.9

1035 1035-1 35 100 80

@ : Stock item
e
f a ] | —
0 od
R0.2 L
— o
| L |
Twin Edge Single Edge Min.dia. Overall length Detailed cutting edge
L Coated |Uncoated . Coated Uncoated) @d | ofma- [} L
Designation PC30M| Z12M Designation  oc3om| z12m chining Doubleended Singleended| - S

MBCR 0410 MBCR 0410-1 10 40 35

0415 ) 0415-1 4.0 4.2 15 50 45 1.0 1.9

0420 () 0420-1 20 60 50

0610 0610-1 10 45 40

0615 ° 0615-1 6.0 6.2 15 55 45 13 2.9

0620 () 0620-1 20 60 50

®: Stock item

Turning




Auto Tool (MSB tool) B

Back Boring

I — od}

Twin Edge Single Edge Min.dia Overall length Detailed cutting edge
Deslanation Coated Uncoated Deslanation Coated |Uncoated| @d | ofma- 0 L W S
E PC30M Z12M g PC30M| Z12M LU Double ended Single ended a
MBBR 0310 MBBR 0310-1 10 40 35
0315 0315-1 80 182 Ty | 4s | 5| 0B 14
0410 0410-1 10 40 35
0415 0415-1 4.0 42 15 50 45 2.0 1.3 1.9
0420 0420-1 20 60 50
0610 0610-1 10 45 40
0615 0615-1 6.0 6.2 15 55 45 2.0 1.9 2.9
0620 0620-1 20 65 50
e : Stock item
|y

o— T o]

™ Roz L
Twin Edge Single Edge Min.dia. Overall length Detailed cutting edge
L Coated |Uncoated L Coated |Uncoated| @d | ofma- 0 L

Designation |5 aom z12m Designation | o caom z12m il pouoeniedsirgeonied] | 2 | S

MBFR 0410 MBFR 0410-1 10 40 35
0415 04151 4.0 4.2 15 50 45 0.8 1.0 1.9

0420 0420-1 20 60 50

0610 0610-1 10 45 40
0615 0615-1 6.0 6.2 15 55 45 1.4 1.2 29

0620 0620-1 20 65 50

@ : Stock item

Turning




B Auto Tool (MSB tool)

Square Grooving

T T o]

Twin Edge Single Edge Min.dia. Overall length Detailed cutting edge
s rEElin Coated  Uncoated BT Coated |Uncoated] @d :r:ur:;g [} L " a s
PC30M| Z12M PC30M| Z12M Double ended Single ended
MGR  0310-1.0 MGR  0310-1.0-1 10 40 B |
0315-1.0 0315-1.0-1 15 50 45
3.0 3.2 0.8 1.4
0310-1.5 0310-1.5-1 10 40 35 15
0315-1.5 0315-1.5-1 15 50 45
0410-1.0 0410-1.0-1 10 40 35 10
0420-1.0 0420-1.0-1 20 60 50
0410-1.5 0410-1.5-1 10 40 35
4.0 4.2 15 14 1.9
0420-1.5 0420-1.5-1 20 60 50
0410-2.0 0410-2.0-1 10 40 35 20
0420-2.0 0420-2.0-1 20 60 50
0610-1.0 0610-1.0-1 10 45 40 10
0620-1.0 0620-1.0-1 20 65 50
0610-1.5 0610-1.5-1 10 45 40 15 18
0620-1.5 0620-1.5-1 20 65 50
6.0 6.2 29
0610-2.0 0610-2.0-1 10 45 40 20
0620-2.0 0620-2.0-1 20 65 50
0610-2.5 0610-2.5-1 10 45 40 o5 20
0620-2.5 0620-2.5-1 20 65 50
0820-1.5 0820-1.5-1 15 05
0820-2.0 0820-2.0-1 80 82 20 20 60 2.0 39
0820-2.5 0820-2.5-1 25 a5
0820-3.0 0820-3.0-1 3.0
1025-1.5 1025-1.5-1 15 o5
1025-2.0 1025-2.0-1 100 | 102 o5 80 70 2.0 ' 9
1025-2.5 1025-2.5-1 25 a5
1025-3.0 1025-3.0-1 3.0
@ : Stock item

Turning



Auto Tool (MSB tool) B

Round Grooving

Twin Edge Single Edge Min.dia Overall length Detailed cutting edge
Designation Coated |Uncoated Deslanation Coated |Uncoated| Od of_n]a- 0 L W S
9 PC30M| Z12M g PC30M Z12M il Double ended Single ended a
MGRR 0310-0.8 MGRR 0310-0.8-1 10 | 40 | 85
0315-0.8 0315-0.8-1 80 132 g5 | 45 | 08 08 14
0410-1.0 0410-1.0-1 10 | 40 | 35
0420-1.0 0420-1.0-1 40 1 42 e | 50 | 10O 10 119
0610-1.0 0610-1.0-1 0 | 45 | 40 |
0620-1.0 0620-1.0-1 20 | 65 | 50 :
0610-1.5 0610-1.5-1 10 | 45 | 40
0620-1.5 0620-1.5-1 60 | 62 5 e | s0 | '° | 20 | 29
0610-2.0 0610-2.0-1 10 | 45 | 40 | ,o
0620-2.0 0620-2.0-1 20 | 65 | 50 :
0820-1.0 0820-1.0-1 10
0820-1.5 0820-1.5-1 80 | 82 | 20 | 70 @ 60 | 15 | 23 | 39
0820-2.0 0820-2.0-1 2.0
1025-1.0 1025-1.0-1 10
1025-1.5 1025-1.5-1 100 102 | 25 | 80 | 70 | 15 | 28 | 49
1025-2.0 1025-2.0-1 2.0

® : Stock item

Face Grooving

Twin Edge Single Edge Min.dia. Overall length Detailed cutting edge
Designation Coated |Uncoated Designatio Coated |Uncoated ad of ma- L W s
. m
: PC30M| Z12M 5 PC30M| Z12M B e e a
MGFR 0400-1.0 MGFR 0400-1.0-1 10 | 15
0400-1.5 0400-1.5-1 4.0 6.0 50 | 45 gy 18
0600-1.0 0600-1.0-1 10 | 15
0600-1.5 0600-1.5-1 6.0 8.5 50 | 45 | 15 | 20 | 29
0600-2.0 . 0600-2.0-1 20 | 25
0800-1.0 o 0800-1.0-1 10 | 15
0800-1.5 ° 0800-1.5-1 15 | 20
0800-2.0 ° 0800-2.0-1 20 | 25
0800-2.5 o 0800-25-1 | ® 8.0 10.4 70 | 60 os a0 | 30
0800-3.0 o 080030-1 | e 30 | 35
0800351 | e 35 | 40
1000-2.0 1000-2.0-1 20 | 25
1000-2.5 1000-2.5-1 25 | 30
1000-3.0 1000-3.0-1 30 | 35
1000-3.5 1000-3.5-1 100 124 80 | 70 35 40 | 4
1000-4.0 1000-4.0-1 40 | 45
1000-4.5 1000-4.5-1 45 | 50
e : Stock item

Turning




B Auto Tool (MSB tool / SLEEVE)

Threading

Twin Edge Single Edge Min.dia. Threading Detailed cutting edge
Desianation Coated |Uncoated Designation Coated |Uncoated] @d of ma- W Pitch o s p
< PC30M | Z12M 4 PC30M| Z12M chining /tpi 2
MTR  0315-F60 MTR  0315-F60-1 30 | 33 1.45
1.2 0.5~1.0 1.2 0.6
0415-F60 0415-F60-1 4.0 4.3 60° 1.95
0615-A60 0615-A60-1 6.0 6.2 2.0 0.5~1.5 2.90 2.2 1.0
0315-F55 0315-F55-1 3.0 3.3 1.45
1.2 48~24 1.2 0.6
0415-F55 0415-F55-1 4.0 4.3 55° 1.95
0615-A55 0615-A55-1 6.0 6.2 2.0 28~16 2.90 2.2 1.0
e : Stock item

SLEEVE

@D

~
‘@
)
|
_.1‘_
|
|
|
|
|
|
|
|
|
|
|
|

SL (SLEEVE) -

G

Fig. 2
(mm)
L Screw Wrench .
Designation ad a b c oD H L ~ Fig.
SL1603 3 5 16 14 100 M3 HW15L
SL1604 4 5 6 - 16 14 100 M4 HW20L 1
SL1605 5 5 8 - 16 14 100 M4 HW20L
SL1606 6 5 6 6 16 14 100 M4 HW20L 5
SL1607 7 5 6 8 16 14 100 M4 HW20L
SL2008 8 5 10 10 20 18 100 M4 HW20L 9
SL2010 10 5 10 10 20 18 100 M5 HW20L

% Fine tolerance and surface roughness

Turning




Technical Information for Multi Turn B

Multi Turn

D Holder code system

R

Brand Name Tool Dia. Hand Aspect ratio

9 Insert code system

' ' Q C M T 08 03 04

Insert Relief Cross Cutting Height of Nose Chip
shape angle Tolerance  section type edge length cutting edge radius breaker

D Tool design by FEM analysis

* Double coolant system
+ Excellent chip evacuation and tool life

* Ideal flute design minimizing
stress concentrations

% Notice: Clamp an insert shown
as in the picture

* Minimized stress during cutting, prevented
damage from vibration and longer tool life

Optimized design

D Creative stepping cutting edge

Turning edge
Drilling edge Internal, external an:

(Driﬁin )g ( face ?ur:ina; e * Special chip formed

d . 9 by edge geometry

< better chip

« evacuation due to

- small radius width of
chip curl

Comparison

Multi turn

Competitor A | Competitor B

vfn (mm/rev) = 0.08

Feed
fn (mm/rev) =0.10

Chip width (rate) 80% 100% 120%

Turning




B Technical Information for Multi Turn

D User’s guide

External / Internal turning

Facing

Drilling

—

Offset (Diameter compensation)

Disignation die:wn?:tzlrn(?:\‘ m) @Dmin (mm) @Dmax (mm)
MT10R/L-2.25D 10 9.85 10.35
MT12R/L-2.25D 12 11.85 12.35
MT14R/L-2.25D 14 13.85 14.35
MT16R/L-2.25D 16 15.85 16.35
MT20R/L-2.25D 20 19.85 20.35
MT25R/L-2.25D 25 24.85 25.35
MT32R/L-2.25D 32 31.85 32.35

Turning

Depth of cut. ap (mm)

Depth of cut. ap (mm)

Depth of cut. ap (mm)

® Application range

5

[ ]
5

EN

w

N

-

o

0.05 0.10 0.15 0.20 0.25 0.30 0.35
feed, fn (mm/rev)

Appication ranges of facing

0.05 0.10 0.15 0.20 0.25 0.30 0.35
feed, fn (mm/rev)

© Drilling feed range by designation

0.14 MT20
010 MT16 |
MT14
oos | arre M2 L |
iJ 4
0.02

feed, fn (mm/rev)

@Dmin

Drill diameter is adjustable by the offset compensation



Multi Turn B

MT (Multi-Turn)

(mm)
) ) Screw Wrench
Designation oD ad [ L Insert
MT 10R/L-2.25D 10 12 225 69.5 QCLIT050204 | FTNA0204S  TWOBP
12R/L-2.25D 12 16 27.0 78.0 QCLIT060204 | FTNA02205S  TWOBP
14R/L-2.25D 14 16 315 83.5 QCLIT070304 | FTKA02555  TWO7P
16R/L-2.25D 16 20 36.0 94.0 QCLIT080304 | FTNA0306  TWO9P
20R/L-2.25D 20 25 45.0 11.0 QCLIT10T304 | FTNA03508  TW15P
25R/L-2.25D 25 32 56.5 130.0 QCLIT130408 | FTNC04509  TW20S
32R/L-2.25D 32 40 72.0 160.0 QCLIT170508 | FTNC04511  TW20S
9D Insert
Coated Uncoated Dimensions (mm)
Picture Designation 5 § E § | N od Configuration
EEEIEE ™
QCMT 050204-CM e o o 5.0 54 210 04 23 ]
060204-CM e o o 60 64 238 04 25 i
070304-CM o o o 70 74 318 04 28 Er P
080304-CM o o o 80 84 318 04 34 f’/,;__" J'; 1
10T304-CM ° ° 100 104 397 04 40 | N *%7"
87&A<—.| LL
130408-CM ° ° 127 135 476 08 55
170508-CM e o o 167 175 556 08 55
QCGT 050204-CA ° 50 54 210 04 23
_ 060204-CA ° 60 64 238 04 25 '
\>6</' 070304-CA ° 70 74 318 04 28 =X o
W 080304-CA o 80 84 318 04 34 5'ig|i —+ o
v 10T304-CA ° 100 104 397 04 40 !/’;;:_J] ,%T
130408-CA ° 127 135 476 08 55 BKA ! K1
170508-CA ° 167 175 556 08 55

e : Stock item

Turning




B Technical Information for Bearing Solution

Bearing Solution

D Holder code system

Insert shape Relief Angle Height of Additional information Length of Minimum diameter for
Shank of holder (B: Bearing) cutting edge machining

{S RCPRZ2525B-M16 B-D32

Clamping Holder Hand Width of Length of
Method Style Shank Holder
R: rigtht

L: Left B : Internal machining
E : External machining
F : Face machining
RW : Raceway
BS : Bearing Shield

Application

D Insert code system for race way and bearing shield machining

' ABC ECG000AHL - BS USER

Manufacture of Designation of Machining Customer
Bearing Bearing type of Insert

Turning




Bearing Solution B

C M S N mEn F Type w
- | J
MC12DD MC12DD'BR hT : * Rtype insert
MC15[ ][] (mm)
Desianation " W L s h 0 Insert Clamp Clamp Screw Shim Shim Screw Wrench
g (7 &

CMSNR/L  2020B-L12F 20 20 140 21 20 33 MC120C]
2023B-L12F | 20 23 140 24 20 33 | MC12000-BR
2525B-L15F | 25 25 140 26 25 35 | MC15(J1 |CH6R/IL1B BHA0620 SX52CB SS0408  HW50L

CHBR/L1B BHA0620 SX42CB SS0308  HW50L

CMSN...B Type @ . ,@ . 77

N | ==

MC120][] MC12[1J-BR hT H Riype nser
(mm)
Designati oD H w L s h ) I + Clamp Screw Shim Shim Screw  Wrench
signation nser s
>, &
CMSNR/L 2020B-L12B-D28 | 28 20 20 140 21 20 33 CH6R/L1B BHA0620 SX42CB SS0308 HWS50L
2525B-L12B-D28 | 28 25 25 140 26 25 33 |[MC1200J CHBR/L1B BHA0620 SX42CB SS0308 HWS50L
1620B-L12B-D20 | 20 16 20 140 18 16 32 |MC120J0-BR | CH6R/L1B BHA0620 - - HW50L
2023B-L12B-D28 | 28 20 23 140 24 20 33 CH6R/L1B BHA0620 SX42CB SS0308 HW50L
D Insert
5 Cermet Dimensions (mm)
E Picture Designation Configurati
2 9 CN2000 R 0° B d t ‘guration
<<
MC0906 0.6 12 1.8 9.525 3.18
MC0910 1.0 12 2.4 9.525 3.18
MC1206 0.6 18 1.8 12.7 476
[ MC1210 1.0 18 2.4 12.7 476
MC1212 1.2 18 22 12.7 476
MC1215 1.5 18 3.0 12.7 476
R MC1220 2.0 18 338 12.7 476
—d LL‘ MC1225 25 18 2.8 12.7 4.76
: MC1525 2.5 18 4.0 15875  5.56
MC1530 3.0 18 47 15.875 5.56
: MC1540 4.0 20 47 15.875 5.56
- MC1206-BR 0.6 18 1.8 12.7 476
MC1210-BR 1.0 18 2.4 12.7 476
i MC1212-BR 1.2 18 22 12.7 476
| MC1215-BR 1.5 18 30 127 476
g ‘ t ‘ MC1220-BR 2.0 18 3.2 12.7 476
] e MC1230-BR 3.0 18 37 12.7 476
MC1235-BR 35 18 3.9 12.7 476
. @ : Stock item
D Special order-form
B Designation | CN1000 ‘ CN2000 ‘ R ‘ 0 ‘ B ‘ d ‘ t Configuration
I SV o
& I
Ve R MC...
i

Turning




B Bearing Solution

SRGPIIIE Type SL W
@ ) &
L
RPGT1203MO0
RPGT1604M0 " y
RPGT2004MO * R type insert
(mm)
Desi ti H w L s h 0 I + Screw Shim Shim Scw Wrench
esignation nser < AN
; >
SRGPR/L 2020B-L12E 20 20 140 25 20 20 RPGT1203M0 | FTKA0O410 SR1203S SHXN0609F TW15P
2020B-L16E 20 20 140 25 20 20 RPGT1604M0 | FTNA0513 SR16T3S SHXN0712F  TW20P
2525B-L20E 25 25 140 32 25 30 RPGT2004M0 | FTNA0513 SR20T3S SHXNO712F  TW20P
SRGP...F Type . W e
&)
0
RPGT1203MO0
RPGT1604M0 ) "
RPGT2004MO * R type insert
(mm)
Desi ti H w L s h 0 I + Screw Shim Shim Scw Wrench
esignation nser ) )
’ >
SRGPR/L 2020B-L12F 20 20 140 25 20 20 RPGT1203M0 | FTKA0O410 SR1203S SHXN0B09F TW15P
2020B-L16F 20 20 140 25 20 20 RPGT1604M0 | FTNA0513 SR16T3S SHXN0712F TW20P
2525B-L20F 25 25 140 32 25 30 RPGT2004M0 | FTNA0513 SR20T3S SHXN0712F TW20P
@D Min. machining Dia.
SRCP...B T1ype %)
' ] =
1 // S ® w k\ Yo
] Y
RPGT0802M0O ]
RPGT1203M0 i ﬁ y
RPGT1 604M0 * R type insert
(mm)
Desianati oD H W L s h I Screw Wrench
signation 0 nsert @W
SRCPR/L 2020B-L08B-D12 12 20 20 140 21.5 15.5 25 RPGT0802M0O FTKA0305 TWO09P
1919B-L12B-D15 15 19 19 140 21 16 25 RPGT1203MO0 FTNA0408 TW15P
2020B-L12B-D20 20 20 20 140 22 15.5 25 RPGT1203M0 FTNA0408 TW15P
2525B-L16B-D32 32 25 25 140 27 20 30 RPGT1604M0O FTKA0510 TW20P

Turning




Bearing Solution B

@D Min. machining Dia.
CSKP...B Type )
OO w e
5 g
| L
h H
SPGR1 20440L | * R type insert
(mm)
) ) Clamp Clamp Screw Wrench
Designation oD H w L S h 0 Insert g ) P
CSKPR/L 2022B-L12B-D30 30 20 22 140 27 20 37 SPGR120440R/L CH5R1  CHX0510 HW30L

SSKP..B1ype =" =

\ 7% S w <,

& f—
SPGHOQOSSOL h E H * R type insert

(mm)
Desi ti oD H W L s h 0 I rt Screw Wrench
signation nse )
SZAN
SSKPR/L 2020B-L09B-D12 12 20 20 140 217 19 20
2020B-L09B-D13 13 20 20 140 21.7 19 20 SPGH090330R/L FTNA0307 TWO09P
2020B-L09B-D20 20 20 20 140 21.7 19 20
9 Insert
5 Cermet Dimensions (mm)
g Pict Designati fi ti
= icture esignation CN2000 ; d o : Configuration
<
RPGT0802MO0 - 8 34 2.38
RPGT1203M0 - 12 4.4 3.18
RPGT1604M0 - 16 55 4.76 - o
RPGT2004MO0 - 20 55 4.76 w
11|
o SPGR120440L 4.0 12.7 - 4.76 .
Ve
d n
SPGH090330L 3.0 9.525 3.4 3.18

Turning




B Bearing Solution
CKFN...RW T1ype % ‘[ii "

i l \\ -
KOR'C h[ " * R type insert

(mm)
Desi ti H w L s h I rt Clamp Clamp Screw Shim Shim Screw Wrench
esignation nse () e
% Dt ) a

CKFNR/L 2020B-L22RW 20 20 140 12.5 20 KORIC2204R/L | CH6N1B  BHA0620 ST42CB  SS0408  HW50L
2022B-L27RW 20 22 140 13 20 KORIC2704R/L | CH8R/L1B BHA0820 ST52CB  SS0408  HW60L
2025B-L33RW 20 25 140 16 20 KORIC3306R/L | CH8R/L1B BHA0820 ST62CB  SS0408 HW60L
2533B-L44RW 25 33 140 21 25 KORIC4408R/L | CH8R/L1B BHA0820 ST82CB  SS0408  HW60L

@D Min. machining Dia.

CKGN...RWType

A
~ | |

KOR'C h H * R type insert
(mm)
Desi ti oD H w L s h I rt C Clamp Screw Shim Shim Screw Wrench
esignation nse
D F ) &

CKGNR/L  2022B-L22RW-D23 23 20 22 140 30 20 | KORIC2204R/L | CHER/L3B BHA0620 ST42CB  SS0408  HW50L
2022B-L27RW-D29 29 20 22 140 34 20 | KORIC2704R/L | CHER/L7B BHA0620 ST52CB  SS0408  HW50L
2025B-L33RW-D38 38 20 25 140 33 20 | KORIC3306R/L | CH6R/L5SB BHA0620 ST62CB  SS0408  HW50L
2528B-L38RW-D50 50 25 28 140 46 25 | KORIC3806R/L | CH8R/L2B BHA0820 ST72CB  SS0408  HW60L
2528B-L44RW-D52 52 25 28 140 50 25 | KORIC4408R/L | CH8R/L2B BHA0820 ST82CB  SS0408  HW60L

. )
/ (‘ w #%
—— . L

SNGN h H * R type insert

(mm)

Designation @D H w L s h Insert clamp - campSew - Mrench

g nse W //%

CSGNRL  2020B-LO9RW-D17 17 20 20 140 22 20 | SNGNO9OSWR/L | CH5R1 CHX0510 HWB30L
2020B-LO9RW-D22 2 20 20 140 22 20 | SNGNO9OSWR/L | CH5R1 CHX0510 HW30L

Turning




Bearing Solution B

CSBN...BS Type

h H
SNGN [ * Rtype insert

(mm)
Desianati H W L s h I + C Clamp Screw Shim Shim Screw Wrench
signation nser
v &
CSBNR/L  2023B-L12BS 20 23 140 21 20 | SNGN1204SR/L | CH6N1B BHA0620 SS42CB  SS0308  HW50L
2525B-L15BS 25 25 140 23 25 SNGN1504SR/L | CH6N1B BHA0620 SS52CB  SS0408  HW50L

@D Min. machining Dia.

CSKN...BS Type = ),
-

N

SNGN " . * R type insert
(mm)
Desi ti oD H w L s h I + Clamp Clamp Screw Shim  Shim Screw Wrench
esignation nser
’ > &
CSKNR/L 1622B-L09BS-D14 | 14 16 22 140 16 16 SNGN0903SR/L | CH6R/L2B BHA0620 - - HW50L

2022B-L12BS-D26 | 26 20 22 140 27 20 | SNGN1204SR/L | CH6R/L1B BHA0620 SS42CB SS0308 HW50L
2525B-L15BS-D35 | 35 25 25 140 31 25 | SNGN1504SR/L | CH6R/L3B BHA0620 SS52CB SS0408 HW50L

@D Min. machining Dia.

CTGN...BS Type

TNGN h H * Rtype insert

(mm)

J
—

Clamp Clamp Screw Shim  Shim Screw Wrench

Designation @D H w L S h Insert
’ Dl &

CTGNR/L 2021B-K22BS-D25 25 20 21 140 30 20 | TNGN2204SR/L |CH6R/L7B BHA0620 ST42CB SS0408 HWS50L

Turning




B Bearing Solution

SPB-S Type - | U

0@ .

Z

:c
E

(mm)
Wrench
Designation H w L h Insert
SPB 1626-S 26 1.3 110 21 SP160
1632-S 32 1.3 150 25
1826-S 26 1.5 110 21 SP180
1832-S 32 1.5 150 25
226-S 26 1.6 110 21 SP200. SP20ORIL
232-S 32 1.6 150 25 ’
EEO 26 24 1o 21 SP300, SP300R/L SW15S
332-S 32 2.4 150 25 ’
426-S 26 32 110 21 SP400. SPACORIL
432-S 32 32 150 25 ’
2o 26 40 1o 21 SP500, SP500R/L
532-S 32 4.0 150 25 ’
626-S 26 5.2 110 21
632-S 32 5.2 150 25 SRR
D Insert
g Coated o Dimensions (mm)
E Picture Designation S ,8_ ﬁ § § § § e § § S Configuration
g = 0 M @I Mmoo W | w | r
< SE2222RRRRRH
SP 160 1.6 7.8 0.16
180 1.8 9.3 0.16
200 ° e 0 0 e 0 0 22 9.3 0.2 Standard
200R ° ° 22 9.3 0.2 ]
200L ) 22 9.3 0.2 II
300 e o 0 0 0 e @ 0 0 31 1.3 0.2 M
300R ° oo ° 3.1 1.3 0.2 =
8 300L ° 3.1 11.3 0.2 EW‘ r
0 400 e 0o 000 e 0o 0 44 1.3 0.25
- 400R ° ° 441 1.3 0.25
: 400L ° 441 1.3 0.25
500 ° e o e o 5.1 11.4 0.3
500R 5.1 1.4 0.3 :
500L 5.1 11.4 0.3 1 7
600 e o ° 6.4 1.4 0.35 W= 40,1
600R 6.4 11.4 0.35
600L 6.4 11.4 0.35
e : Stock item

Turning




Special Order Form for Bearing Inserts B

Machining Race-way

D KORIC... R/L Type

= =X KORIC 2204R/L 127 | 476
‘ i
Lo 1|

_A
A R
‘ﬁi i e S 2704R/L 15.875 | 4.76
a Detail—A 8 3306R/L 1 9.05 6.0
o | |ul
R Type L Type 4408R/L 25.4 8.0

3806R/L 22225 | 6.0

D SNGN... WR/L Type

SNGN  0903WR/L 9.525 | 3.18
1504WR/L 15.875 | 4.76
1905WR/L 19.05 | 5.56

Machining for Bearing shield

D KORIC... R/L Type

g 2 d t Lt | L2 | ht | h2 | Rt | R | a | B
- SNGN  0903SR/L 9.525 | 3.18
A 1204SR/L 127 | 4.76
g L]

7.

ne AS 1504SR/L | 15.875| 4.76
Detail-A
R Type
g, L2
0 A
\ A ..
) m LL» ¢ Detaf—/A
L Type

D TNGN...SR/L Type

TNGN 02204SR/L | 127 | 476

h2

Turning




B External tool Holder Code System(ISO)

P S K N R 25 25-M 12

1 2 3 4 ) 6 7 8 9
Clamping Method Clearance Angle Height of Width of Length of Length of Insert
of Insert Insert Shape  Holder Style of Insert Hand Shank Shank Holder Cutting Edge
0 Clamping Method of Insert e Insert Shape
C D E K
Top clamping without hole [ gggg‘ogmﬁa"gg}ﬁp) (MR&Q%&oéﬁfalﬁﬁnﬁg}%p) Hole clamping(Pinlock) ~ Screwon g :&g,ﬁ'glglﬁ?n'g%mp)

c D M P S w - Q /\

S T

e Holder Style

75° 45° 60°
B D E
mgs" 45° 60°
62.5° 75°
95°
L N R S T

90°
ﬂ 90° [j
F G

75°

93° " h
J K

72.5° ﬁ 85°
Vv Y

L R
35°
+=
\% W

Clearance Angle of Insert

\IX/S" \&/r \I\A/15°
B C D

‘[& 20°
E

\P 25° 0 \[\A/n“

F N P

e Hand

Height of Shank

16/

0 Width of Shank

-

!

/ H

E

/

Length of Insert Cuttlng Edge

6 Length of Holder

©

‘@
| o CDE
Eg A-32 H-100 Q-180 /A'B'K/ WA @ -
B-40 J-110 R-200 \ l \ ‘ ! ‘ L '
C-50 K-125 S-250 .
- D-60 L-140 T-300 X'?tpec'al @ @ @
=~ E-70 M-150 U-350 em ] L] L
F-80 N-160 V-400 S
G-90 P-170 W-450 !
| L] i




Index for External Holder B

Double Clamp System

Cutting : *Fw*ﬁ fl*_u : \—U
= g Ae s T AR A

Designation DCBNR/L | DCKNR/L DCLNR/L DDJNR/L DSBNR/L DSDNN DSKNR/L DSSNR/L DTFNR/L DTGNR/L

Approach angle 75° 75° 958 93° 758 45° 75° 45° 90° 90°
Page B154 B154 B154 B155 B155 B156 B156 B156 B157 B157
Turning (] ([ ] (] (] (] [ ] (]
Copying (]
Facing [ ] [ ] [ ] [ ] (]
Chamfering ([ ]
Back turning [ ] (]

Shape

VAT e

Designation DVJNR/L DVVNN DWLNR/L

Approach angle 93° 725° 95°
Page B157 B158 B158
Turning ([ ] [ [
Copying ( J °
Facing [
Chamfering
Back turning [ )

Lever Lock System

Cutting
Shape )

Designation | PCBNR/L | PCKNR/L | PCLNR/L PDJNR/L | PDNNR/L PRDCN PRGCR/L | PSBNR/L PSDNN PSKNR/L

Approach angle 75° 75° 95° 93° 625° - - 75° 45° 75°
Page B159 B159 B160 B160 B161 B162 B162 B163 B163 B164
Turning ([ ] ([ ] [ [ ] [ ] ([ ] [ [ ] [ ]
Copying (] (] [} (]
Facing [ ] °
Chamfering
Back turning ([ ] [}
L ) t
Cutting 5 © — |
Shape s

Designation PSSNR/L PTFNR/L PTGNR/L PTTNR/L | PWLNR/L

Approach angle 45° R0° R° 60° 95°
Page B164 B165 B165 B166 B166
Turning ® [ ] (] [}
Copying
Facing (] [ ] (]
Chamfering ([ ]
Back turning ®

Turning




B Index for External Holder

Wedge Clamp System

4
Cutting 1
Shape

Designation WTENN WTJNR/L | WTXNR/L

Approach angle 60° 93 105°
Page B167 B167 B167
Turning [ [ ] [ ] [
Copying (] ([ ] ()
Facing ([ ]
Chamfering
Back turning ® ® [ )

Clamp on System

Cutting p= ~
Shape

Designation CKJUNR/L | CKNNR/L CSDPN CSKPR/L | CTFPR/L CTGPR/L

Approach angle 93° 62.5° 45° 75° 90° 90°
Page B169 B169 B169 B170 B170 B170

Turning [ ] [ [ ] [

Copying (] °

Facing ([ ] [
Chamfering
Back turning [ ]

Multi Lock System

Cutting 4
Shape 4 <

Designation | MCKNR/L | MCLNR/L MCMNN MCRNR/L | MDJNR/L MDNNN MDQNR/L | MSBNR/L MSDNN MSKNR/L

Approach angle 75° 95° 50° 75° 93° 62.5° 107.5° 75° 45° 75°
Page B171 B171 B171 B172 B172 B172 B173 B173 B173 B174
Turning [ [ ] ([ ] [ [ ] [ ] [ ] [ ]
Copying ([ ] (] ([ ]
Facing ® ® [}
Chamfering
Back turning [ ] [ ] (]

Cutting
Shape -

Designation | MSRNR/L | MSSNR/L MTENN MTFNR/L | MTGNR/L | MTJNR/L | MVJNR/L | MVQNR/L MVVNN MWLNR/L

Approach angle 75° 45° 60° 90° 90° 93° 93° 117.5° 72.5° 95°
Page B174 B175 B175 B175 B176 B176 B176 B177 B177 B177
Turning [ ] ([ ] (] [ ] [ ] ® (] [} [
Copying (] ([ ] ([ ] () ()
Facing [ ] (] [ ] [
Chamfering
Back turning [ ] [ J [ ] [

Turning




Index for External Holder B

Screw on System

4

Cuttin {
Shapg - R -
Designation | SCACR/L | SCLCR/L | SDACR/L | SDJCR/L SDNCN SSBCR/L SSDCN SSKCR/L
Approach angle 90° 952 90° 93° 62.5° - - 75° 45° 75°

Page B178 B178 B178 B179 B179 B179 B180 B180 B180 B181
Turning [} ® ® ® [} ® [ [ [}

Copying [ ) [} [} o [

Facing [ o
Chamfering
Back turning ® o

Cutting * N\ N

Shape -~ - - .

e

Designation SSSCR/L STACR/L STFCR/L STGCR/L STTCR/L SVABR/L SVHBR/L SVJBR/L SVJCR/L SVVBN
Approach angle 45° 90° 90° 90° 60° 90° 107.5° 93° 93° 72.5°

Page B181 B181 B182 B182 B182 B183 B183 B183 B184 B184
Turning [} [ [ [} [ [ [ [} o
Copying [} ® ® o °
Facing [} [
Chamfering
Back turning [} [ J [} [ ]

Cutting

Shape

Designation SVVCN
Approach angle 725°

Page B184

Turning [}

Copying °

Facing
Chamfering
Back turning

Ceramic Holder
Cutting : ¢ ¢
Shape | - - TR | T -~
|

Designation | CCNLR/L CRDNN CRGNR/L CSDNN CSKNR/L | CTFNR/L | CTGNR/L
Approach angle 95° - - 45° 75° 90° 90°

Page B185 B185 B185 B185 B186 B186 B186

Turning ® ® ® ® ®

Copying o

Facing [} [} [
Chamfering
Back turning [}

Turning




B Instruction of External Holder

Instruction of External Holder
Double Clamp System Lever Lock System

Clamp on System

—_—

Screw on System

Turning

152



Features of Double Clamp/Lever Lock System B

Double Clamp System

Stable clamping with double clamp system

) Features * Simple and powerful clamping system operated by only a
single clamp screw

e The powerful double-clamping system (upper and
internal) is suitable for machining in very tough cutting Insert _ i
conditions Spring

. . L hi
e The holder offers precision due to the special design in Shim Screw
the rear of the clamp

e Compact and optimized design for avoiding chip
interference with a powerful clamp Holder

Clamp —— >

Compact Clamp Design

Lever Lock System

Excellent clamping stability and rigidity compared to existing
lever-lock holders and boring bars

©) Features ® The holder offers precision due to the special design due Coolant
to the improved Lever tip seat Nozzle

e The durability of parts has been improved

e Superior tool life due to powerful clamping system and
optimized design of part

e Part designation on holder body makes it easy to check
the right part description for each product

e Adjustable coolant nozzle gives the option to change the
direction of the coolant to optimize chip control and
improve tool life

Clamp Screw

Shim pin
Shim Improved durable
clamp ensure
steady clamping
Improved Lever force
tip seat Optimized
design

Lever

Turning




B Double Clamp System

DCBNR/L @ s ® w
‘/ 75 o -
! L
75°
H
CND D I * R type insert
(mm)
Clamp ClampScrew Shim  ShimScrew  Spring Wrench
Designation Stock H w L S h [ Insert ﬁ @ > %
i
DCBNR/L 2020-K12 20 20 125 17 20 31
2525-M12 25 25 150 22 25 3l CNCICI1204[J]| CVH4 CHX0518 SC44V FTKA0410 SPR0O714 HW30P
3225-P12 32 25 170 22 32 31
2525-M16 25 25 150 22 25 36
3232.-P16 32 32 170 27 32 36 CNCIC1e06[J]| CVH5 CHX0622 SC54V FTNA0511 SPR0811  HW40L
3232-P19 32 32 170 27 32 40
4040-S19 40 40 250 35 40 40 CNLICI1906[][]| CVH6 CHX0622 SC63V FTNA0511 SPR0811  HW40L
2 Applicable inserts B28~B35
DCKNR/L ol i
75 © ﬂ
) [}
L
75°
CND D ] * R type insert
(mm)
Clamp ClampScrew  Shim  ShimScrew  Spring
Designation H w L S h 0 Insert ﬁ @ ‘ @ @ y
ﬁ
DCKNRLL ~ 2020-K12 20 20 125 25 20 2
2525-M12 25 25 150 32 25 21 CN[JH204[J] | CVH4 CHX0518 SC44V FTKA0410 SPR0714 HW30P
3225-P12 32 25 170 32 32 21
3232-P16 32 32 170 40 32 26
4040-S16 20 0 250 50 20 % CNLIJCH6e06[J] | CVH5 CHX0622 SC54V FTNA0511 SPR0811  HWA40L
2 Applicable inserts B28~B35
DCLNR/L "
© N — )
WES v
! L
— l 95°
H
CND D v * R type insert
(mm)
Clamp ClampScrew Shim  ShimScrew  Spring Wrench
Designation H w L S h 0 Insert ) %
U
DCLNR/L  2020-K09 20 20 125 25 20 245
2525-M09 25 25 150 2 2% 245 CNLCI0903[J] | CVH3 CHX0415 SC32V FTKA0307 SPR0510 HW25P
2020-K12 20 20 125 25 20 30
2525-M12 25 25 150 32 25 30
3295.p12 2 % 170 2 2 20 CNLICH204[JC] | CVH4 CHX0518 SC44V  FTKA0410 SPR0714 HW30P
3232-P12 32 32 170 40 32 30
2525-M16 25 25 150 32 25 36
3225-P16 32 25 170 32 32 36 CNLCICHe06[JC] | CVH5 CHX0622 SC54V  FTNA0511 SPR0811 HW40L
3232-P16 32 32 170 40 32 36
2525-M19 25 25 150 32 25 40
3225-P19 32 25 170 32 32 40
N
3232-P19 2 32 170 0 2 40 CNLICH906[J] | CVHE CHX0622 SC63V  FTNA0511 SPR0811 HWA40L
4040-S19 40 40 250 50 40 40

2 Applicable inserts B28~B35
Turning




Double Clamp System B

DDJNR/L I g 7 =8
B 'Ji/.\:“‘ e E e

o — 93°

DND |:| " " * R type insert

(mm)

Clamp ClampScrew Shim  Shim Screw  Spring Wrench

Designation H w L S h e Lt @ g & & @ b
U

DDJNR/L  2020-K11 20 20 125 25 20 30
2525-M11 25 25 150 32 25 30
3225-P11 ” 2% 170 » » 20 DNLCICH104[J1| CVH3  CHX0415 SD32V FTKA0307 SPR0510 HW25P
3232-P11 32 32 170 40 32 30
2020-K15 20 20 125 25 20 35
2525-M15 25 25 150 32 25 35
3225.P15 ™ 25 170 » » a5 DN[JH506[1]| CVH4 CHX0518 SD43V FTKA0410 SPR0714 HW30P
3232-P15 32 32 170 40 32 35

2020-K15-3 20 20 125 25 20 35
2525-M15-3 25 25 150 32 25 35 |DNLJ1504[ ] ]| CVH4 CHX0518 SD44V FTKA0410 SPR0714 HWB30P
3232-P15-3 32 32 170 40 32 35

D Applicable inserts B36~B42

DSBNR/L (D | @ W] J
=

1 — 75°
h H
SND D R * R type insert
(mm)
Clamp ClampScrew Shim  ShimScrew  Spring Wrench
Designation H w L S h 0 Insert
e & D P &
DSBNR/L  2020-K09 20 20 125 17 20 25
2525-M09 o5 o5 150 2 25 25 SNLIJ0903[J] | CVH3 CHX0415 SS32V  FTKA0307 SPR0510 HW25P
2020-K12 20 20 125 17 20 32
2525-M12 25 25 150 22 25 32
3225.P12 20 o5 170 o 32 32 SNLICH20400] | CVH4 CHX0518 SS44V  FTKA0410 SPR0714 HW30P
3232-P12 32 32 170 27 32 32
2525-M15 25 25 150 22 25 38
3225-P15 32 25 170 22 32 38 | SNLJM506[J] | CVH5 CHX0622 SS54V FTNA0511 SPR0811  HW40L
3232-P15 32 32 170 27 32 38
3232-P19 32 32 170 27 32 43
4040-S19 40 40 250 a5 40 43 SNJH906[J]1 | CVH6 CHX0622 SS64V FTNA0511 SPR0811  HW40L

2) Applicable inserts B44~B52

Turning




B Double Clamp System

DSDNN 1 & J
2 )
: L 4
- —F 45°
h H
SND D l * R type insert
(mm)
Clamp ClampScrew  Shim ShimScrew  Spring Wrench
Designation H w L S h ] Insert
2 & O P
DSDNN 2020-K09 20 20 125 10 20  26.5 |SNLJ[J0903[J[]1| CVH3 CHX0415 SS32V  FTKA0307 SPR0510  HW25P
2020-K12 20 20 125 10 20 33
2525-M12 25 25 150 125 25 33
3225-P12 32 25 70 125 3 3 SNLIJCJ1204[000| CVH4  CHX0518  SS44V  FTKA0410 SPRO714  HW30P
3232-P12 32 32 170 16 32 33
2525-M15 25 25 150 125 25 394
3232-P15 32 32 170 16 32 38 SNOJCJ1506[C0| CVH5  CHX0622  SS54V  FTNAO511  SPR0811  HW25P
3232-P19 32 32 170 16 32 43
N
4040-519 40 40 250 20 0 45 SNLCICJ1906[1C7| CVHe  CHX0622  SS64V  FTNAOS11  SPR0O811  HW40L
2 Applicable inserts B44~B52
< t
DSKNR/L ]
Y
0
\—J L
I
I 75°
H
SND D * R type insert
(mm)
Clamp ClampScrew Shim  Shim Screw  Spring Wrench
Designation H w L S h 0 Insert )
= &F D & S~
DSKNR/L 2020-K09 20 20 125 25 20 20 |SNLIJ0903[J[]| CVH3 CHX0415 SS32V FTKA0307 SPR0510 HW25P
2020-K12 20 20 125 25 20 23
2525-M12 25 25 150 32 25 23 |SNLJUJ1204[J[1| CVH4 CHX0518 SS44V FTKA0410 SPRO714 HW30P
3232-P12 32 32 170 40 32 23
3232-P15 32 32 170 40 32 28 |SNLI[1506[][1| CVH5 CHX0622 SS54V FTNA0511 SPR0811  HWA40L
3232-P19 32 32 170 40 32 35
4040-519 40 40 250 50 40 43 SN[J[J1906[J[]| CVH6 CHX0622 SC64V FTNA0511 SPR0811 HW40L
3 Applicable inserts B44~B52
DSSNR/L o P
«©) o
45° 0 L
< f 450
H
SND D * R type insert
(mm)
Clamp ClampScrew Shim  Shim Screw  Spring Wrench
Designation H w L S h 0 Insert
2 & QPP S
DSSNR/L  2020-K09 20 20 125 25 20  28.5 |SNLI[J0903LI[1| CVH3 CHX0415 SS32V FTKA0307 SPRO510 HW25P
2020-K12 20 20 125 25 20 35
2525-M12 25 25 150 32 25 35
3225-p12 32 5 = 3 % o SN[J[J1204[J[]| CVH4 CHX0518 SS44V FTKA0410 SPR0714 HW30P
3232-P12 32 32 170 40 32 35
2525-M15 25 25 150 32 25 38.5
3232-P15 32 32 170 40 32 385 SN[J[J15060J]| CVH5 CHX0622 SS54V FTNA0511 SPR0811  HW40L
3232-P19 32 32 170 40 32 46
4040-519 0 40 250 50 40 45 SN[J[J1906[J[]| CVH6 CHX0622 SS64V FTNA0511 SPR0811  HW40L

Turning

2 Applicable inserts B44~B52



Double Clamp System B

— !
s| . w
90
W e -
L
N 90°
TND D — * Rtype insert
(mm)
Clamp ClampScrew Shim  ShimScrew  Spring Wrench
Designation H w L S h 0 Insert @ W @ @ y
——] f*
DTFNR/L 2020-K16 20 20 125 25 20 245
2525-M16 25 25 150 32 25 24.5 | TNLJ[J1604J]| CVH3 CHX0415 ST32V FTKA0307 SPR0510 HW25P
3232-P16 32 32 170 40 32 23.5
2525-M22 25 25 150 32 25 33
3225-P22 32 25 170 32 32 33 | TNOI[J2204[J(]| CVH4 CHX0518 ST44V FTKA0410 SPRO714 HW30P
3232-P22 32 32 170 40 32 33
2 Applicable inserts B53~B59
DTGNR/L "
)£ d
-
y A/
o 50
.t .\‘f&\ L L
o reC A
— - 90°
TNDD l i * R type insert
(mm)
Clamp ClampScrew  Shim  ShimScrew  Spring Wrench
Designation H w L S h [ Insert @ W e @ y
—— )
DTGNR/LL  2020-K16 20 20 125 25 20 24.5
2525-M16 25 25 150 32 25 24.5 | TNOJ[J1604J] | CVH3 CHX0415 ST32V FTKA0307 SPR0510 HW25P
3232-P16 32 32 170 40 32 245
2525-M22 25 25 150 32 25 32.6
3225-P22 32 25 170 32 32 32.6 | TN[J[J2204[J[]| CVH4 CHX0518 ST44V FTKA0410 SPRO714 HW30P
3232-P22 32 32 170 40 32 32.6
2 Applicable inserts B53~B59
DVJNR/L . P =\
1 ~
way
L
— 93°
VNDD hl il * Rtype insert
(mm)
Clamp ClampScrew  Shim  ShimScrew  Spring Wrench
Designation H w L S h 0 Insert @ W
\I_' @ @ y
DVJNR/L 2020-K16 20 20 125 25 20 415
2525-M16 25 25 150 32 25 41.5 | VNOIJJ1604[]]| CVH3V CHX0518 SV32V FTNA03508 SPRO714 HW30P
3232-P16 32 32 170 40 32 415

D Applicable inserts B60~B61

Turning




B Double Clamp System

DVVNN

72.5°
{ E
VNDD — * Rtype insert
(mm)
Clamp ClampScrew  Shim Shim Screw  Spring Wrench
Designation H w L S h 0 Insert @ @@
N y
DVVNN 2020-K16 20 20 125 10 20 40
2525-M16 25 25 150 125 25 40 | VNLICI16040]L]| CVH3V CHX0518 SV32V FTNA03508 SPRO714 HW30P
3232-P16 32 32 170 16 32 40
2 Applicable inserts B60~B61
DWLNR/L . *
S -
© T
= A +
95 ) L
95°
WNDD h W * R type insert
- (mm)
Clamp ClampScrew Shim  Shim Screw  Spring Wrench
Designation H w L S h 0 Insert
’ = o
DWLNR/L  2020-K06 20 20 125 25 20 26
2525-M06 25 25 150 32 25 26 WNLICJ0604J] | CVH3 CHX0415 SW32V FTKA0307 SPR0510 HW25P
2020-K08 20 20 125 25 20 32
2525-M08 25 25 150 3 25 32 WNLI[]0804[J]| CVH4 CHX0518 SW44V FTKA0410 SPR0714 HW30P

2 Applicable inserts B62~B65

Turning




Lever Lock System B

PCBNR/L i 5 .
o
</7‘55 -
L L
— 750
h H
CNDD * R type insert
(mm)
Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation H w L S h (] Insert
g S ) N\
PCBNR/L 2020-K12 20 20 125 17 20 27
2525-M12 25 25 150 22 25 27 |CNICJ1204]] Lv4 VHX0821  SC42 SP4 HW30L  LSPS4
3225-P12 32 25 170 22 32 27
2525-M16 25 25 150 22 25 33
3232-P16 32 32 170 o7 32 33 CNOI[ 1606101 LV5 VHX0825  SC53 SP5 HW30L  LSPS6
3232-P19 32 32 170 27 32 36
4040-S19 40 40 250 35 40 36 CNLIJ[J19060J[ 1| LV6N VHX1027N SC63N SP6N HW40L  LSPS6
SleodD 40 40 250 % 40 47| CNLILI 2509010 LV8BN  VHX1236N SC84N SP8N HW50L  LSPS8
4040-S25-5 40 40 250 35 40 47 |CNLI[J 25071
5050-T25 50 50 300 43 50 47 |CNCIJ2509[][1| LV8N VHX1236N SC84N SP8N HW50L  LSPS8
PCBNR/L 2020-K12N 20 20 125 17 20 27
2525-M12N 25 25 150 22 25 27 |CNLI[J1204[01| LV4AN VHX0820N SC42N SP4N HW30L  LSPS4
3225-P12N 32 25 170 22 32 27
2525-M16N 25 25 150 22 25 33
3232-P16N 32 32 170 o7 30 33 CNJJ1606[JL[]| LVBN  VHX1027N SC63N SP6N HW40L  LSPS8
3232-P19N 32 32 170 27 32 36 | CNJ[J11906[1[] | LV6N VHX1027N SC63N  SP6N  HW40L  LSPS8

2 Applicable inserts B28~B35

PCKNR/L tﬂ

_ 9 50
h H
CNDD * R type insert
(mm)
Lever Screw Shim ShimPin ~ Wrench  ShimPin Punch
Designation H w L S h 0 Insert S) «@ P
PCKNR/L 2020-K12 20 20 125 25 20 27
2525-M12 25 25 150 32 25 27 |CNLJLJ12040L00| Lv4  VHX0821  SC42 SP4  HW30L LSPS4
3225-P12 32 25 170 40 32 30
3232-P16 32 32 170 40 32 26
4040-S16 20 40 250 50 40 o5 CN[JJ1606[][]| LV5 VHX0825 SC53 SP5 HW30L HW30L
PCKNR/L 2020-K12N 20 20 125 25 20 27
2525-M12N 25 25 150 32 25 27 |CNLJLJ12040J0J| LV4N VHX0820N SC42N SPAN HW30L LSPS4
3225-P12N 32 25 170 40 32 30
3232-P16N 32 32 170 40 32 26 |CN[J[J1606[J[]| LV5N VHX0820AN SC53N  SP5N HW30L LSPS5

2 Applicable inserts B28~B35

= Improved holders and parts ensure performance and durability
= “N” stand for New type (Holders and parts)

Turning




B Lever Lock System

PCLNR/L = . :
O © o
-+
95°
- L
95°
h H

CNDD * R type insert

(mm)

i i Lever Screw Shim ShimPin ~ Wrench  ShimPin Punch

Designation H w L S h 0 Insert @ @ P

PCLNR/L 1616-H09 16 16 100 20 16 20

2020-K09 20 20 125 25 20 22 | CNJJ0903[J[J| LV3 VHX0617 SC32 SP3  HW25L LSPS3
2525-M09 25 25 150 32 25 22
1616-H12 16 16 100 20 16 28
2020-K12 20 20 125 25 20 28

2525-M12 25 25 150 32 25 28 CN[JJ 1204011 LV4 VHX0821 SC42 SP4  HW30L LSPS4
3225-P12 32 25 170 32 32 28
3232-P12 32 32 170 40 32 28
2525-M16 25 25 150 32 25 33

3232-P16 32 32 170 40 30 33 CNOJJ1606[J] | LV5 VHX0825 SC53 SP5 HWB30L LSPS5
2525-M19 25 25 150 32 25 36
3225-P19 32 25 170 32 32 36

3232-P19 32 32 170 40 32 36 CNLICJ1906[JC] | LVEN VHX1027N SC63N SP6N HW40L LSPS6
4040-P19 40 40 170 50 40 36
4040-S19 40 40 250 50 40 36
4040-S25 40 40 250 50 40 47

5050-T25 50 50 300 60 50 47 CNLJJ 25090 | LVBN VHX1236N SC84N SP8N HWS50L LSPS8

4040-S25-5 40 40 250 50 40 47
5050-S25-5 50 50 300 60 50 47

PCLNR/L  1616-HOSN 16 16 100 20 16 20
2020-K09N 20 20 125 25 20 22 | CNLJCJ0903[J]| LV3N VHX0617N SC32N  SP3  HW25L LSPS3
2525-M09N 25 25 150 32 25 22

CN[I[12507CJ1 | LVBN VHX1236N SC84N SP8N HW50L LSPS8

1616-H12N 16 16 100 20 16 28

2020-K12N | 20 20 125 25 20 28 VHXOBT7N

2525-M12N 25 25 150 32 25 28 CN[I[J1204[J] | LV4N SC42N  SP4AN  HWS30L LSPS4
3225-P12N 32 25 170 32 32 28 VHX0820N

3232-P12N 32 32 170 40 32 28
2525-M16N 25 25 150 32 25 33
3232-P16N 32 32 170 40 32 33
2525-M19N 25 25 150 32 25 38
4040-S19N 40 40 250 50 40 36

2 Applicable inserts B28~B35

CNLI[J1606[ ][] | LV5N VHX0820AN SC53N  SP5N  HW30L LSPS5

CNCJLI1906[][J | LV6N VHX1027N SC63N  SP6N  HW40L LSPS6

PDJNR/L . "
o/©
93°
0
L
93°
h H
DNDD * Rtype insert
(mm)
. . Lever Shim ShimPin ~ Wrench  Shim Pin Punch
Designation H w L S h 0 Insert & = @ o
PDJNR/L 1616-H11 16 16 100 20 16 25
2020-K11 20 20 125 25 20 25 DN 110400 Lv3  VHX0617 SD317 SP3 HW25L  LSPS3
2525-M11 25 25 150 32 25 30
2020-K15 20 20 125 25 20 35
2525-M15 25 25 150 32 25 35
3295.P15 30 25 170 32 3 35 DNCIJ150600[] | Lv4B  VHX0821 SD42 SP4 HW30L LSPS4
3232-P15 32 32 170 40 32 35

2020-K15-3 20 20 125 25 20 35
2525-M15-3 25 25 150 32 25 35 | DNLICJ150400(1| Lv4  VHX0821 SD42 SP4  HW30L LSPS4
3232-P15-3 32 32 170 40 32 35

2 Applicable inserts B36~B42

Turning




Lever Lock System B

s w
0/© - ~
.j93°
0
L
93°
h H
D N D D * Rtype insert
(mm)
Lever Shim ShimPin ~ Wrench  ShimPin Punch

Designation H w L S h 0 Insert & @ P

PDJNR/L 1616-H11N 16 16 100 20 16 25
2020-K11N 20 20 125 25 20 25 | DNCICJ1104[0C] | LV3AN VHX0617N SD32N SP3  HW25L LSPS3
2525-M11N 25 25 150 32 25 30
2020-K15N 20 20 125 25 20 35
2525-M15N 25 25 150 32 25 35
3225-P15N 32 25 170 32 32 35
3232-P15N 32 32 170 40 32 35
2020-K15-3N | 20 20 125 25 20 35
2525-M15-3N | 25 25 150 32 25 35 | DNLJ[J1504[][]| LV4BN VHX082IN SD43N  SPAN  HW30L LSPS4
3232-P15-3N 32 32 170 40 32 35

2 Applicable inserts B36~B42

DNLCICI1506011 | LV4BN VHX0821N SD42N ~ SP4N  HW30L LSPS4

PDNNR/L By st% "

62.5°
¢

’ L
‘ 62.5°

h H

DNDD * Rtype insert

(mm)

Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch

Designation H w L S h 0 Insert ) EB P
PDNNR/L 2020-K15 20 20 125 8 20 37
2525-M15 25 25 150 125 25 37
3232-P15 32 32 150 16 32 37 DNCIJCJ150600[] | Lv4B  VHX0821 SD42 SP4 HW30L LSPS4

4025-M15 40 25 170 12.5 32 37

2525-M15-3 25 25 150 125 25 37
4025-M15-3 40 25 150 125 25 37

PDNNR/L 2020-K15N 20 20 125 8 20 37
2525-M15N 25 25 150 125 25 37 | DNLJJ1506[J1 | LV4BN VHX082IN SD42N  SP4N  HW30L LSPS4
3232-P15N 32 32 170 16 32 37
2525-M15-3N | 25 25 150 125 25 37
3232-P15-3N 32 32 170 16 32 37

2 Applicable inserts B36~B42

DNLICT1504[(] | Lv4  VHX0821 SD42 SP4 HW30L LSPS4

DNLICJ1504]] | LV4BN VHX082IN SD43N  SP4N  HW30L LSPS4

Turning




B Lever Lock System

PRDCN F1 @ "
E ‘ -+ -
L
h ﬁr H
RCMX
(mm)
. . Lever Screw Shim Shim Pin Wrench  Shim Pin Punch
Designation H w L S h 0 Insert @ Ve
PRDCN 2020-M10 20 20 150 10 20 24
2595-M10 25 25 150 125 25 o RCMX 1003M0 LR10  VHX0514 SR10 SP3 HW20L LSPS3
2525-M12 25 25 150 12.5 25 24
2020-K12 20 20 125 10 20 24 | RCMX 1204MO | LR12 VHX0617 SRi2 SP3  HWw25L LSPS3
3225-Q12 32 25 180 12.5 32 24
2525-Q16 25 25 180 125 25 30
3225-Q16 32 25 180 125 32 30 | RCMX 1606M0 | LR16 VHX0621 SR16 SP4  HW25L LSPS4
3232-Q16 32 32 180 16 32 35
3232-Q20 32 32 180 16 32 40 RCMX 2006MO LR20  VHX0823 SR20 SP20 HW30L  LSPS5
4040-S25 40 40 250 20 40 42
4040-T25 40 40 300 20 40 42 RCMX 2507MO0 LR25 VHX1030 SR25 SP6N HW40L  LSPS6
5050-U32 50 50 350 25 50 52 RCMX 3209MO0 LR32  VHX1236 SR32 SP8N HW50L  LSPS8

2 Applicable inserts B74

C Ay \ +
O - ~
7 L
—T
h H
RCMX * R type insert
(mm)
Lever Screw Shim ShimPin ~ Wrench  ShimPin Punch
Designation H w L S h Insert
- Ly~
PRGCR/L  2020-K10 20 20 125 25 20
RCMX 1003M0 LR10 VHX0514 SR10 SP3 HW20L LSPS3
2525-M10 25 25 150 32 25
2020-K12 20 20 125 25 20
2525-M12 25 25 150 32 25 RCMX 1204MO | LR12 VHX0617 SR12  SP3 HW25L LSPS3
3225-P12 32 25 170 32 32
2525-M16 25 25 150 32 25
RCMX 1606MO | LR16 VHX0621 SR16 SP4 HW25L  LSPS4
3225-P16 32 25 170 32 32
3232-P20 32 32 170 40 32 RCMX 2006M0 LR20 VHX0823 SR20 SP5-1 HW30L  LSPS5
4040-S25 40 40 250 50 40 RCMX 2507M0 LR25 VHX1030 SR25 SP6N  HW40L LSPS6

3 Applicable inserts B74

Turning




Lever Lock System B

{9 S o ®) w
s ~
< 0 L -
~ L
o
h H
SN DD * R type insert

(mm)
Lever Screw Shim ShimPin ~ Wrench  ShimPin Punch

Designation H w L S h 0 Insert @ 7

PSBNR/L 1616-H09 16 16 100 13 16 21

2020-K09 20 20 125 17 20 23 SNLIC10903[]| LV3  VHX0617 SS32 SP3 HW25L  LSPS3

2020-K12 20 20 125 17 20 28

2525-M12 25 25 150 22 25 28

3225-P12 35 o5 170 20 a0 28 SNLCICI1204[J| Lv4  VHX0821  SS42 SP4 HW30L LSPS4

3232-P12 32 32 170 27 32 28

2525-M15 25 25 150 22 25 35

3232.p15 35 30 170 27 32 35 SNLCICI15060]| LV5  VHX0825 SS53 SP5 HW30L LSPS5

3232-P19 32 32 170 27 32 40

4040-S19 40 40 250 35 40 20 SNLCIC11906[J]| LVEN VHX1027N SS63N  SP6N  HW40L  LSPS6

4040-S25 40 40 250 35 40 50 [SNLICI125070C]C]

4040-S25-6 40 40 250 35 40 50 |SNLI[]2509[ (]

5050-T25 50 50 300 43 50 50 |SNCI]2507000] LV8N VHX1236N SS84N  SP8N  HW50L LSPS8

5050-T25-6 50 50 300 43 50 46 |SNLI[]250901[]

PSBNR/L 1616-HO9N 16 16 100 13 16 21
2020-K09N 20 20 125 17 20 23
2020-K12N 20 20 125 17 20 28
2525-M12N 25 25 150 22 25 28
3225-P12N 32 25 150 22 25 28
3232-P12N 32 32 170 27 32 28
2525-M15N 25 25 150 22 25 35 |SNLIC115060][]| LV5N VHX0820AN SS53N  SP5N  HW30L LSPS5

2 Applicable inserts B44~B52

SN[J[J0903[J[J| LV3N VHX0617N SS32N  SP3  HW25L LSPS3

SNLIC11204[JC]| LVAN VHX0820N SS42N  SP4AN  HW30L  LSPS4

PSDNN < .
423 . <« LO
-_N 0
= L
h H 45°
SNLIOJ (mm)
. . Lever v Shim Shim Pin Wrench  Shim Pin Punch
Designation H w L S h 0 Insert & @‘,\‘\\\\ @ /\
PSDNN 1616-H09 16 16 100 8 16 23 | SNLJ[J0903[ 1] LV3 VHX0617  SS32 SP3 HW25L  LSPS3
2020-K12 20 20 125 10 20 30
2525-M12 25 25 150 125 25 30
3225.P12 30 25 170 125 3 30 SNOJC120400] Lv4 VHX0821  SS42 SP4 HW30L LSPS4
3232-P12 32 32 170 16 32 40
2525-M15 25 25 150 125 25 40
3232.P15 30 30 170 16 3 40 SNOJC1506]0C] LV5  VHX0825 SS53 SP5 HW30L  LSPS5
3225-P19 32 25 170 12.5 32 40
3232-P19 32 32 170 16 32 40 | SNLICJ1906[J1| LVeN VHX1027N SS63N  SP6N  HW40L LSPS6
4040-S19 40 40 250 20 40 40
4040-S25 40 40 250 20 40 50
5050-T25 50 50 300 25 50 50 SNOJJ25070J] | LV8N  VHX1236N SS84N SP8N HW50L  LSPS8

4040-S25-6 40 40 250 20 40 50
5050-T25-6 50 50 300 25 50 50

PSDNN 1616-HO9N 16 16 100 8 16 23 | SNLJJ0903[J1 | LV3N VHX0617N SS32N SP3 HW25L  LSPS3
2020-K12N 20 20 125 10 20 30
2525-M12N 25 25 150 125 20 30
3225-P12N 32 25 170 125 32 30
3232-P12N 32 32 170 16 32 40
2525-M15N 25 25 150 125 25 40
3232-P15N 32 32 170 16 32 40

2 Applicable inserts B44~B52

SNLJ[J2509J(1 | LVBN VHX1236N SS84N  SP8N  HW50L  LSPS8

SNCIC1204001 | LV4N  VHX0820N SS42N SP4N HW30L  LSPS4

SNLJCI1506[J(1 | LVEN ~ VHX0820AN SS53N  SP5N  HW30L  LSPS5

Turning




B Lever Lock System

PSKNR/L “ W ’

= 75°
SNDD h H * R type insert
(mm)
Lever Screw Shim ShimPin ~ Wrench  ShimPin Punch
Designation H w L S h 0 Insert Sik

< )

PSKNRL  1616-H09 16 16 100 20 16 17
2020-K09 20 20 125 25 20 20 SNCJCJ090300[]| LV3  VHX0617 SS32 SP3  HW25L LSPS3
2020-K12 20 20 125 25 20 23
2525-M12 25 25 150 32 25 23 | SNLI[1204L1CJ| Lv4 VHX0821 SS42 SP4 HW30L LSPS4
3232-P12 32 32 170 40 32 23
2525-M15 25 25 150 32 25 28
3232.P15 32 32 170 40 32 28 SNLOICJ15060](J| Lv5  VHX0825 SS53 SP5  HW30L LSPS5
3232-P19 32 32 170 40 32 41.5
4040-S19 40 40 250 50 0 415 SN[J[I1906[ 11| LVBN VHX1027N SS63N  SP6N  HWA40L  LSPS6
4040-S25 40 40 250 50 40 46 | SNLI[12507[](]| LVBN VHX1236N SS84N  SP8N  HWS50L  LSPS8

4040-S25-6 40 40 250 50 40 46 | SNLICI250901( ]| LVBN VHX1236N SS84N  SP8N  HW50L  LSPS8

5050-T25-6 50 50 300 60 50 37.5 | SNLJ[J25090J(1| LVBN VHX1236N SS84N  SP8N  HWS0L  LSPS8

PSKNR/L 1616-HO9N 16 16 100 20 16 17

SN 0903 LV3N VHX0617N SS3
2020K0ON | 20 20 125 25 20 20 |oN-LJ090SLL 2N SP3 HW25L  LSPS3

2020-K12N 20 20 125 25 20 26
2525-M12N 25 25 150 32 25 26 |SNLJLJ1204[J0J| LV4AN VHX0820N SS42N SP4N  HW30L LSPS4
3232-P12N 32 32 170 40 32 26

2525-M15N 25 25 150 32 25 32
3232-P15N 32 32 170 40 32 32

SNLI[J1506[ 1| LV5N  VHX0820AN SS53N  SPSN HW30L  LSPS5

2 Applicable inserts B44~B52

PSSNR/L \ +
S © A
<30
457 L
45°
h H

SNDD * R type insert

(mm)

Lever Screw Shim ShimPin ~ Wrench  ShimPin Punch

Designation H w L S h 0 Insert )
; \ 0y

PSSNR/L 1616-H09 16 16 100 20 16 25 SN[J[J09031] LV3  VHX0617 SS32 SP3 HW25L  LSPS3
2020-K12 20 20 125 25 20 30
2525-M12 25 25 150 32 25 36

3225-P12 a2 o5 170 32 32 36 SNLIJ[12040001 | Lv4  VHX0821 SS42 SP4  HWB30L LSPS4
3232-P12 32 32 170 40 32 40
2525-M15 25 25 150 32 25 36

3232-P15 a2 32 170 40 32 45 SNLICM506L1[]| LV5  VHX0825 SS53 SP5  HW30L LSPS5
3232-P19 32 32 170 40 32 415

4040-R19 40 40 200 50 40 41.5 | SNLJLJ19060ILT | LVEN VHX1027N SS63N SP6N  HWA4OL LSPS6
4040-S19 40 40 250 50 40 41.5

4040-S25 40 40 250 50 40 48 | SNLJ[12507(JJ| LVBN VHX1236N SS84N  SP8N  HW50L  LSPS8

4040-S25-6 40 40 250 50 40 48 | SNLICI250901[ ]| LVBN VHX1236N SS84N  SP8N  HW50L  LSPS8

PSSNR/L 1616-HO9N 16 16 100 20 16 25 | SNLIJLJ0903[I[J| LVBN VHX0617N SS32N  SP3  HW25L  LSPS3

2020-K12N 20 20 125 25 20 30
2525-M12N 25 25 150 32 25 36
3225-P12N 32 25 170 32 32 45
3232-P12N 32 32 170 40 32 40

SNLICH204[J[]| LVAN VHX082IN SS42N  SP4AN  HW30L LSPS4

2525-M15N 25 25 150 32 25 36
3232-P15N 32 32 170 40 32 45

SNLJ[15060 ]| LVSN VHX08209N SS53N  SP5N  HW30L LSPS5

D Applicable inserts B44~B52

Turning




Lever Lock System B

sl [N© w 4
9% @) =
0
L
] 90°
h H
TNDD * R type insert
(mm)
Lever Screw Shim ShimPin ~ Wrench  Shim Pin Punch
Designation H w L S h ) Insert ) @ P %
PTFNR/L 1616-H16 16 16 100 20 16 20
2020-K16 20 20 125 25 20 20 | TNLJL1604[JC1| Lv3 VHX0617 ST317 SP3  HW25L LSPS3
2525-M16 25 25 150 32 25 20
2525-M22 25 25 150 32 25 25
3232.p22 32 3 170 40 30 25 TNLCIJ22040] Lv4  VHX0821 ST42 SP4 HW30L LSPS4
3232-P27 32 32 170 40 32 34
4040-S27 40 40 250 50 40 34 TNLCIJ2706[C] LV5  VHX0825 ST53 SP5 HW30L LSPS5
PTFNR/L 2525-M22N 25 25 150 32 25 25
3232.P22N 3 3 170 40 32 25 TNLCICJ22040000 | LV4N  VHX0820N ST42N  SP4AN  HW30L LSPS4
3232-P27N 32 32 170 40 32 34
4040-S27N 40 40 250 50 40 34 TNLICJ2706[J] | LV5AN VHX0823N ST53N  SP5N  HW30L LSPS5
2 Applicable inserts B53~B59
S © w
— | O - |©
b
L L
90°
TNDD " H * R type insert
(mm)
Lever Screw Shim ShimPin ~ Wrench  ShimPin Punch
Designation H w L S h 0 Insert @ 7~
PTGNR/L 1212-F11 12 12 80 16 12 16
1616-H11 16 16 100 20 16 18
2020-K11 20 20 125 25 20 19 TNCICJ11030I0] Lv2  VHX0509B HW20L
2525-M11 25 25 150 32 25 20
1616-H16 16 16 100 20 16 20
2020-K16 20 20 125 25 20 20
2595-M16 25 25 150 30 25 20 TNLICJ1e04]] Lv3  VHX0617 ST317 SP3 HW25L  LSPS3
3232-P16 32 32 170 40 32 20
2525-M22 25 25 150 32 25 28
3232-p22 3 a2 170 40 32 28 TNLOIO22040] Lv4  VHX0821 ST42 SP4 HW30L LSPS4
3232-P27 32 32 170 40 32 33
4040-S27 0 20 250 50 0 33 TNCI[J27061C] LV5  VHX0825 ST53 SP5 HW30L LSPS5
PTGNR/L 2525-M22N 25 25 150 32 25 28
3232-P22N 32 32 170 40 32 28 TNLICJ22040000 | LV4N VHX0820N ST42N  SPAN  HW30L LSPS4
3232-P27N 32 32 170 40 32 33
TN 27! LV5AN VHX0823N ST53N P5N  HW.
4040-S27N 20 40 250 50 40 33 270601 5 0823N  ST53 SP5 30L LSPS5

2 Applicable inserts B53~B59

Turning




B Lever Lock System

PTTNR/L ; "
o|® A
-
y X
s 2 e
ﬁ 600
h H
TN |:| D * R type insert
(mm)
Lever Screw Shim ShimPin ~ Wrench  ShimPin Punch
Designation H w L S h [} Insert & .C @ o~ %
PTTNR/L 1616-H16 16 16 100 13 16 25
2020-K16 20 20 125 17 20 25 | TNLJLI1604010) | Lv3  VHXoe17 ST317 SP3  HW25L LSPS3
2525-M16 25 25 150 22 25 32
2525-M22 25 25 150 22 25 32 TNLCIC12204][] Lv4  VHX0821 ST42 SP4 HW30L LSPS4
PTTNR/L 2525-M22N 25 25 150 22 25 32 TNCICI2204J(] | LVAN  VHX0820N ST42N  SPAN  HW30L  LSPS4
2 Applicable inserts B53~B59
" 4 f
S
DS B
. -
95
L “T’ L l
I
o
SR B %
WNDD Fig.1 o Fig.2 * R type insert
(mm)
Shim ShimPin  Wrench Shim Pin
Designation H w L S h 0 Insert wh | Fig.
D~ S
PWLNR/L 1616-H06 16 16 100 20 16 20
2020-K06 20 20 125 25 20 20 |WNLIJoeo4lJLl| Lv3 VHX0617 Sw317 SP3 HW25L LSPS3| 1
2525-M06 25 25 150 32 25 20
2020-K08 20 20 125 25 20 26
2525-M08 o5 o5 150 3 o5 %6 WNLICI0804[[1| Lv4  VHX0821  Sw42 SP4 HW30L LSPS4 2
PWLNR/L  1616-HO6N 16 16 100 20 16 20
2020-K06N 20 20 125 25 20 20 | WNLICJ0s04LJL)| LV3N VHX0617N SW317N. SP3  HW25L LSPS3 | 1
2525-M06N 25 25 150 32 25 20
2020-K08N 20 20 125 25 20 26
2525-N08N 25 25 150 32 25 26 WNLILJ0804LJ1 | LV4N VHX0820N SW42N  SPAN  HW30L LSPS4 | 2

3 Applicable inserts B62~B65

Turning




Wedge Clamp System B

WTENN § .
> ¥
L
60°
TND D " " * R type insert
(mm)

WedgeClamp  Screw  StopperRing  Shim  Shim Pin Nut Wrench

Designation H W L S h 0 Insert % @W c® M @ 7

WTENN 2020-K16 20 20 125 10 20 36 SP3M-1
TN 1604 MH6R6 MHX0626 ER04 T32M N0407 HW30L
2525-M16 5 25 150 125 25  3p | N 16O4LILT CVHGRG MHX0625 ERO4  STS2M —op T NOAOT  HWSO
2525-M22 25 25 150 125 25 42

TNLI[J22040 )] |CMH6R1 MHX0626 ER04 ST43M SP4M  N0508 HW30L

3232-P22 32 32 170 16 32 42
2 Applicable inserts B53~B59

WTJNR/L :
S
o
2 e
2 L
93°
TN D D " " * R type insert
(mm)

WedgeClamp  Screw  StopperRing  Shim  Shim Pin Nut Wrench

Designation H w L S h . Insert % @W ) M @D -

WTJNR/L  2020-K16 20 20 125 25 20 33 SP3M-1
2525-M16 25 25 150 32 25 33 | TNUJLI1604L1[] |CMHBR6 MHX0626 ER04 ST32M SPaM N0407 HW30L
3232-P16 32 32 170 40 32 33
2525-M22 25 25 150 32 25 35

TNLCJOJ2204000] | CMH6R1 MHX0626 ER04 ST43M SP4M N0508 HW30L

3232-P22 32 32 170 40 32 35
2 Applicable inserts B53~B59

WTXNR/L 5 : X

105°

105°
TN D D " i * R type insert

(mm)
WedgeClamp Screw  StopperRing  Shim  Shim Pin Nut Wrench

Designation H w L S h g Ui @ W ) 5> @ 7

WTXNR/L  2020-K16 20 20 125 25 20 30 SP3V-1 HW25L
2525-M16 25 25 150 32 25 33 | TNUJ[11604L1C] |[CMHBR6 MHX0626 ER04 ST32M SPaM N0407 HW30L
3232-P16 32 32 170 40 32 33

2 Applicable inserts B53~B59

Turning




B Wedge Clamp System

S © w
@)
95°
u L
hl H
WN DD * Rtype insert
(mm)
WedgeClamp Screw  StopperRing ~ Shim  Shim Pin Wrench
Designation H w L S h 0 Insert % M @ ‘ M @ Ve
WWLNR/L 2020-K08 20 20 125 25 20 32 CMHERIL3 SP2M HW0L
2525-M08 25 25 150 32 25 33 |WNLI[Jogo4LJ[J|CMHBR2 MHX0630 CRO5 ~SW43M NO0508
CMHBR2 SP4M HWA40L
3232-P08 32 32 170 40 32 33
D Applicable inserts B62~B65

Turning




Clamp on System B

CKJNRL R :

93

p S . 0 L
$' 93°

h H
KN D |:| \ * R type insert
(mm)
X X Clamp  ClampScrew  Spring Shim  Pin+Spring ShimScrew  Wrench
Designation H w L S h 0 Insert @ @ @ & @ @ /§,
CKJNR 2020-K16 20 20 125 25 20 32
2525-M16 25 25 150 32 25 32
3225-M16 32 25 150 32 32 32 PNO515 HW20L
3225-P16 30 25 170 30 32 32 KNLJJ1604JCJR [CTH6R1 CHX0625 SR3  SK33C SR4 SHX0310 HWaoL
3232-P16 32 32 170 40 32 32
4040-R16 40 40 200 50 40 32
CKJNL 2020-K16 20 20 125 25 20 32
£x2salb 2525 1808225 32 |\ e0a0 0L | CTHBLY CHX0625 SR3 SKaacL oS srixstg WAL
3232-P16 32 32 170 40 32 32 SR4 HW40L
4040-R16 40 40 200 50 40 32

2 Applicable inserts B43

CKNNR/L () <) )
~%25 ==
)
ﬁ:’ ii L
L 62.5°
KN D |:| * R type insert
(mm)
Clamp  ClampScrew  Spring Shim  Pin+Spring ShimScrew Wrench
Designation H w L S h 0 Insert @ @ @ &@ @ /ae.,
CKNNR 2525-M16 25 25 150 143 25 37 PNO515 HW20L
KN 1604 R| CTH6R1 CHX062! R K HX031
3232-P16 32 30 170 168 32 37 [J[J1604[JJR| CTHeR! CHX0625 SR3 SK33C SR4 SHX0310 HW40L
CKNNL 2525-M16 25 25 150 143 25 37 PNO515 HW20L
3232-P16 32 32 170 168 32 37 KNCICJ 1604JCJL| CTH6L1 CHX0625 SR3 SK33CL SR4 SHX0310 HW40L
D Applicable inserts B43
S
CSDPN s ]
1
# ‘ﬁ ) - —>
L

S H‘ 45°

SPDR 1 * R type insert
(mm)
Clamp  Clamp Screw Shim Shim Pin C-Ring Wrench

Designation H w L S h 0 [z 8‘ @ @ > -

CSDPN 1616-H09 16 16 100 8 16 30 |SPLIR0903[J[]|CH53R1 CH0515C SS32C SP3C  CR0O3C HW25L
2525-M12 25 25 150 125 25 35 |SPLIR 1203 ][ ]| CHBR5 CHX0622C SS42C SP3C CR04C HW30L

D Applicable inserts B76~77

Turning




B Clamp on System

CSKPR/L \ f
) - y
75
P L
75°
h H
SPDR * Rtype insert
(mm)
Clamp  ClampScrew  Shim Shim Pin C-Ring Wrench
Designation H w L S h 0 Insert @ @
[ = D 7
CSKPR/L 2525-M12 25 25 150 32 20 32 | SPJR1203[J[] | CH6R5 CHX0414C SS42C  SP3C  CR04C  HW30L
2 Applicable inserts B76~B77
[[ s 9? © w A
\ [
. L
p———— 90°
h H
TPD R * R type insert
(mm)
Clamp  ClampScrew  Shim Shim Pin C-Ring Wrench
Designation H w L S h 0 Insert @ ‘C @ @ 7
CTFPR/L 2020-K16 25 25 125 25 20 32
2525-M16 5 e = % 5 = TPLJR 1603 ][] | CHB6R5 CHX0622C ST32C SP3C CR04C HW30L
2 Applicable inserts B81~B83
CTGPRL = G W
-
Jgér
L
j_— = = °
h H
TPD R * Rtype insert
(mm)
Clamp ClampScrew  Shim  ShimPin  CRing  Wrench
Designation H w L S h [ Insert @ ‘C @ @ e
k S—]
CTGPR/L 1212-F11 12 12 80 16 12 20
1616-H11 16 16 100 20 16 20 | TPLIR1103LJ[] [CH53R1 CHX0515C CR0O3C Hwa25L
2020-K11 20 20 125 25 20 20
2020-K16 20 20 125 25 20 25
2525-M16 P 25 150 32 5 25 TPLJR 1603 ][] | CH6R5 CHX0622C ST32C SP3C CR04C HW30L
2525-M22 25 25 150 32 25 32
3232-p22 32 32 170 40 32 32 TPLIR 2204[][] |CH83R1 CHX0823C ST43C SP4C CR05C HW40L

2 Applicable inserts B81~B83

Turning




Multi Lock System B

MCKNR/L 5 "
=3 (] )
©
*
¢ L
)
75°
h H
CN D D * Rtype insert
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h 0 Insert )
o > &P
MCKNRL  2020-K12 20 20 125 25 20 32
2525-M12 25 25 150 32 25 32 |CNCJCJ12040J0]| CDH6N DHA14-25 SC43D  SP4D :wg;g'[
3232-P12 3 32 170 40 32 32 '
D Applicable inserts B28~B35
MCLNR/L . (@j "
® * *
4/‘95°E -
L
95°
h H
CN D D * R type insert
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h 0 Insert
MCLNRL  1616-H09 6 16 100 20 16 25 "
2020-K09 20 20 125 25 20 25 |CNCJ10903C]C]| CDH7N 11;"32' SC32D  SP3DS Emggt
2525-M09 25 25 150 32 25 25 )
2020-K12 20 20 125 25 20 32
2525-M12 25 25 150 32 25 32 HW31.8L
CNCIC1120 - :
TSR o T 10 wm »  » [J1204000] | CDHeN DHA1425 SC43D  SP4D sl oF
3232-P12 3 3 170 40 32 32
2525-M16 25 25 150 32 25 33
3232-P16 8% 32 170 40 3 33 |CNCIJ16060]C)| CDHBN DHAS/632 SC53D  SPSD  [\ioor-
4040-S16 40 40 250 50 40 33
2525-M19 25 25 150 32 25 38
3232-P19 32 3 170 40 32 38 |CNCJ11906(1C]| CDH8N DHAS/632 SC63D  SP6D HW%??t
4040-S19 40 40 250 50 40 38 '
4040-S25 40 40 250 50 40 38 |CNCIJ2507]C)| CDH8N3 DHA3835 SC84D  SPeD (oo T
2 Applicable inserts B28~B35
MCMNN s .
i Qo "
A
50
o : XX
' 50°
h H
CN D D * R type insert
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h 0 Insert )
g @ o = &
MCMNN 2020-K12 20 20 125 10 20 32
2525-M12 25 25 150 125 25 32 |CNCI112040J01| CDH6N DHA1/425 SC43D  SP4D :wgggt
3232-P12 32 32 170 16 32 32 '
2525-M16 25 25 150 125 25 40 HW39.7L
NCICH - :
323916 w3 190 16 3 ao |CNCIII60BTII| CDHEN DHASM632 SCSSD  SPSD [t
3232-P19 32 32 170 16 32 40 HW39.7L
2040519 w60 40 25 20 4o o |CNTII1906TITI| CDHEN DHASM632 SDGD  SPED  puuil

2 Applicable inserts B28~B35
Turning




B Multi Lock System

MCRNR/L :@@ T e "

75°

75°
h H
CN D D * R type insert
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h 1] Insert @ @ <> @ Ve
MCRNR/L  2020-K12 20 20 125 22 20 32 HW39.7L
NCI11204 DH8N1 DHA5/16-32 43D P4D :
2525-M12 25 25 150 27 25 gp | ONHIH1204010) | CDHE S632 - SC43 S HW23.8L
2525-M16 25 25 150 27 25 33 HW39.7L
CN 1606 CDH8N1 DHA5/16-32 SC53D SP5D
3232-P16 32 32 170 35 32 33 16060 HW31.8L
3232-P19 32 32 170 35 32 38 HW39.7L
NCIC DH8N1 DHA5/16-32 D P6D
4040-S19 40 40 250 43 40 s | LIC1906LJL | CDHg S6-32 - SC83 SP6 HW35.7L
2 Applicable inserts B28~B35
s W
o0l O
\’ 930
h H
DN D |:| * R type insert
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h 0 Insert @ @ Ve
Q
MDJNR/L  2020-K11 20 20 125 25 20 32 HW31.8L
2525 11 25 25 150 2 25 3 DN[I[]1204]] | CDH6N DHA1/4-19 SD32D SP3D HW19.8L
2020-K15-3 20 20 125 25 20 36
HW31.8L

2525-M15-3 25 25 150 32 25 36 | DNLI[J1504[ ]| CDH6N DHA1/4-25 SD43D SP4D  Lwosal
3232-P15-3 32 32 170 40 32 36

2020-K15 20 20 125 25 20 3
2525-M15 25 25 150 32 25 36 |DNCJ115060J]| CDH6N DHA1/425 SD43D  SP4DL nwgggt
3232-P15 32 3 170 40 32 3

2 Applicable inserts B36~B42

|—n]

MDNNN =y

) )
| \-’ i 62.5°

h H
DNLI[]

(mm)
Clamp Clamp Screw Shim Shim Pin Wrench

Designation H w L S h 0 Insert )
9 @) &
MDNNN  ooosmi53 | 25 25 150 125 25 41 |DNOI1504000]| CDHSN DHAS/6:32 SD43D  SPAD Ewgggt
HW39.7L
2525-M15 5 25 150 125 25 41 |DNCIJ5060J0]| CDHN DHASM6-32 SD43D  SP4DL Voo

2 Applicable inserts B36~B42

Turning




Multi Lock System

ARy b
L
107.5°
4 L
o
. " 107.5
* Rtype insert
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designati H w L S h 0 Insert
esignation nsel @ @\\\‘\)\ @ P
MDQNR/L  2525-M15-3 25 25 150 32 25 36 HW31.8L
DNCI[J1504 CDH6N DHA1/4-25  SD43D SP4D
3232-P15-3 32 32 170 40 32 36 - - HW23.8L
2525-M15 25 25 150 32 25 36 HW31.8L
DN DH6N  DHA1/4-2 D43D P4DL
3232-M15 32 32 170 40 32 36 (150611 | CDH6 5 SD#® S Hw23.8L
2 Applicable inserts B36~B42
MSBNR/L T AE .
75
L0 L
h :]V
SN DD 1 * R type insert
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designati H w L h |
esignation S 0 nsert @ @ 7
MSBNR/L  2020-K12 20 20 125 17 20 32 HW39.7L
NCICJ1204 DH8N1 DHA5/16-32 43D P4D
2525-M12 25 25 150 22 25 32 SLIRRIES DR Gl S16s2  $543 S HW23.8L
2525-M15 25 25 150 22 25 35 HW39.7L
3232-P15 = @ = = = = SN[J[J1506[ ][] | CDH8N DHA5/16-32 SS53D SPSD w318l
3232-P19 32 32 170 27 32 40 HW39.7L
NCICH DH8N DHA5/16-32 D P6D
4040-S19 40 40 250 35 40 40 SNBRIESRIE Heel, - S16s2  SS63 SP6 HW35.7L
23 Applicable inserts B44~B52
s| ;
@l w
L
45°
h H
SNIOJ
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h [ Insert
9 @ o = &
MSDNN 1616-H09 16 16 100 8 16 28 HW19.8L
SN[[J0903 CDH7N DHA10-32-19  $S32D P3DS
2020-K09 20 20 125 10 20 28 o903 S S HW23.8L
2020-K12 20 20 125 10 20 32
2525-M12 25 25 150 125 25 32 |SNCJ12040)0]| CDHSN1 DHAS/G-32 SS43D  SPaD 857
3225-P12 32 25 170 125 32 32
2525-M15 25 25 150 125 25 35
3225-P15 32 25 170 125 32 35 HW39.7L
NCICH DH8N  DHA5/16-32 D P5D
3232-P15 32 32 170 16 32 35 SNLILI1506LI0) | - CDH8 S16s2  SS53 SPS HW31.8L
4040-S15 40 40 250 20 40 35
3232-P19 32 32 170 16 32 42 HW39.7L
NCICH DH8N  DHA5/16-32 D P6D
4040-S19 40 40 250 20 40 42 SNLILJ1906LIL) | - CDH8 S16s2  SS63 SP6 HW35.7L

2 Applicable inserts B44~B52

Turning




B Multi Lock System

w
75 © ‘@\
0 &
L
75°
H
SND |:| l * Rtype insert
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h 0 Insert ) D
E @ P &P
MSKNRL  1616-H09 6 16 100 20 16 28 HW19.8L
N DH7N DHA10-32-1 2D :
BSOS o 0 5 s a e | SNICooL| © 03219 SS3 spaps 98-
2020-K12 20 20 125 25 20 32
2525-M12 25 25 150 32 25 32 |SNLJ112040J(] | CDH8N1 DHAS/632 SS43D  SP4D ﬂwgggt
3225-P12 % 25 170 32 32 32 '
2525-M15 25 25 150 32 25 35 HW39.7L
SNCIC11506 cD - :
3239-P15 o  m 10 40 » [I1506000) | CDHBN DHAsG3 SS53D  SPsD  \oo-T-
3232-P19 32 32 170 40 32 40 HW39.7L
NCIC DHBN  DHA5/16-32 :
1040-519 w0 a0 2% a0 ao | SNCIreoslIl| CDHe 5163 SSeaD  speD o3 T-
4040-S25 4 40 250 50 40 40 |SN[J125070JC7 | CDH8N3 DHA3835 SS84D  SP8D mg;st
2 Applicable inserts B44~B52
MSRNR/L "
-
L
75°
\ '
SND |:| * Rtype insert
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h 0 Insert ) ))
d @ &
MSRNR/L 1616-H09 16 16 100 17 16 28 HW19.8L
S OP0NO0 o 20 o5 35 ag g | SNTI0903II| CDH7N DHAIDS21 SS32D  SPSDS  punod
2020-K12 20 20 125 22 20 32 HW39.7L
NCIC11204 DHBN1 DHAS/16-32 :
SESEID o 5 1 2 s g | SNTC120400) | CDH 51632 SS3D  SPAD Tt
2525-M15 25 25 150 27 25 35
3232-P15 3 3 170 35 32 35 |SNLJ115060JC]| CDH8N DHA5/632 SS53D  SP5D ﬂwg?gt
3225-P19 32 25 170 27 32 40 ’
3232-P19 32 3 170 35 32 40 HW39.7L
SNCIC11906 CDH - :
2040-519 w40 2% 45 0 40 (11906010 BN DHAS632 SSG63D  SPED [\
4040-S25 40 40 250 43 40 40 |SN[J12507(1(7 | CDH8N3 DHA3835 SS84D  SP8D :wg;gt

D Applicable inserts B44~B52

Turning




Multi Lock System B

MSSNR/L ). :
e‘
- Y ‘Af&?a
L
45°
h H
SN |:| D * R type insert
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h 0 Insert )
: & & &
MSSNR/L  1616-H09 16 16 100 20 16 28 HW19.8L
N DH7N DHA10-32-1 2D P3D:! :
2020-K09 20 20 125 25 20 og | NG 09219 8S32D  SPADS  poggl
2020-K12 20 20 125 25 20 32 HW39.7L
SN 1204 CDH8N1 DHA5/16-32 SS43D SP4D :
2525-M12 25 25 150 32 o5 g | oN- 1204 HW23 8L
2525-M15 25 25 150 3% 25 35 HW39.7L
N 1 DH8N1 DHA5/16-32 D P5D :
3232.P15 2 3 170 40 s g5 | N 1906011 CDHE 51632 SS53D  SPSD  aygl
3232-P19 32 32 170 40 32 40 HW39.7L
SN 1906 CDH8N1 DHA5/16-32 SS63D SP6D y
4040-S19 40 40 250 50 40 40 . 0O HW35.7L

2 Applicable inserts B44~B52

MTENN T B W

60°
h H
TN
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h 0 Insert
: @ &
MTENN  2020-K16 20 20 125 10 20 82 HW23.6L
TNCI11604 DH7N DHA108219  ST32D P3D :
2525-M16 25 25 150 125 25 32 Liheo4ll) © 03219 ST3 SP3 HW19.8L
2525-M22 25 25 150 125 25 35 |TNCI[J22040J(]| CDH8N1 DHA51632 ST43D  SP4D :wggg::
HW39.7L
3232-P27 82 32 170 16 82 35 |TND[J27060J)| CDHeN1 DHAsMG3 STS3D  SPsD 897
HW39.7L
4040-S33 40 40 250 20 40 40 |TNDII30700)| CDHBN DHAsMG3  STeD  sPeDL o3/
2 Applicable inserts B53~B59
MTFNR/L T .
90 0’ ©
g 1 L *
90°
h H
TN DD * Rtype insert
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h [ Insert )
g @) &
MTENRL  1616-H16 6 16 100 20 16 32
2020-K16 20 20 125 25 20 32 | TNLJ1160401C] | CDH7N DHA10-3219 ST32D  SP3D mfgg'[
2525-M16 25 25 150 32 25 32
2525-M22 25 25 150 32 25 2
3232-P22 32 32 170 40 32 32 | TNCJJ2204CJ01 | CDH8N1 DHA5/632 ST43D  SP4D ﬂwgggt
4040-522 40 40 250 50 40 32
3232-P27 32 32 170 40 32 35 HW39.7L
TNCIC12706 CDH8N1 DHASM632 ST53D  SP5D :
4040-S27 40 40 250 50 40 35 270601 HW31.8L
4040-S33 40 40 250 50 40 40 |TNCIJ33070JC1| CDH8N DHAS5/632 ST63D  SP6DL :wgg;t

2 Applicable inserts B53~B59
Turning




B Multi Lock System

[

S) w
n‘

;-':: oo s L
2
ek

90°
h H
TND D * Rtype insert
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h 0 Insert )
o I &
MTGNRL  1616-H16 16 16 100 20 16 a2
2020-K16 20 20 125 25 20 32 | TNCJ1604010] | CDH7N DHA103219 ST32D  SP3D Emggt
2525-M16 25 25 150 32 25 82
2525-M22 25 25 150 32 25 32 HW39.7L
TNCI12204 CDH8N1 DHASM632 ST43D  SP4D :
3232P22 | 3 @ 10 4 3 s | o2t HW23.81
3232-P27 32 32 170 40 32 35 HW39.7L
TNCIC 127 DHSN1 DHA5/M632 ST53D  SP5D :
4040-S27 | 40 40 250 50 40 a5 | N 2706LLJ| ODHBNT DHASIES2 STS3D - SPSD g g
4040-S33 40 40 250 50 40 40 | TNCJJ330701C]| CDH8N DHASH{6-32 ST63D  SP6DL Ewgg;t

2 Applicable inserts B53~B59

MTJNR/L S > "
©
N . 93" g L
o ) 93°
h H
TND D * R type insert
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h 0 Insert D))
o G P &
MTJNR/L 2020-K16 20 20 125 25 20 32 HW23.8L
TNCIC11604 DH7N DHA103249 ST32D P3D -
2525-M16 25 25 150 32 25 g | NU1604IIC 08219 ST3 SPD  LwiasL
2525-M22 25 25 150 32 25 32 HW39.7L
TNCIC12204 CDHSN1 DHASM632 ST43D  SP4D :
3232-P22 2 s 170 40 32 g | o204 HW23.80
3232-P27 32 32 170 40 32 35 HWa9.7L
TNCIC 127 DHBN1 DHAS/632 ST53D P5D
4040-S27 20 40 250 50 40 a5 | N-2706LJL 1 CDHB 51632 STS8D  SPSD  yyaygl
4040-S33 40 40 250 50 40 40 | TNLJI33070JC]| CDH8N DHASH{6-32 ST63D  SP6DL Ewgg;t

2 Applicable inserts B53~B59

MVJNR/L é S g .
) A 93 L
~—— L
h H
VND |:| * Rtype insert
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designati H W L s h Insert 9
signation 0 nser @ @\\\\‘N\\ —= @ P o
MVJNRL  2020-K16 20 20 125 25 20 &7
2525-M16 25 25 150 32 25 37 | VNCI116040J07| CDH8N2 DHAS5/6-32 SV32D  SP3D :W?ggt
3232-P16 32 3 170 40 32 37
2525-M22 25 25 150 32 25 50
3232-P22 32 32 170 40 32 50 | VNLIJ22040JC]| CDH8N2 DHA5/632 SV43D  SP4D Ewggg'[
4040-S22 40 40 250 50 40 50

2 Applicable inserts B60~B61

Turning




Multi Lock System B

MVQNR/L "
Lﬁ ° 9 Sy
-
117.5 ] L
117.5°
h H
VND D * R type insert
(mm)
. . Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h 0 Insert @ @\\\‘\)\ = o~
MVQNRL  2020-K16 20 20 125 25 20 42
2525-M16 25 25 150 32 25 42 | VNCJ116040J0] | CDH8N2 DHA5/16:32 SV32D  SP3D nggt
3232-P16 32 32 170 40 32 37 '

2 Applicable inserts B60~B61

MVVNN L <D .

T 72.5°
h H
VNI
(mm)
Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h 0 Insert )
g @) = g»
MVVNN 2020-K16 20 20 125 25 20 42 HW39.7L
2525-M16 25 o5 150 3 5 2 VNLI[]1604[ ][] | CDH8N2 DHA5/16-32 SV32D SP3D HW19.8L

D Applicable inserts B60~B61

MWLNR/L Y
| 4B
s,
L
95°
h H
WND D * R type insert
(mm)
X X Clamp Clamp Screw Shim Shim Pin Wrench
Designation H w L S h 0 Insert @ @ @ P
MWLNR/L  2020-K06 20 20 125 25 20 32
2525-M06 25 25 150 32 25 32 |WNCJJ0604L1]| CDH7N DHA103219 SW32D  SP3D :wgggt
3232-P06 32 32 170 40 32 32
2020-K08 20 20 125 25 20 32
2525-108 25 25 150 32 25 32 |WNLJJ0804LJ]| CDH6N DHA1421 SW43D  SP4D mggg‘i
3232-P08 3 32 170 40 32 32

2D Applicable inserts B62~B65

Turning




B Screw on System

SCACR/L Lﬂ S Y

90°
h H
CCDD * R type insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h Insert M)
; v = &
SCACR/L 1010-E06 10 10 70 10.5 10 CClJJoe02[ ] FTKA02565 - - TWO7P
1212-F09 12 12 80 125 12 CCIo9T3I] FTKA03508 - - TW15P
2 Applicable inserts B66~B69, B91
SCLCR/L *
s w
®
Nl 5
95°
a } |
95°
h H
CCDD * Rtype insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h [} Insert \
e = &
SCLCR/L 0808-D06 08 08 60 10 08 10
1010-E06 10 10 70 16 10 10 CCLIJoe02[ ][] | FTKA02565 - - TWO7P
1212-F09 12 12 80 20 12 16
1616-H09 16 16 100 20 16 16 | CCLIJ09T3I] CDH7N - - TW15P
2020-K09 20 20 125 25 20 16
2020-K12 20 20 125 25 20 25 | CCLO1204000 | FTGA0411F SC42S SHXN0610F TW15P
2525-M09 25 25 150 32 25 26 | CCLIJo9T3[I[] | FTGA03508 - - TW15P
2525-M12 25 25 150 32 25 26 | CCLI[120400(1 | FTGAO411F SC428 SHXN0610F HWA40L

2 Applicable inserts B66~B69, B91

SDACR/L ; ;
ﬁ ® J
L N
90°
L
90°
h \:f H
DCDD * R type insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h Insert )
9 ¥ Y S~
SDACR/L 1010-E07 10 10 70 10.5 10 DCI[CJo702[][] FTKA02565 - - TWO7P
1212-F11 12 12 80 125 12 FTKA03508 - - TW15P
D
1616-H11 16 16 100 16.5 16 CHmTsH FTGA03512 SD32S SHXNO509F  TW15P, HW35L

2 Applicable inserts B71~B73, B92

Turning




Screw on System B

s w
® LIS
</5‘33° L]
0
o : L
Fj 93°
h H
DCI:ID * R type insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h 0 Insert @ g
SDJCR/L 1010-E07 10 10 70 12 10 15
1212-F07 12 12 80 16 12 15
1616-HO7 16 16 100 20 16 18 DCI[Jo702(1] | FTKA02565 - - TWO7P
2020-K07 20 20 125 25 20 15
1212-F11 12 12 80 16 12 15
1616-H11 16 16 100 20 16 24
2020-K11 20 20 125 25 20 o4 DCLICIMMT3LCIC] | FTGA03512 - - TW15P, HW35L
2525-M11 25 25 150 32 25 29

2 Applicable inserts B71~B73, B92

SDNCN i s B y

62.5° - N -

’:{ 62.5°
h H
DCLI]
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h Insert D
9 ¥ = SV 52~
SDNCN 1010-E07 10 10 70 5! 10
1212-F07 12 12 80 6 12 DCI[Jo702[ 1] FTKA02565 - - TWO7P
1212-H11 12 12 100 6 12 DCLICNM T3] FTGA03508 - - TW15P
1616-H11 16 16 100 8 16
2020-K11 20 20 T o oo DO FTGA03512 SD32S SHXNO509F  TW15P, HW35L
2020-M11 25 25 150 125 25 DCMTIC1T3C] FTGA03512 SD32S SHXNO509F  TW25P, HW35L

2) Applicable inserts B71~B73, B92

317@_/ N L

h H
RCGT
(mm)
. . Screw Shim Shim Screw Wrench
Designation H w L S h 0 Insert @ %

SRDCN 1010-E06 10 10 70 5 10 10
1212-F06 12 12 8 6 12 12

eI 6 16 10 & 16 1o | RCGT0802MO | FTKA0256S . . TWo7P
2525-M06 25 25 150 125 25 20
1616-H08 16 16 100 8 16 16

2020-K08 20 20 125 10 20 20 | RCGTO0803MO | FTNAQ307 . . TWogP
2525-M08 25 25 150 125 25 20
1616-H10 6 16 100 8 16 25

2020-K10 20 20 125 10 20 25 | RCGT1003M0 | FTKAO3511A SR10S SHXNOS09F L\\,/Vv}sssi
2525-M10 25 25 150 125 25 25

2020-K12 20 20 125 10 20 28 TWisp

55251112 5 25 100 15 5 2 | FCGT1204MO | FTGAOSSI2 SR12S SHXNOS09F e

D Applicable inserts B93

Turning




B Screw on System

U '
® Y
L 7 ™
h H
RCGT * R type insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h Insert =)
SRGCR/L  1010-E06 10 10 70 12 10
1212-F06 12 12 80 16 12 RCGT 0602M0 | FTKA02565 - - TWO7P
1616-H06 16 16 100 20 16
1616-H08 16 16 100 20 16
2020-K08 20 20 125 25 20 RCGT 0803M0 FTNA0307 - - TWO09P
2525-M08 25 25 150 32 25
1616-H10 16 16 100 20 16
2020-K10 20 20 125 25 20 RCGT 1003M0 | FTKAO3511A SR10S SHXNO0509F -II-—IVV\\I/;%i
2525-M10 25 25 150 32 25
2020-K12 20 20 125 25 20 TW15P
2525-M12 25 25 150 32 25 RCGT 1204M0 | FTGA03512 SR12S SHXNO509F HW35L

3 Applicable inserts B93

SS B C R/L S ® w
75 ~ 19
L
75°
h H
SCDD * R type insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L 5 h Insert )
& & & s
SSBCR/L 1212-F09 12 12 80 11 12 FTGA03508 - - TW15P
T
1616-H09 16 16 100 13 16 e FTGA03512 SS32S SHXNO509F  TW15P, HW35L
2020-K12 20 20 125 17 20 SCLI1204[](] FTGAO411F 55428 SHXNO610F  TW15P, HW40L

2 Applicable inserts B74~B75, B94

SSDCN s ® w

45°
h H
ScL]

(mm)

Screw Shim Shim Screw Wrench

Designation H w L S h Insert <
& e ) o
SSDCN 1212-F09 12 12 80 6 12 FTGA03508 - - TW15P
T

1616-H09 16 16 100 8 16 SCHooTsH L] FTGA03512 §S328 SHXNO509F  TW15P, HW35L

2 Applicable inserts B74~B75, B94

Turning




Screw on System B

w 4
75°
@ n
2
L
75°
H
SCDD * R type insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h 0 Insert @ 9
S N %ﬁ’
SSKCR/L 1616-H09 16 16 100 20 16 13 | SCLIJ09T3[IL] | FTGA03512 SS32S SHXNO509F TW15P, HW35L
2 Applicable inserts B74~B75, B94
SSSCR/L *
S w
E=iy & L
//\\ ‘/4? -
v :
45°
h H
SCDD * R type insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h Insert W V)
% Q) S~
SSSCR/L 1616-H09 16 16 100 17 16 scCoaT3ld FTGA03512 SS328 SHXNO509F  TW15P, HW35L
2020-K12 20 20 125 21 20 scO12040]0] FTGAO0411F SS428 SHXNO610F  TW15P, HW40L
2525-M12 25 25 150 26 25 scl12040]0] FTGA0411F SS428 SHXNO610F  TW15P, HW40L
2 Applicable inserts B74~B75, B94
L
®
P2
L
90°
h H
TCD |:| * R type insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h Insert w ‘C <D
STACR/L 1010-E09 10 10 70 10.5 10 TCIJo902[ 1] FTKA02206 - TWO06P
1212-F11 12 12 80 125 12 TCOJC1020]] FTKA02565 TWO7P

2 Applicable inserts B79~B80, B95

Turning




B Screw on System

STFCR/L :

N\ :
“_ L
o ——!ﬁ\y 900

h H
TC D D * R type insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h 0 Insert D
& S
STFCR/L 1010-E09 10 10 70 12 10 10 | TCLIJ0902[ ] | FTKA02206 - - TWO6P
1212-F11 12 12 80 16 12 14
1616-H11 16 16 100 20 16 12 TCLIOJ1102[]] | FTKA02565 - - TWO7P
1616-H16 16 16 100 20 16 19
2020-K16 o o o o o - TCLIJL16T3[IL] | FTGA03512 ST32S SHXNO509F TW15P, HW35L
2525-M16 25 25 150 32 25 25.2 | TCLIHM6T3LI] | FTGA03512 ST32S SHXNO509F TW15P, HW35L

2 Applicable inserts B79~B80, B95

STGCR/L S ;
® —
90° L |
L L
90°
h H
TC D D * R type insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h 0 Insert @ )
STGCR/L 0808-D09 08 08 60 10 08 11
1010-E09 10 10 70 12 10 11 TCLIJ0902[ ][] | FTKA02206 - - TWO06P
1212-F11 12 12 80 16 12 14
1616-H11 16 16 100 20 16 16 TCLICM102[][] | FTKA02565 - - TWO7P
1616-H16 16 16 100 20 16 21
2020-K16 20 20 125 25 20 21 | TCLICeT3LIC] | FTGA03512 ST32S SHXNO509F TW15P, HW35L
2525-M16 25 25 150 32 25 21
2 Applicable inserts B79~B80, B95
STTCR/L : B
T ® —/3
60°
0
L
60°
h H
TC D D * R type insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h 0 Insert
’ & o ST
STTCR/L 1616-H11 16 16 100 13 16 14 | TCOICI11020][] | FTKA02565 - - TWO7P
1616-H16 16 16 100 13 16 19
2020-K16 5 o = = = = TCOICM6T3I] | FTGA03512 ST32S SHXNO509F  TW15P, HW35L

2 Applicable inserts B79~B80, B95

Turning




Screw on System B

S
Ir o7 ‘ Rl
oo ©
L M)
90°
h F( H
VBDD * R type insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h Insert W D
NN N
SVABR/L  1616-H16 16 16 100 165 16
2020-K16 20 20 125 205 20 VBLI[16040](] FTGA03512 SV328 SHXNO509F  TW15P, HW35L

2 Applicable inserts B84~B85, BI6

SVHBR/L W
j S - «\«1

~'-’ & 'I—' L
107.5°
h H
VBD D * Rtype insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h Insert @ <D
2N ) S~
SVHBR/L 2525-M16 25 25 150 32 25
3225-P16 32 25 170 32 32 VBLI[CI1604[C] FTGA03512 SV32s SHXNO509F TW15P, HW35L

2 Applicable inserts B84~B85, B96

SVJBR/L E

93°
—_ - :

g -

5 ‘:f .
VBD D * Rtype insert

(mm)
. . Screw Shim Shim Screw Wrench
Designation H w L S h 0 Insert @ = y I~

SVJBR/L 1212-F11 12 12 80 16 12 27

1616-H11 16 16 100 20 16 27 VB[J1102J] | FTKA02565 - - TWO7P

2020-K11 20 20 125 25 20 27

1616-H16 16 16 100 20 16 36 TW15P,

2020-K16 20 20 125 25 20 " VBLIC16040L ][] | FTGA03512 SV32S8 SHXNO509F HW35L

2525-M16 25 25 150 32 25 41

3225-P16 32 25 170 32 32 55 VB[[J1604[ ][] | FTGA03512 SV32S8 SHXNO0509F LVV\O355PL

3232-P16 32 32 170 40 33 55

2 Applicable inserts B84~B85, B96

Turning




B Screw on System

SVJCR/L S . |
@ - A
- M
93°
h }:’7 H
VCD [I * R type insert
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h 0 Insert w = ?@‘\\\\\ %
SVJCR/L 1212-F11 12 12 80 16 12 25
1616-H11 16 16 100 20 16 25 | VCLI[1103[JL] | FTKA02565 TWO7P
2020-K11 20 20 125 25 20 25
1212-F13 12 12 80 16 12 32
1616-H13 16 16 100 20 16 32 | VCJ[I1303LILJ | FTKA0307 TWO9P
2020-K13 20 20 125 25 20 32
1616-H16 16 16 100 20 16 40 W
2020-K16 20 20 125 25 20 40 | vC[J1604[0[] | FTGA03512 SV32S SHXNO509F HW1355PI_’
2525-M16 25 25 150 32 25 40
2 Applicable inserts B86~B87, B97
SVVBN 5 §@/>3 ; |
705° - w -
" L 5
72.5°
h F‘ H
VB[]
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h Insert <N
’ > = O S~
SVVBN 1212-F11 12 12 80 6 12
1616-H11 16 16 100 8 16 VBLI11020]C] FTKA02565 TWO7P
2020-K11 20 20 125 10 20
1616-H16 16 16 100 8 16
2020-K16 20 20 125 10 20
2525116 o5 o5 150 125 o5 VBLI[11604[ (] FTGA03512 SV32S SHXNO509F TW15P, HW35L
3225-P16 32 25 170 125 32
2 Applicable inserts B84~B85, B96
SVVCN N
©) w
725°
— L
h “:‘ H
verld
(mm)
Screw Shim Shim Screw Wrench
Designation H w L S h Insert S
SVVCN 1212-F11 12 12 80 6 12
1616-H11 16 16 100 8 16 vel11030] FTKA02565 TWO7P
2020-K11 20 20 125 10 20
1212-F13 12 12 80 6 12
1616-H13 16 16 100 8 16 VCLI[]13030][] FTNA0307 TWO9P
2020-K13 20 20 125 10 20
1616-H16 16 16 100 8 16
2020-K16 20 20 125 10 20 vel1604]] FTGA03512 SV328 SHXNO509F  TW15P, HW35L
2525-M16 25 25 150 125 25

2 Applicable inserts B86~B87, BI7

Turning



Ceramic Holder

95° hil
0 L l
95°
h H
CNDN * R type insert
(mm)
Clamp Screw Shim Spring Wrench
Designation H w L S h 0 Insert W @
SS> 7
NLIN 1204
CCLNRL 2525-M12C 25 25 150 32 25 g2 |COND 1 28755 CHBR3 ooy SC42CC SR LAt
- -
0
L
h H
RNLCIN
(mm)
Clamp Screw Shim Spring Wrench
Designation H w L S h ) Insert W P
& —
RNLIN 1204
CRDNN 2525-M12C 25 25 150 125 25 35 | N 1 28755 cHers  WDOS0  scecc  sms AN
CRGNR/L S W
Lﬂ?ﬁﬁ ¢ | S
¢
L
h H
RNLIN * Rtype insert
(mm)
Clamp Screw Shim Spring Wrench
Designation H w L S h 0 Insert @W @ P
k —
RNLIN 12041 MHX0630 HW40L
CRGNR/L 2525-M12C 25 25 150 32 25 32 12070710 CH6R3 SHX0310 SC42CC SR3 HW20L
CSDNN b & .
-+ =
0
L
— 45°
h H
SNLIN
(mm)
Clamp Screw Shim Spring Wrench
Designation H w L S h [} Insert M @ P
CSDNN 2525-M12C 25 25 125 125 25 35 SNDNEg‘;%S CHBR3 X000 S342CC  SR3 oL

Turning




B Ceramic Holder

CSKNR/L ﬂ Joe ~ . *
0
L
F 75°
h H
SNDN * R type insert
(mm)
Clamp Shim Spring Wrench
Designation H w L S h 0 Insert ‘ ‘5@ > @ P
SNLIN 120401 MHX0630 HW40L
CSKNR/L 2525-M12C 25 25 150 32 25 28 12070710] CH6R3 SHX0310 SS42CC SR3 HW20L
WD oD . *
[}
L
90°
h H
TN D N * R type insert
(mm)
Clamp Spring Wrench
Designation H w L S h 0 Insert ‘ (@@ ‘ @ P
TNLCIN 16041] MHX0630 HWA40L
CTFNR/L 2525-M16C 25 25 150 32 25 32 1607010 CH6R3 SHX0310 ST32CC SR3 HW20L
CTGNR/L - :
_—/Fgoa -
’ L
90°
h H
TN D N * R type insert
(mm)
Clamp 1%5; Wrench
Designation H w L S h 0 Insert g‘ W ‘ P
TNLCIN 1604[]] MHX0630 HW40L
CTGNR/L 2525-M16C 25 25 150 32 25 32 16070101 CH6R3 SHX0310 ST32CC SR3 HW20L

Note) Generally, two shims are clamped to a Ceramic Holder.

However, only one shim is used in clamping 1207 ][] and 1607L][ ] sized inserts.

Turning




Technical Information for KHP B

High pressure coolant holder for inconel machining

KHP@

KORLOY High Pressure Coolant holder

® 300% increased productivity on Inconel machining vs. low pressure coolant system

® Cooling, tool life, and chip control are improved by the high volume coolant multi-directional injection system

) Structure of Holder Clamping screw
(MHBO415)
: Oil seal
HPO7S
Plug \.\ /
Water clamp (KHA0404-NYLCOK)
(HPCR-H)
J
Watgréamp plug

(KHA0505-NYLOCK)

1/8’ BSPP Adaptor |
(HPA3/8UNF1/8PF)

x Adaptor and high pressure
hose are sold separately.
D Features

- The optimal distance between the insert and the jet orifice and the ideal

place of the jet orifice MAX 300 bar
- Maximized pressure of coolant due to the streamlined jet orifice

- Easy to clamp an insert for sliding clamp system Workpiece | The minimum  The maximum
. B pressure pressure
S/,%.@
RN 50
N 70
60 300
50
The original position The position of Optimal position and Oval direct spray 70
of water clamp placing insert distance of spraying
Water clamp with a hole Water clamp with three holes

Injection through
three holes on
the rake surface

Spray to the upper
surface of insert

Spray fo the bottom o
surface of insert Injection on the

bottom surface

Turning



B Technical Information for KHP

D How to use the water clamp

Unscrew the clamping Move the water clamp to the Put an insert to the tip Move the water clamp back Screw the clamping
screw edge of the holderscrew seatthe clamping screw to its original position screwclamping screw
D Application range D Grade Line-up
HRSA(Inconel) HRSA(Titanium) HRSA(Inconel) HRSA(Inconel)

T T R r—— € 80 =100}

£ L e £ £100

g 30 VP4 g™ % 60 % 80

o N

5 5 20 VP2 g g 60

£ VP £

g 10 g 10 ‘ 2 2 PC5300 o 40

> ‘ > 3 > 3 >
01 02 03 04 01 02 03 04 05 ° @ 2 % @ 2 2
Feed, fn (mm/rev) Feed, fn (mm/rev) Continuous General  Interrupted Continuous General  Interrupted
cutting cutting cutting cutting cutting cutting
2 How to clamp the KHP
+ Easy to clamp with 3 types of installation system
+ The banjo type hose provides wider area for machining
Straight to straight Straight to banjo Banjo to banjo
(S-S) (S-B) (B-B)

% Blank including a fixed oil seal provides easy clamping

% Banjo screws provide easy clamping and clamping a holder to the turning machine with various types of blanks.

D Components of KHP

+ The components of high pressure coolant are sold separately
+ Various components are available according to different machining sites and uses machining with high pressure coolant

S Hose High . Copper :
Designation Shape length LD Blank | Adaptor Banjo screw washer Pic.
HPH3/8UNF-200-SET S S 200mm
L A T 2EA - - 1
HPH3/8UNF-250-SET ) 250mm
HPH3/8UNF1/8PF-200-SET S B 200mm
( Fm—" 1EA 1EA 1EA 1EA 3EA 2
HPH3/8UNF1/8PF-250-SET - 250mm
HPH1/8PF-200-SET B B 200mm
N e ~ &) - 2EA SEA 3
HPH1/8PF-250-SET ' ) 250mm

Turning




KHP B

PCLNR/L : .
S
—|Q
Q Y
) LXe ]
_ 95°
h H
CN |:| D * R type insert
(mm)
Lever Screw  Shim Ship pin Wrench ShimPinPunch Clamp CI::giMng Oil seal  Plug
Designation H W L S h ¢ Insert
: DRSS
PCLNR/L 2525-M12-KHP |25 25 150 32 25 34 HW20L KHAO404-
CNLI[1204[J[J| LVAN VHX0820N SC42N  SP4N LSPS4 HPCR-H MHB0415 HPO7S
3232-P12-KHP | 32 32 170 40 32 34 HW30L NYLOCK

2 Applicable inserts B28~B35

- w

) 93°
h H
DN * Rtype insert
(mm)
Lever Screw  Shim Ship pin Wrench ShmPinPunch Clamp CI:cm:""ng Oil seal  Plug
Designation H WL S h ¢ Insert < 9
RN &
PDJNRL HW20L KHAOAO-
2525-M11-KHP | 25 25 150 32.25 25 42 |DNLJ[J1104[][]| LV3AN VHX0617N SD32N  SP3  HW25L LSPS3 HPCR-H MHB0415 HPO7S NYLOCK
HW30L
HW20L KHA0404-
2525-M1504-KHP | 25 25 150 32.25 25 42 |DN[I[]1504[][]| LVABN VHX082IN SD43N SP4N HW30L LSPS4 HPCR-H MHB0415 HPO7S NYLOCK
HW20L KHA0404-
2525-M1506-KHP | 25 25 150 32.25 25 42 |DNLJ[]1506[][]| LVABN VHX082IN SD42N SP4N HW30L LSPS4 HPCR-H MHB0415 HPO7S NYLOCK

2 Applicable inserts B36~B42

PSSNR/L i~ W *
et -
L )
45°
| !
SN |:| D v * R type insert
(mm)
Lever  Screw Shim  Ship pin Wrench ShimPinPunch Clamp Screw bolt Oil seal Screw plug
Designation H W L S h Insert
© QS N\ P
HW20L KHA0404-
PSSNR/L 2525-M12-KHP| 25 25 150 3425 25 34 [SNLJ[J1204[J(J| LVAN VHX0821 SS42N  SP4N HW30L LSPS4 HPCR-3H MHB0415 HPO7S NYLOCK

2 Applicable inserts B44~B52

Turning




B KHP

PWLNR/L *
s w
-
: |
- 95°
h H
WNLIL] * Rtype insert
(mm)
Lever Screw Shim Shim pin Wrench ShimPnPunch Clamp CEph Oil seal Plug
Designation H WL s h ¢ Insert > N
Do\ &9
PWLNR/L 2525-M08-KHP | 25 25 150 32.25 25 33 HW20L KHA0404-
WNLII0804[J] LV4N VHX0820N SW42N  SP4N LSPS4 HPCR-H MHB0415 HPO7S
3232-P08-KHP | 32 32 170 39.25 32 33 HW30L NYLOCK
3 Applicable inserts B62~B65
s w
\
) ‘ - A
L
h H
RCGT * R type insert
e (mm)
Screw Shim Shim Screw ~ Wrench Clamp Clsa::sxig Oil seal
Designation H W L S h ¢ Insert
& S~ &) o
HW15P
SRGCR/L 2525-M12-KHP | 25 25 150 315 25 - | RCGT1204MO0 | FTGA03512 SR12S SHXNO509F HW30L HPCR/L-3H  MHB0415 HPO7S
HW35L
2 Applicable inserts B93
SVJBR/L S :
(¢)
7‘ ;
== | L
h H
VBD D * R type insert
(mm)
- T o 1 s . ; | Screw Shim Screw Shim Wrench Clamp C?cr:\epaving Oil seal
esignation nsert — )
& O & o &Y
TW15P
SVJBR/AL 2525-M16-KHP | 25 25 150 325 25 46.5|VB[J[]1604(1] FTGA03512 SHXNO509F SV32S HW30L HPCR-H MHB0415 HPO7S
HW35L

3 Applicable inserts B84~B85, B96

Turning




Boring Bar Code System(ISO) B

S 12 M-S T F P R-11

1 2 3 4 5 6 7 8 9
Type of Bar Bar Diameter BarlLength ) om?it:gclincs)fert Insert Shape L%?riﬁ‘ggé‘;ff ng?;?;?le Hand of Bar Lengtt&gggutting
0 Type of Bar e Bar Length 0 Method of Mounting Insert
“A” Steel with coolant hole
“E” Carbide bar with fixed Symbol(L) length(mm)
steel head and coolant hole H 100
g g;zldst; ::If nk @ % Top clil:mping Top and hcl>:l)e clamping
“X” Special type H/( M
1T N 160
. 180
Bar Diameter L. 1% \ i
e ) R 200 . .
S 250 Top and hole clamping Hole clamping
T 300 M P
d IR V] 350
Vv 400
\ w 450
v 500 Screw on
~1— S
e Insert Shape e Lead Angle of Boring Bar 0 Relief Angle of Insert
: : : : ‘G066

W)

93"/ iu 75"2 EK ;7: c
[ ]

[=]
y &
<=

A\
(95
Q z

0 Hand of Bar

J W

o Length of Cutting Edge
- -8




B Index for Boring Bar

Double Clamp System

Cutting [} _— | o I _

Shape f % % % %
Designation DCLNR/L DDUNR/L DSKNR/L DTFNR/L DWLNR/L
Approach angle 95° 93° 75° 90° 95°

Page B195 B195 B195 B196 B196
Copying [ ]

Facing [ J [ J

Back turning [ J
Turning [ ] [ ([ ] [ ([ ]

Lever Lock System

Cutting 3 }
Shape c (O~
%
gE=
Designation PCLNR/L PDSNR/L PDUNR/L PSKNR/L PTFNR/L PWLNR/L
Approach angle 95° 62.5° 93° 75° 90° 95°
Page B197 B197 B198 B199 B199 B200
Copying [ J [
Facing [} [ ]
Back turning [ ] [ ] [ ]
Turning [ ] [ ] [ J [ ] [ J [ ]

Clamp on System

Cutting
Shape
Designation CKUNR/L CSKPR/L CTFPR/L
Approach angle 93° 75° 90°
Page B201 B201 B201
Copying
Facing
Back turning [ J
Turning [} [} [ ]

Multi Lock System

ollli=" =
Designation MCLNR/L MDUNR/L MSKNR/L MTFNR/L MVUNR/L MWLNR/L
Approach angle 95° 93° 75° 90° 93° 95°

Page B202 B202 B202 B203 B203 B203

Copying [ ] [ J

Facing [} [ ]
Back turning ([ ] ([ ]

Turning [ J [ J [ [ J ([ ] [ ]

Turning




Index for Boring Bar B

Screw on System

= % e - g o gE %
g % \

Designation SCLCR/L SCLPR/L SDQCR/L SDUCR/L SDZCR/L SSKCR/L SSKPR/L STFCR/L

Approach angle 95° 95° 107.5° 93° 93° 75° 75° 90°

Page B204 B205 B206 B207 B208 B208 B208 B209

Copying [ J [ ]

Facing [ J [ ]

Back turning [ J [ ] [ J

Turning [ ] [ [ ] [ ] ([ ] ([ ] [ ([ ]

Designation STFPR/L STWPR/L SVJCR/L SVQBR/L SVQCR/L SVUBR/L SVUCR/L SWLCR/L

Approach angle 90° 60° 142° 108° 108° 93° 93° 95°

Page B210 B211 B211 B211 B212 B212 B212 B213

Copying [ [} [ J [ [ J [ ]

Facing

Back turning [ ] [ J [ J [ J [ J

Turning [ J [ ] [ J [ ] [ J [ J [ ] [ J

Compact Mini
Cutting ®H*
Shape %

Designation SCLCR/L STUBR/L STUPR/L SWUBR/L
Approach angle 95° 93° 93° 93°
Page B214 B214 B215 B216
Copying
Facing [ J [ ]
Back turning [ J
Turning [ ) [} [ [ ]

Designation | SCLCR/L | SCLPR/L | SDQCR/L | SDUCR/L | STFCR/L
Approach angle 95° 95° 107.5° 93° 90°
Page B204 B205 B206 B207 B209 Shape

e
=
[
[ =

——

e e
i

Designation | STFPR/L | STUBR/L | STUPR/L | SWUBR/L -
Approach angle 90° 93° 93° 93° - Designation SL
Page B210 B214 B215 B216 . Page B136

Turning




B Instructions of Boring Bar assembly

Instructions of Boring Bar assembly

Double Clamp System N8
Wrench ‘\

Screw

Clamp
Insert

Spring

Screw
Shim

Nozzle

Lever Lock System Clamp on System

Wrench %ﬁ\

Clamp

Screw

- Wrench

Carbide Shank Boring Bar

e Excellent cutting performance even in internal machining with chattering
e Available for various workpieces such as steel, stainless steel, cast iron, etc.
e Improved tool life and surface roughness
D Comparison of chipping

Specifications Steel boring bar Carbide boring bar

2 Features

" Increased Chipping oninsert . R Stable toollli

High quality shank
, * SCM440
—1_ e vc : 200 m/min

* fn:0.15 mm/rev
* Cutting depth: 5D

: Rmax | Rz Ra | Rmax | Rz Ra
Higher strength and durability than steel shank, special surface treatment applied 4.67 3.68 0.62 3.07 2.76 0.53

Turning




Double Clamp System B

@D Min. machining Dia. W
,,,,,,,,,,,,, =1 Vg
‘ =
95°
CN |:| D * Rtype insert
(mm)
Clamp ClampScrew  Shim  ShimScrew Spring  Nozzle ~ Wrench
Designation oD @ad H L S 0 Insert D Fig.
2 & & D S
A25R-DCLNR/L-09 32 25 24 200 17 40 | CNLJJ0903[J[] | CVH3 CHX0415 SC32V FTKA0307 SPR0510 CN0605 HW25P | 1
A25R-DCLNR/L-12 32 25 24 200 17 40 1
A32S-DCLNR/L-12 40 32 30 250 22 50 | CNLJ[J1204[J[]| CVH4 CHX0518 SC42V FTKA0410 SPR0714 CN0605 HW30P 3
A40T-DCLNR/L-12 50 40 38 300 27 60
A50U-DCLNR/L-16 63 50 48 350 35 70 | CNLIJLI1606[]] | CVH5 CHX0622 SC54V FTNA0511 SPR0811 CN0605 HW4OL | 3

23 Applicable inserts B28~B35

D D U N R/L @D Min. mac?iining Dia. o o o :Sssssssjﬂ

==

E——— =

93°

Fig. 1 Fo.2  Fia.3

DNLIL]

* R type insert
(mm)

Clamp ClampScrew Shim  ShimScrew Spring  Nozzle ~ Wrench

Designation oD @ad H L S 0 Insert @ @W @ @ @ y Fig.

A40T-DDUNR/L-15 50 40 38 300 27 60
A50U-DDUNR/L-15 63 50 47 350 35 70
A40T-DDUNR/L-15 -3 50 40 38 300 27 60
A50U-DDUNR/L-15 -3 63 50 47 350 35 70

D Applicable inserts B36~B42

DNLJ[I1506[][] | CVH4 CHX0518 SD43V FTKA0410 SPRO714 CN0605 HW30P | 3

DN[ICI11504[][] | CVH4 CHX0518 SD44V FTKA0410 SPRO714 CNO0605 HW30P | 3

DS KN R/L @D Min. machining Dia.

Fig. 1 Fig. 2

SN DD = * R type insert

(mm)

Clamp ClampScrew Shim  ShimScrew Spring  Nozzle ~ Wrench

Designation oD @ad H L S 0 Insert @ @W @ @ @ y Fig.

A25R-DSKNR/L-09 32 25 24 200 17 40 |SNCJCJ0903(JC1| CVH3 CHX0415 SS32v FTKA0307 SPROS10 CNOBOS HW25P | 1
A25R-DSKNR/L-12 32 25 24 200 17 40 1
A32S-DSKNR/L-12 40 32 30 250 22 50 |SNCIC1120401071| CVH4 CHX0518 SS42V FTKAO410 SPRO714 CNOBOS HW3OP |
A40T-DSKNR/L-12 50 40 38 300 27 60 8

2 Applicable inserts B44~B52

Turning




B Double Clamp System

DTFNR/L gd m ,\ NN
DO =

= = X =—
‘ H H ‘ H
Fig. 1 Fig. 2 Fig. 3

* R type insert
(mm)

TNLIC]

Clamp ClampScrew Shim  ShimScrew Spring  Nozzle  Wrench

Designation oD @ad H L S 0 Insert @ @ W @ @ y Fig.

LOE RS 82 25 24 200 17 40 TNCIC1604[][]| CVH3 CHX0415 ST32V FTKA0307 SPR0510 CN0605 HW25P ;
A32S-DTFNR/L-16 40 32 30 250 22 50 3
A40T-DTFNR/L-22 50 40 38 300 27 60

TNCI[J2204[0C1| CVH4 CHX0518 ST44V FTKA0410 SPR0714 CN0605 HW30P | 3

A50U-DTFNR/L-22 63 50 47 350 35 70
2 Applicable inserts B53~B59

DW L N R/L @D Min. machining Dia. ad od od N\ i S : : j
an’ 3 = = — -
‘ . A L) o) }
: DRSNS
H H ‘ H
Fig. 1 Fig.2  Fig.3
95°
WNDD * R type insert
(mm)
Clamp  Clamp Screw ~ Shim Shim Spring  Nozzle  Wrench
Designation oD @ad H L S 0 Insert D Fig.
= & >
A25R-DWLNR/L-06 32 25 24 200 17 40 1
A32S-DWLNR/L-06 40 32 30 250 22 50 |WN[J[J0604[1]| CVH3 CHX0415 SW32V FTKA0307 SPR0510 CNO0605 HW25P 3
A40T-DWLNR/L-06 50 40 38 300 27 60
A25R-DWLNR/L-08 32 25 24 200 17 40 1
S OENINE0S 40 82 30 250 22 50 WNLJ[J0804[ 11| CVH4 CHX0518 SW42V FTKA0410 SPRO714 CN0605 HW30P
A40T-DWLNR/L-08 50 40 38 300 27 60 3
A50U-DWLNR/L-08 63 50 47 350 35 70

2 Applicable inserts B62~B65

Features of Double Clamp (Boring bar)

Longer tool life and excellent surface finish can be
achieved with the adjustable Coolant Nozzle

Coolant Nozzle

Turning




Lever Lock System B

PCLNR/L Tt
) ) - §§§n=

e -
= & # ‘ : 2
Fig. 1 Fig. 2 Fig. 3
95°
CNDD * Rtype insert
(mm)
i . Lever Shim ShimPin  ShimPinPunch ~ Wrench
Designation oD @ad H L S 0 Insert & @ % e Fig.
S16R-PCLNR/L-09 20 16 14 200 11 25 5
S20S-PCLNR/L-09 25 20 18 250 13 32 | CNLJJ0903[][] | LV3C VHX0509B - - - HW20L
S25R-PCLNR/L-09 32 25 23 200 17 40 3
S25R-PCLNR/L-12 32 25 23 200 17 40 LVAA  VHX0B13A i ) i HW25L
S25T-PCLNR/L-12 32 25 23 300 17 40
S32S-PCLNR/L-12 40 32 30 250 22 50 CNCICT12040]] LV4 VHX0821 SC42B SP4 LSPS4 HW30L 3
S32U-PCLNR/L-12 40 32 30 350 22 50 LV4  VHX0821 SC42B SP4 - HW30L
SA40T-PCLNR/L-12 %0 40 38 800 27 € Lv4 VHX0821 SC42B SP4 LSPS4 HW30L
S50U-PCLNR/L-12 63 50 47 350 85 70
S50U-PCLNR/L-19 63 50 47 350 35 70 | CNLJ[J1906[[] LV6  VHX1027 SC63 SP6 LSPS6 HW40L | 3
A25R-PCLNR/L-12 32 25 24 200 17 40 LV4A VHX0613A - - - HW25L | 1
A32S-PCLNR/L-12 40 32 30 250 22 50 | CNO[120400 Lva VHX0821 SC42B SP4 LSPS4 HW30L| 3
A40T-PCLNR/L-12 50 40 38 300 27 60
S16R-PCLNR/L-09N 20 16 14 200 1 25 5
S20S-PCLNR/L-09N 25 20 18 250 13 32 | CNCJJ09030J[] | LV3CN VHX0509BN - - - HW20L
S25R-PCLNR/L-09N 32 25 23 200 17 40 3
S25R-PCLNR/L-12N 32 25 23 200 17 40 LVAAN VHXO0B13N ) ) ) HW25L
S25T-PCLNR/L-12N 32 25 23 300 17 40
S32S-PCLNR/L-12N 40 32 30 250 22 50
S RCENEEy 12N 40 % 30 350 22 =0 M LV4AN VHX0820N SC42N SP4N LSPS4 HWB30L ’
S40T-PCLNR/L-12N 50 40 38 300 27 60
S50U-PCLNR/L-12N 63 50 47 350 35 70
S50U-PCLNR/L-19N 63 50 47 350 35 70 | CNLI[J190601[]| LV6N VHX1027N SC63N SP6N LSPS6 HW40L | 3
A16R-PCLNR/L-09N 20 16 14 200 11 25
A20S-PCLNR/L-09N 25 20 18 250 13 32 | CNCI[J0903J[] | LV3BCN VHX0509BN - - - HW20L | 1
A25R-PCLNR/L-09N 32 25 23 200 17 40
A25R-PCLNR/L-12N 32 25 23 200 17 40 LV4AN VHX0613N - - - HW25L | 1
A32R-PCLNR/L-12N 40 32 30 250 22 50 CNCICT12040000
A40T-PCLNR/L-12N 50 40 38 300 27 60 LV4AN VHX0820N SC42N SP4N LSPS4 HW30L| 3
A50U-PCLNR/L-12N 63 50 47 350 35 70
A50U-PCLNR/L-19N 63 50 47 350 35 70 | CNLJ[J190601[] | LV6N VHX1027N SC63N  SP6N LSPS6 HW40L | 3

23 Applicable inserts B28~B35

P D S N R/L D Min. machining Dia. od od o
< ) Ti— 5 g

= J 62.5°
DNDD * Rtype insert
(mm)
. . Lever Shim ShimPin  ShimPinPunch ~ Wrench
Designation oD @d H L S 0 Insert & @ % o~ Fig.
S32S-PDSNR/L-15 40 32 30 250 22 50
S40T-PDSNR/L-15 50 40 38 300 27 60 DNCICH506[JC] | LV4B VHX0821 SD42 SP4 LSPS4 HW30L
S$32S-PDSNR/L-15-3 40 32 30 250 22 50
S40T-PDSNR/L-15-3 50 40 38 300 27 60 DNLCI11504[]0] Lv4 VHX0821 SD42 SP4 LSPS4 HW30L | 3
A32S-PDSNR/L-15 40 32 30 250 22 50 | DNOJ[1506000] | LvV4B VHX0821 SD42 SP4 LSPS4 HW30L
A32S-PDSNR/L-15-3 40 32 30 250 22 50 | DNO[1504000] Lv4  VHX0821 SD42 SP4 LSPS4 HW30L

2 Applicable inserts B36~B42

Turning




B Lever Lock System

PDSNR/L

@D Min. machining Dia.

Qd @d Qd
aun =

Fig. 1 Fig. 2 Fig. 3

= . 62.5°
\
DN D D * R type insert
(mm)
ShimPin  ShimPinPunch  Wrench
Designation oD od H L S 0 Insert @ % o~ Fig.
S32S-PDSNR/L-15N 40 32 30 250 22 50
S40T-PDSNR/L-15N 50 40 38 300 7 60 DNLOIC1506[00C] | LVABN VHX0821 SD42N  SP4N  LSPS4 HW30L
S$32S-PDSNR/L-15-3N 40 32 30 250 22 50
S40T-PDSNR/L-15-3N 50 40 38 300 27 60 DN[I[J1504[J] | LV4BN VHX0821 SD42N SP4N  LSPS4 HW30L \
A32S-PDSNR/L-15N 40 32 30 250 22 50
A40T-PDSNR/L-15N 50 40 38 300 27 60 DNOIC1506[00C] | LVABN VHX0821 SD42N  SP4N  LSPS4 HW30L
A32S-PDSNR/L-15-3N 40 32 30 250 22 50
A40T-PDSNR/L-15-3N 50 40 38 300 27 60 DN[I[J1504[J] | LV4BN VHX0821 SD42N SP4N  LSPS4 HW30L

2 Applicable inserts B36~B42

@D Min. machining Dia.

PDUNR/L

Ll

r rzsd ’\ 0d W
v 2

Fig. 1 Fig. 2 Fig. 3 930
DNDD * R type insert
(mm)
X X Lever Screw Shim ShimPin  ShimPinPunch  Wrench
Designation oD @od H L S 0 Insert & @ ~ Fig.
S32S-PDUNR/L-11 40 32 30 250 22 50 | DNOJOH1040] LV3 VHX0617 SD317 SP3 LSPS3 HWwW25L| 3
S$32S-PDUNR/L-15 40 32 30 250 22 50
S40T-PDUNR/L-15 50 40 38 300 27 60 |DNLI[15060][]| Lv4B VHX0821 SD42 SP4 LSPS4 HW30L| 3
S50U-PDUNR/L-15 63 50 47 350 35 70
S32S-PDUNR/L-15-3 40 32 30 250 22 50
S40T-PDUNR/L-15-3 50 40 38 300 o7 60 DNIO150400C] Lv4 VHX0821 SD42 SP4 LSPS4 HW30L| 3
A32S-PDUNR/L-15 40 32 30 250 22 50 |DNLI[15060][]| LV4B  VHX0821 SD42 SP4 LSPS4 HW30L| 3
A32S-PDUNR/L-15-3 40 32 30 250 22 50 |DNCI[1504000] Lv4 VHX0821 SD42 SP4 LSPS4 HW30L| 3
$20S-PDUNR/L-11N 25 20 18 250 13 32 VDN Vs - ) T
S25R-PDUNR/L-11N 32 25 23 200 17 40 | DNLJO1104010
S32S-PDUNR/L-11N 40 32 30 250 22 50 LV3AN VHX0617N SD32N SP3 LSPS3 HW30L 8
S32S-PDUNR/L-15N 40 32 30 250 22 50
S32U-PDUNR/L-15N 40 32 30 350 22 50
S40T-PDUNR/L-15N 50 40 38 300 o7 60 DNJ[J15060J1 | LV4BN VHX0821N SD42N  SP4N  LSPS4 HW30L| 3
S50U-PDUNR/L-15N 63 50 47 350 35 70
S32S-PDUNR/L-15-3N 40 32 30 250 22 50
S40T-PDUNR/L-15-3N 50 40 38 300 07 60 DNLI[J15040J1 | LV4BN VHX0821N SD43N  SP4N  LSPS4 HW30L| 3
A20S-PDUNR/L-11N 25 20 19 250 13 32 LV3DN  VHX0512BN i i ) HW20L ;
A25R-PDUNR/L-11N 32 25 24 200 17 40 | DNOJO110400
A32S-PDUNR/L-11N 40 32 30 250 22 50 LV3AN VHX0617N SD32N SP3 LSPS3 HW30L 8
A32S-PDUNR/L-15N 40 32 30 250 22 50
A40T-PDUNR/L-15N 50 40 38 300 27 60 | DNLI[J15060][] | LV4BN VHX0821N SD42N  SP4N LSPS4 HW30L| 3
A50U-PDUNR/L-15N 63 50 47 350 35 70
A32S-PDUNR/L-15-3N 40 32 30 250 22 50
A40T-PDUNR/L-15-3N 50 40 38 300 07 60 DNLI[J15040][1 | LV4BN VHX0821N SD43N  SP4N  LSPS4 HW30L| 3

2 Applicable inserts B36~B42

Turning




Lever Lock System

PSKNR/L

@D Min. machining Dia.

P *

Fig. 1 Fig. 2 Fig. 3

75°
SNDD * Rtype insert
(mm)
Lever Screw Shim ShimPin  ShimPinPunch  Wrench
Designation oD @ad H L S 0 Insert & @ % e Fig.
S25R-PSKNR/L-12 32 25 23 200 17 40 LV4A  VHX0613A - - HW30L
S$32S-PSKNR/L-12 40 32 30 250 22 50 | SNOJ[120400] 3
S40T-PSKNR/L-12 50 40 38 300 27 60 LV4  VHX0821 SS42B SP4 LSPS4 HW30L
A25R-PSKNR/L-12 32 25 24 200 17 40 SNCI112040000 LV4A  VHX0613A - SP4 - HW25L
A32S-PSKNR/L-12 40 32 30 250 22 50 LV4  VHX0821 SS42B SP4 LSPS4 HWB30L| 3
S25R-PSKNR/L-12N 32 25 23 200 17 40 LV4AN VHX0613N - - HW25L
S32S-PSKNR/L-12N 40 32 30 250 22 50 | SNLCI[J1204]] 3
LV4N VHX0821N
S40T-PSKNR/L-12N 5 40 38 300 27 60 082N SS42N — SPAN  LSPS4  HWSOL
A25R-PSKNR/L-12N 32 25 24 200 17 40 LV4AN VHX0613N - - HW25L | 1
A32S-PSKNR/L-12N 40 32 30 250 22 50 | SNO[1204000]
A40T-PSKNR/L-12N 50 40 38 300 27 60 LV4AN VHX0821N SS42N SP4N LSPS4 HW30L| 3
D Applicable inserts B44~B52
PT F N R/L @D Min. machining Dia. ad ad od
,,,,,,,,,,,,,,,,, LA A /‘Q
) &)
L AN
Fig. 1 Fig. 2 ‘ Fig. 3 ‘ 900
TNDD * R type insert
(mm)
. . Lever Shim ShimPin  ShimPinPunch  Wrench
Designation oD @d H L S 0 Insert & @ 7~ | Fig.
S16R-PTFNR/L-11 20 16 23 200 11 25 )
S20S-PTFNR/L-11 25 20 30 250 13 32 | TNOJO10300 LV2  VHX0509B - - HW25L
S25R-PTFNR/L-11 32 25 38 200 17 40 3
S25R-PTFNR/L-16 32 25 23 200 17 40 LV3B VHX0512B - - HW20L
S32S-PTFNR/L-16 40 32 30 250 22 50 3
S40T-PTFNR/L-16 50 40 38 300 27 60 | TNCIC160410C]
A25R-PTFNR/L-16 32 25 o1 200 17 40 LV3  VHX0617 ST317B  SP3 LSPS3 HWw25L 71
A32S-PTFNR/L-16 40 32 30 250 22 50 3

2 Applicable inserts B53~B59

Turning




B Lever Lock System

PW L N R/L @D Min ma\chining Dia @ zd 0d @‘“
e B o

) - y 1
Fig. 1 Fig. 2 Fig. 3
95°
WN D |:| * R type insert
(mm)
Lever Screw Shim ShimPin  ShimPinPunch  Wrench
Designation oD @d H L S 0 Insert Fig.
; B o DN
S16R-PWLNR/L-06 20 16 14 200 1 25 WNMG060408 LV3B VHX0512B - - - HW20L | 2
S20S-PWLNR/L-06 25 20 18 250 13 32 2
S25R-PWLNR/L-06 32 25 23 200 17 40 |WNOosoarr| DVOB VHXORIZB - ’ - Hweot s
S32S-PWLNR/L-06 40 32 30 250 22 50 LV3 VHX0617 SW317 SP3 LSPS3 HW25L
= - 32 2 - - -
S25R-PWLNR/L-08 ) 23 200 17 40 WNCIC1080401) LV4A  VHX0613A HW25L 3
S32S-PWLNR/L-08 40 32 30 250 22 50 Lv4 VHX0821 SW42 SP4 LSPS3 HW30L
S32S-PWLNR/L-06N 40 32 30 250 22 50 |WNLI[Jo604[J[]| LV3N VHX0617N SW317N  SP3 LSPS3 HWwW25L
S25R-PWLNR/L-08N 32 25 23 200 17 40 WNLI 10804010 LV4AN VHX0613N - - - HW25L| 3
S32S-PWLNR/L-08N 40 32 30 250 22 50 LV4N VHX0820N SW42N SP4N  LSPS4 HW30L

2 Applicable inserts B62~B65

= Improved holders and parts ensure performance and durability
m “N” stand for New type (parts)

Turning




Clamp on System B

CKUNRL o~ ﬂd _

93°
KND D * Rtype insert
(mm)
Clamp Clamp Screw Spring  Shim Pin+Spring ~ Shim Screw  Wrench
Designation oD @od H L S 0 Insert @ ﬁ @ @ @Q @ @ e
S$32S-CKUNR-16 40 32 30 250 22 70 PAOS15
S40T-CKUNR-16 50 40 37 800 27 60 |KNLIJ604TIIL| CTHELI CHX0625 SRS SKACL o SHXE3O oL
S50U-CKUNR-16 63 50 43 350 35 55
S32S-CKUNL-16 40 32 30 250 22 70 PNO515
S40T-CKUNL-16 50 40 37 300 27 60 |KNTIJ1604TJIR| CTHGRI CHX025 SRS SKIIC ™ SHXO3TO AL
S50U-CKUNL-16 63 50 43 350 35 655)
2 Applicable inserts B43 « Use left handed insert for right handed holder

CS K P R/L E/D "' machining Dia. -

r
\ ' [}
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75°
SPDD ﬂ@ * R type insert

(mm)
Clamp Clamp Screw C-ring Wrench

Designation oD @d H L s 0 Insert @ D

S16R-CSKPR/L-09 20 16 15 200 11 30 SPCIM10903010] CH4R1C CHX0414C CR02C HW25L
S$20S-CSKPR/L-09 25 20 18 250 13 36 CH5R5C CHX0519C CRO3C  HW30L
S$20S-CSKPR/L-12 25 20 18 250 13 28

SPLI[11203[][]| CH6R5 CHO0616 CR04C  HW30L

S25R-CSKPR/L-12 32 25 23 300 17 40
2 Applicable inserts B76~B77

-

CTFPRL N S

90°
TPDD * Rtype insert
(mm)
Clamp  ClampScrew  C-ring Shim Shim Pin Wrench
Designation oD ©@d H L S 0 Insert g‘ @ @ @ o~
S$12M-CTFPR/L-11 16 12 11 150 9 26
S16R-CTFPR/L-11 20 16 15 200 11 40 | TPOJO11030JLIL |CH4R1C CHX0414C CR02C - - HW25L
S20S-CTFPR/L-11 25 20 18 250 13 40
S16R-CTFPR/L-16 20 16 15 200 11 40
S20S-CTFPR/L-16 25 20 18 250 13 40 CHSRSC CHX0S1SC CROSC. :
S25R-CTFPR/L-16 32 25 23 200 17 40 | TPLICI1603[ICIL HW30L
S32S-CTFPR/L-16 40 32 30 250 22 45 CHBR5 CHX0622C CR04C
ST32C SP3C
S40T-CTFPR/L-16 50 40 37 300 27 60
S40T-CTFPR/L-22 50 40 37 300 27 60 | TPLI[J2204JJL |CH83R1 CH0823C CR05C ST43C SP4C  HWw40L

29 Applicable inserts B81~B83

Turning




B Multi Lock System
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Fig